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VK 621.791
BnnaHue TexHonornyeckmx napamMmeTpos

Ha dopmMupoBaHMe NPUCTEHOYHOro
BaJZinka npu MHOronpoxoaHou cBapke
B 3aLUUTHbIX ra3sax

A.C. bysopuHa, M.A. LLlonoxos

Jls noayueHuss Ka4ecmeeHHbIX C8APHbIX COCOUHEHULL NPU U320MOBAeHUU OM-
BEMCMBEHHbIX MEMANIOKOHCMPYKUUL (MOCHbL, CheymexHuka, mpyoonpoeoosi
U 0p.) cyuwecmeyrom JHcecmrkue 0epaHuteHust NO2OHHOU SHepeuu ceapku. B yciosu-
SX 02PAHUMEHUsl NO2OHHOIL SHepeUU NPU MHOCONPOXOOHOU C8apKe U3-3a NOBbIUICH-
HO20 Menao0omeoda 8 0CHOBHOI Memani 8 30He CNAABAEHUs NPUCAOOHHO20 Meman-
Aa ¢ KPOMKOUL paz0eaku e03pacmaem 8eposmHOCHb 00pA308aHUs HECNAABACHUII.

Dpdexmusnoe ynpasrenue nponasasieHuem 603MONCHO NPU HAAUMUU AHA-
AUMUYECKUX 3A8UCUMOCMEl BAUAHUS OCHOBHbBIX U 8CNOMO2AMENbHbIX NaApa-
Mempoeé pexcuma ceapKu Ha NPonAasleHue 0CHO8HO20 Memanna npu oezoe-
pekmHoM popMuposaHuUu NPUCMEHOUH020 8ANUKA.

Memodom mamemamuuecko2o nAaHUpPOBarUs NOAHODAKMOPHO20 dKCnepu-
MeHma noay4eHvl AHAAUmu4ecKue 3a8UcCUMOCmu nAOWAOU Ce4eHus npucme-
HOYHORO0 8anuka u noanoeo menaogoeo KII/[ npoyecca ceapku om yena pazoen-
KU, NOA0JICeHUs 21eKmpoda 6 pazdenke u ckopocmu ceapku. Onpedenersb HAUb60-
JAee 3HaYuUMble napamempsl, eAUAOUUE HA GOPMUPOBAHUE NPUCMEHOUHO20
8AAUKA NPU YCAOBUU OMCYMCMBUS HeCNAABAeHUll. JlaHHbIMU napamempamu npu
3A0AHHBIX CBAPOHHOM MOKe, HANPANCEHUU U JUuamempe 31eKmpooa 6AsI0mcs no-
A0JICeHUe 21eKmpooa 6 pazodenke u ckopocms ceapku. Hccredosanue nokasano,
Umo cmeujerue 21eKmpooa K KpomKe yseauuueaen meniogiodicenue 6 ceapusae-
Mblil Memana, credo8amenbHo, CHOCOOCMEYen NOBbIUEHUIO NPOU3800UMENbHOCIU
U Kavecmea ceapHuix coeduneruil npoyecca ceapku. Tlosviuienue ckopocmu ceap-
KU 00 onpedeneHH020 3HAUeHUs. CNOCOOCmBYyem YeeauteHuro 2nyOuHbl nponaasne-
HUS 3a CYem YMeHbUeHUsl HCUOKOLL NPOCAOLKU NO0 0Y2oll, cied08amenbHO, Npou3-
sodumenvrocmu KILI npouecca ceapku u Kavyecmea c8aApHbIX COCOUHEHULL.

KnioueBbie ciioBa: MprUCTEHOUYHBbI BaJIMK, MHOTOIPOXOHAs CBapka,
noyiHblid TeroBoit KIT mporecca cBapku, moaHOMAKTOPHbBIN dKCTIEpU-
MEHT, MaTeMaTUYECKOe MOJICIMPOBAHMUE.

The influence of technological
parameters on the formation

of a wall bead during multi-pass
welding in shielding gases

D.S. Buzorina, M.A. Sholokhov

High-quality welding in vital metal structures, such as bridges, machinery,
pipes, efc., imposes strict limitations on the power supply per unit length. In the
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VSEECIAREBICIIXEY A COHBIXESAESH SHIN

case of multi-pass welding, the buildup of heat transfer
to the base metal in the area, where the filler metal
and the edge fuse together, increases the possibility of
faulty fusion. To control the quality of welding,
analytical relationships between the primary and
secondary welding parameters and the base metal
penetration depth under the flawless wall bead
formation are required. The method of mathematical
planning of the full factorial experiment was used to
derive analytical dependences of the wall bead
cross-section area and the total thermal efficiency of
the welding process on the groove angle, electrode
position in the grooving, and the welding speed. The
most significant parameters affecting the formation of
the wall bead without faulty fusion are determined.
For a given welding current, voltage, and electrode
diameter, the input data include the position of the
electrode in the grooving and the welding speed. The
study showed that shifting the electrode to the edge
increases the heat transfer to the base metal and,
consequently, increases the efficiency and quality of
the welding process. Increasing the welding speed to a
certain value increases the penetration depth due to
the decrease of a liquid layer thickness under the arc
and, therefore, improves the efficiency of the welding
process and the weld quality.

Keywords: wall bead, multi-pass welding, total
thermal efficiency of the welding process, full
factorial experiment, mathematical modeling.

HaI/I60JIee TEXHOJIOTMYECKY 3HAUMMBbIH Tapa-
METp, OMpeaeas oA TeOMETPHUIO 111Ba
1 KauyeCTBO CBApPHOI'O COCAMHEHUS, — TJIIyOMHA
MPOILJIABJEHUST CBAPUBAEMOI0 METaJlJIa U TUIOLIAIb
ceueHus cBapHoro 1mBa [1, 2]. AHanu3 autepary-
phI 110 3TOM TeMe [3, 4] mokasay, YTO OCHOBHBIMU
nedeKTaMyu Mpu MHOTOTNIPOXOJIHOUM CBapKe sIBJISI-
I0TCSl HECTIJIaBJIeHUSI TPEUMYILIECTBEHHO MPU Ha-
JIOKEHUM MPUCTEHOYHBIX BAIMKOB. [TogoOHbIE ne-
(bekThl co3aaloT 3HaYMTEIbHbIE TPYIHOCTU B pea-
JIM3allMu MPOILIECCOB CBaPKU FOPU30HTATbHBIX
IIIBOB TJIABSIIIMMCS 3JI€KTPOIOM KOPIYCHBIX KOH-
CTPYKLUM crielMaaibHO TexHukH [5]. Hms momyye-
HMSI CBapHBIX IIIBOB C TPeOYyeMbIMU MEXaHUYECKM-
MM CBOMCTBaMU, OJAronpuUsITHON MEJITKO3epHUCTOMN
CTPYKTYPOl U MUHMMAJIbHBIMU CBAPOYHBIMU JI€-
(bopmaumsamu u TpedyemMoii (hopmoii IBOB HEOO-
XOAMMO OTPaHMYMBATH TTOTOHHYIO HEPTHUIO.

OnHako Mpu MHOTOMPOXOIHOI CBapKe B YCJIO-
BUSIX OTPAHUYECHUSI IOTOHHOM SHEPTUU BEPOSIT-
HOCTb 00pa30BaHMsI HECIJIABJICHUN MEXIY Ballv-
KOM M KPOMKAaMHM pa3IeKd, a TAKXKe MEXIY CO-
CeIHUMMU BaJIMKaMU BCJICACTBUE ITOBBLIIIEHHOTO
TEIJI00TBOAA B OCHOBHOM METAaJJI CYLIECTBEHHO
Bo3pacTtaeT. Hanbosee pacnpocTpaHEeHHBIM CHO-
coO0M yIpaBJIeHUST MPOIMJIaBJIeHUEM OCHOBHOTO
MeTajla TIpU CBapke, Kak 3((hEeKTUBHBINA CTOCOO
WUCKJIIOYEHHUST HEeCIIaBJICHUM, SIBISETCS U3MEHEe-
HUE MapaMeTpoB Ipoliecca (TOK, HaIMpsIKeHUE,
CKOpPOCTb CBapKu), OMpPeAesIOIINX TEIIOBIOXKE-
HUe, a, clIeJoBaTeIbHO, YCJIOBUS (POPMUPOBAHMS
CBapHOTO 111Ba, B YaCTHOCTH, ITyOMHY TpOILUIaBie-
HUS KpOMOK [6, 7]. B pabore [4] nmpuBeneHbl pe-
3yJIbTaThl UCCIIEIOBAHMS BIUSHUS ITapaMeTPOB pe-
KrMa (CBapOYHOTO TOKa OOpaTHOI MOJISIPHOCTHU,
HAaTIpsSKEHUS TyTH, CKOPOCTU CBAPKU, PACCTOSTHUS
MEXIy KOHIIOM 3JICKTPOIa M KPOMKOI) CBaApKM Ha
(¢opMy MPUCTEHOYHOTO BajiMKa MPU CBapKe MOJ
(1rocom U caenaH BbIBOA O TOM, YTO TTApaMETPOM,
XapaKTepU3YIOIMM MEXaHUYECKOe 3aKJIMHMBAHUE
IIJTAKOBOM KOPKMU, SIBJASIETCS YroJl Mepexojaa Io-
BEPXHOCTU MPUCTEHOYHOTO BajiMKa K KpoMke. Omn-
peneaeHbl OCHOBHbBIE ITapaMeTphbl peXXruMa: Hampsi-
>KeHUE IYTM, PacCTOSIHUE MEXIY KOHIIOM 3JIeK-
Tpolla U KPOMKOI, cKOpocTh cBapku. OgHaKo
B JaHHOI paboTe HE paCCMOTPEHBI BOIIPOCHI BIIMSI-
HUS yIjia pa3aeikyd Ha BEPOSITHOCTh BO3HUKHOBE-
HUS HeCcIJIaBJIeHUN y KPOMOK pa3aenku. B aToi
CBSI3U U3y4EHUE BOIIPOCOB BIUSHUS TEXHOJIOTMYE-
CKMX TTapaMeTpoB Ha (popMUpOBaHUE TTPUCTECHOY-
HOTO BaJIMKa IPY MHOTOIIPOXOIHOM CBapKe ropu-
30HTaJIbHBIX IIIBOB BEChbMa aKTYyaJIbHO.

Ilens pabOTBEI — yCTaHOBJIEHME 3aBUCUMOCTEN
MEXIy MapaMeTpaMy HaIlIaBKU MPUCTEHOYHOTO
BaJIMKa IMPU MHOTOIIPOXOJHOM MEeXaHU3UPOBAH-
HOI CBapkKe B 3alIUTHBIX Ta3ax IIIBOB U BEPOSITHO-
CThIO BOBHUKHOBEHUS Ae(PEKTOB TUMA HECaBJIe-
HUI Y KPOMOK Pa3JIEJIKU.

DddekTuBHOE yrpaBieHUE MPOLECCOM IPO-
TUIaBJICHUSI CBAPMBAEMOTrO METaJlJIa B YCJIOBUSIX Y-
roBOI CBapKM BO3MOXKHO JIUIIIb TOJBKO TOCJIE YC-
TaHOBJIEHUWSI OCHOBHBIX 3aKOHOMEPHOCTEM 3TOrO
npoliecca, a Takke KaueCTBEHHOr0 U KOJUYEeCT-
BEHHOI'O aHaju3a BJIMSTHUSI OCHOBHBIX U BCIIOMO-
raTeJbHbIX MapaMeTPOB peXXMMa CBapKU Ha pa3Me-
pbl 1 GOPMY 30HHBI ITpoIJaBjieHUs. B ocHOBY
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OOJIBIIMHCTBA MaTeMaTUUYECKUX MOJeJIeii, co3aa-
BaeMbIX IJIS1 YIIPaBICHUS CBAPOYHBIMU MPOLiecca-
MU, 32JI0KEHbI CTATUCTUYECKU BBISIBJISIEMbIC 3aBU-
CUMOCTU MEXIYy SHEpPreTM4eCKMMU mapaMeTpaMu
peXuma cBapKu (CBapOYHbIN TOK, HApsLKEHUE Ha
JIyTe, CKOPOCTh CBAPKM U T. 1.), C OMHOI CTOPOHBHI,
U IapaMeTpaMu, XapaKTepU3YIOIIMMU KauyeCTBO
CBapHOIO COEAMHEHMS, C APYrOil CTOPOHBI. Takoi
MOJIXO/I TTO3BOJISIET YCTAHOBUTD 3aBUCHUMOCTD ILIO-
LAY CEYCHMST MPUCTEHOYHOTO BajJlMKa U IMOJHOTO
termoBoro KITI mpoiiecca cBapKu OT yrIja pas-
JEJIKW, TTOJOXEHUS 2JIEKTPOoJa B pas3/iesike U CKO-
POCTU CBapKM IpHU yCI0BUM Oe3aedeKTHOro (op-
MUPOBAHUS NPUCTEHOYHOIro Baauka. [loaTomy
IJISI MUHUMM3aluy Ae(eKTOB TUIa HecJaBIeHUMN
Y KPOMOK pa3AeiKy MpU CBapKe TOPU30HTAIbHBIX
LLIBOB MPOBEIECHBI UCCAEA0BAHMUS BAUSHUSI TEXHO-
JIOTUYECKMX MapaMeTpoB (yrjia pasaeiku o, I0J10-
JKEHUSI BJIEKTPO/Ia B pa3feKe — PacCTOSIHUE MEX-
Iy KOHLIOM 3JIEKTPOJa U KPOMKOM — KOOpAMUHAaTa
X, a TaKXe CKOPOCTH CBapKH V,,) Ha IUIOIIAb Ce-
YEHMUSI MIPUCTEHOUYHOIO BajMKa U Ha IOJHBINA Ter-
oo KIIJI mpouecca cBapku NpU MeXaHU3UPO-
BaHHOI1 CcBapKe B 3alIMTHBIX ra3ax. XapaKTepHbIe
napaMeTphbl CBapKU NMpUBEICHBI Ha puc. 1.

IIpu cBapke B TOpu30HTAIbHOM MOJOXEHUU
B OCHOBHOM 00pa3yloTCsl HECIIJIaBAEHUST C BEPX-
Hell KPOMKOM, TTO3TOMY JIJIST YMEHBIIIEHUS 00beMa
HarjaBJAeHHOro MeTaJjlaa (MOBBILIEHUSI TPOU3BO-
JUTEJIbHOCTU) YIoJ PACKPbITUS HUXHEU KPOMKU
clieayeT ymeHbwaTh (puc. 1, a).

5/

15

20

7m :
™ /4/X WU'W

a 0

Puc. 1. CxeMa HaJIOXXEHUS BAJINKOB:

ad — B TOPU3OHTAJIBHOM ITOJIOKCHUMU
6 — B HUXXKHEM T1OJIOXKEHUU
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D PeKTUBHOCTh UCMOJB30BaHUS TEIIJTOBOM
SHEpPTUU AYyrd Ha 00pa3oBaHHE CBAPHOTO COEIM-
HEHUS OLIEHUBAJIU 110 TMoJHOoMY TeryioBomy KITJ
Mpoliecca CBapkKu 1, KOTOPBI OmpenessieT OTHO-
IIEHWE YCJIOBHOIO TEMJOCOAEePKaHUS pacIljiaB-
JIIEMOTO 3a eIMHMIIY BpeMEHM MeTajlla IIBa K Te-
MJI0BOM MOIIHOCTM CBApPOYHOI'O0 MUCTOYHMKA Ha-
rpesa [7]:

_ vCBFLLIYMHl'U'l

n

0
vo(F+ By v H
0

=T]H +nnp’

rae v,, — CKOpocTh CBapku, m/c; F,, — Tuiomaab
MOTMEePEeYHOro CeYeHMs 111Ba, M?; F, — Tutommanb ce-
YEHUs HaIUIaBJIEHHOro MeTaia, M%; F — T1u1o-
1aab NPOTUIaBJAEHUSI OCHOBHOTO MeTaliaa, M?%;
Y, — YAeJbHas MIOTHOCTb MeTajia, KI/M?3, ajis
HU3KOYTJIeponucToii cranu vy, = 7 850 kr/m*; H,, —
SHTAJIBINS TP TEMIIepaType TUTaBJIEHUS C YIETOM
OTKPBITOM TEIIOTHI TUIaBJeHUs, JIK/KT, 11T HU3KO-
JIETUPOBAHHOM cTanmu npuHuMatrot H, = 1 340 [Ix/r
[7]; O — TemioBasg MOILIHOCTh CBAPOYHOI'O MCTOY-
HMKa HarpeBa, Q = IU, [Ixx/c; n,, — MOJIHBIN Temn-
Josoit KIIJI mponecca HariaBku; 1, — MOJHbIHA
tertoBoii KIT mpoliecca mporiaBieHUsT OCHOB-
Horo MeTtajuia [8]. I1pu BhIMOJHEHUU PAacUETOB
YUUTBHIBAJIU paclpeesieHUe TeIJI0BO MOILIHOCTU
IyTU B paszgenke [9].

CBapKy BBINMOJHSIA MyTEM HAJOXEHUST MPU-
CTEHOYHBbIX BAJIMKOB B COOTBETCTBUM CO CXEMOIA,
npuBeaeHHOU Ha puc. 1. [1pu mpoBeneHUM KCMe-
PUMEHTOB MCII0JIb30Baau 00pa3lbl U3 CTAJU
09I"2C. O6pa3zen npeacTaBiaseT cOO0ON MIACTUHY
pazmepamu 200x500x20 mM. Ha muiacTuHe BbINOJI-
HEHbI KaHABKM, UMUTUPYIOILIIKE CBAPHOE COEIMHE-
HUE C pa3IesKoil KpoMOK (yIJibl pazaeiaku — 15°,
25°, 35°) ¢ mpuUTyIUIeHUEM, 3aMEHSIOLIUM BBIIIOJI-
HEHHBII KOPHEBOUW MPOXO/I.

YcraHoBKa 1S IPOBENEHUS SKCIIEPUMEHTOB
COCTOsIJIa U3 CTOJIa C TOKOMOABOIOM, MeXaHM3Ma
nepemenieHus ropeaku Noboruder NB-5H, cBa-
pouHoro anmnapara S5 Pulse IITTOPM-LORCH
(puc. 2). ITapameTpnl pexxnMa CBapKu PerucTpu-
pOBaJX ¢ MOMOIIBIO TPUOOPOB, YCTAHOBICHHBIX
Ha IyJIbTe yIpaBJeHMs arnapara.
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Puc. 2. Q611 BUI YCTAaHOBKU JJIsI CBApKU:

a — B TOPU3OHTAIBHOM IOJIOXEHUH;
6 — B HUXKHEM IOJIOXKEHUH

Texnuueckue xapakKTepUCTUKM CBAPOUYHOTO arl-
rapara, UCI0JIb30BaHHOTO IPU IMPOBEICHUM UC-
cJIeJOBaHUI TIpUBEICHbBI HIXKE:

Jyama3oH peryJupoBaHMsI CBAPOYHOTO

TOKA, A oot 25400

PerynupoBKa HAMIPSIKEHUS ...veeeeeeeennneniees [TnaBHas

SAITATHBIN TA3 ..ovvvneeeeiiiiiieeeeeeeviriieeeeeans Cwmecsh razos, CO,

JAnaMeTp 3JeKTPOIHOI

TIPOBOJIOKI, MM ...cuvveeeeinreeeeereeeeeenveeeeenns 0,6—1,6
Toxk mipm 100% T1B, A ..oooooveeiieieeeeeen, 350

Tok miprt 60% TIB, A ..oovveeieeieeee 400

I1B npu MakcuMaiabHOM TOKE, % ........... 75
CeteBoe HampsikeHUe, B .........ccccoooenis 3~400
JlorycTUMBIiA Tiepenaa B ceTd, % ............ +15
Pa3zMmep ncroyHuka mUTaHUs

(AXIIXB), MM .eoviieiiiiiniinicnieeceeneen 1116x464x812
Macca ucTouYHUKaA TTUTAHUST, KT ........e..... 97,3

J171s1 cBapKM TIpUMEHSIIaCh IPOBOJIOKA CBapOYHast
CB-0812C guamerpom 1,2 mm o T'OCT 2246—70,
CMEChH 3allUTHBIX ra30B — aproH 82%, yraeKuCbli
raz 18% mo TY 2114-004-00204760—99.

3HayeHUs1 (PaKTOPOB U3MEHSIM B COOTBETCT-
BMU C TIJIAHOM TMOJHO()AKTOPHOTO 9KCIIEPUMEHTA:

3HaueHue
ITapa- daxrop
MeTp -1 0 +1
x| Yron paznenku o, 15 25 35
rpan
X Paccrosinue ot ocu 0 1,5/2/4| 2,5/4/7
10 3JIEKTPOAa X, MM
x3 CKOpOCTh CBAPKH, 18 24 30
M/4

PexxuMbl cBapKu moadoupann TakuM o0pa3om,
yTOOBI 00ECIIEUUTh YAOBICTBOPUTEIbHOE (hOPMU-
pOBaHME 11IBA B COOTBETCTBUU C KOHCTPYKTUBHBI-
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MU U BKCIUTyaTallMOHHBIMU TPeOOBaHUSIMU K KOP-
MMYCHBIM KOHCTPYKIIMSM CIEUMATbHON TEXHUKU.

IIpu npoBeaeHUU SKCOEPUMEHTOB UCIT0JIb30-
BaJIM CJIEAYIOLIMNA PEXUM CBAPKU:

CBapouHbIi TOK (217+10) A;

CKOpPOCTH TTOJa4Y’ IIPOBOJIOKU 6,3 M/MWH;

HanpsbkeHue ayru (21,4x1) B;

pacxon 3alIUTHOTO ra3za 18 j1/MuH;

IuaMeTp aJjiekTpoaa 1,2 MM;

BbUIET 37eKkTpoaa (20+1) Mm.

W3 cBapeHHBIX 00pa3loB ObLIM M3TOTOBIEHBI
Makpouiidsl (puc. 3), Ha KOTOPBIX OMPEAEIsIIN
Iiolaau ceyeHus Banuka. Ilo pesynabratam usme-
peHuii paccuntanu MoJiHbIA TetoBoit KITJI mpo-
1ecca CBapKu.

Puc. 3. TIpumepsl MakpouindoB 00pa3lioB, CBAPEHHBIX
B HIKHEM I1OJIOKEHUU

ITocne 06pabOTKM pe3yabTaTOB 3KCIIEPUMEH-
TOB C IIOMOIIBIO MPUKJIAAHBIX KOMIIBIOTEPHBIX
IMporpaMM OBLIU MOJYUYEeHBI CIeAYIOILINe perpec-
CUOHHbIC YpaBHEHMUSI:

F=47498—-0,031x, +4,205x, —0,956x; —
=0,113x,x, +0,003x,x, —0,143x,x, +
+0,004x,x,x,; (1)

n=0,1253—0,00055x, +0,018x, +0,0239x, +
+0,00006x2 — 0,0005x2 — 0,0005x, X, +
+0,00012x,x; —0,00013x,,x;, )

rae F— Iioniaab ceyeHus Bajluka, MM2; 1| — T10JI-
Hblii TeroBoit KITJI nmpouecca cBapku; x,, X,, X3 —
KOIMPOBaHHbIE 3HAYEHUST (PAKTOPOB.

[TpoBepka 3HAUMMOCTU KO3(PPUIIUEHTOB per-
peccuu no kputeputo CTbiogeHTa Npu 5%-HoM
YPOBHE 3HAYMMOCTHU MOKa3ajla HE3HAYUMOCTh He-
KOTOpbIX U3 HUX. [Tocie ux McKoueHus: ypaBHe-
HUSI IPUHSUIA CIAEAYIOIIAN BUA:

F= 47,498 +4,205x, — 0,956x;; (3)
n = 0,1253+0,018x,+0,0239x. (4)

[TpoBepka agekBaTHOCTU MOJIYYEHHON Moneau
no F-xkputepuio Puniepa nana moaoxuTeabHbIE
pe3yabTaThl. DTO CBUIETEIBCTBYET O TOM, UTO IO -
CcTaBUB B ypaBHeHU (3), (4) 3HaUeHUST MapaMeT-
POB MOXHO C JOCTaTOYHOI TOYHOCTbBIO OIpejie-

2013.N: 9
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JIUTH TLJIOLIAAb CEYCHMSI BajKa M MOJHbIA TEILI0-
Boii KIIJI mpoiecca cBapku.

JloNOJHUTENbHO aJlecKBATHOCTh ITOJYYEHHBIX
YpaBHEHMI OLICHUBAJIX IO ABYXMEPHBIM AUarpaM-
MaM paccesiHMsI, KOTOpPble TPaAULIMOHHO UCIIOJIb-
3YIOTCS U] BUBYATBHOTO MCCIIETOBAHUS 3aBUCH-
MOCTHU MEXIY JABYMs IIepeMEeHHbIMU Ha MJI0CKO-
CTH, TTOCKOJIBKY OHU TTPEIOCTABIIIOT OOJIbIIE
WHGoOpMaLlMM, YeM MPU OLIEHKE IO 3HAYCHUSIM
Ko3(puLmreHTa KOppeasuun: KOOPAMHATHI I10JI0-
JKEHUST KaXXKI0M TOYKM Ha AuarpaMMe COOTBETCT-
BYIOT 3HAUEHUSIM Cpa3y ABYX IlepeMeHHbIX. Eciu
TOYKM JAaHHBIX HE MOMNanaloT Ha AUATrOHAJIbHYIO
JIMHUIO, TO 3Ty AXarpaMMy MOXHO JTOMOJIHUTEILHO
KCIIOJIb30BaTh JJIs1 HAVISIAHOM MPOBEPKU ITOJIHOThI
YpaBHEHMSI PETPECCUU U COOTBETCTBHUS pacIpelie-
JICHUS K 9KCIIEpUMEHTaIbHbIM JaHHbIM. Pe3yibra-
ThI JOMOJHUTEIBHOM IIPOBEPKU aA€KBATHOCTH 3KC-
MEPUMEHTAJIBHBIX Y PACUYE€THbIX 3HAYCHUN ILIOLIA-
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Puc. 4. ilnarpamma paccessHUsI 9KCIIepUMeHTaJIbHbIX
M pacUyeTHBIX 3HAUYEHMI TIOLIAAN ceYeHUsT Banuka (a)
u teroBoro KITJI mpouecca cBapku (6)
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Iy ceyeHus Banuka u teruioBoro KITJI mpoiecca
CBapKu TMPUBEIEHBI Ha puc. 4.

W3 nonyyeHHbIx ypaBHeHui (3), (4) ciaenyer,
YTO TMPU 3aJaHHBIX HAaYAJIbHBIX YCIOBUSX CBAPKU
(TOK, HampsI>KeHMWE) YroJl pa3fciakKy He OKa3bIBaeT
BJIMSTHUSI Ha TIJIOLIAAb CEYEeHHUS BaJlMKa W Ha TeM-
soBoi KIT mpouecca cBapku.

Haubonee cymectBeHHbIMU (paKTOpamMu sIBJISI-
IOTCS: JJIS1 TUIOIIAAM CEYEHUST BajauKa — IT0JIOXKe-
HUE 3JIEKTpO/Ia B pasnesike, 1l TOJTHOTO TeTI0BO-
ro KIII — ckopocTh cBapKHu.

AHanu3 NoJlydeHHBIX B pe3yabTaTe 3KCIIepU-
MEHTa 3aBUCUMOCTEN TUIOLIAIN CEUYEeHUs BajMKa
n nojHoro TerutoBoro KITJI mporecca cBapku oT
CKOPOCTU CBapKu IMOKa3aj, 4To MpU CMEILIeHUUN
2JIEKTPOJia K KPOMKE TIJIOIIalb CEYeHUs BaJluKa
M noJiHbIi TertoBoi KII/ mpolecca cBapku yBe-
JIMYMUBAIOTCS, TIOCKOJIbKY ITOBBILIACTCS TEIIOBJIO-
XKeHue B KPOMKY cBapuBaeMoro merauia. [1pu
YBEJIMYEHUN CKOPOCTU CBAPKU IJIOLIAIb CEYEHUS
BaJlMKa YMEHbBIIIAETCs, a MoJHbIN TeruioBoi KIT/I
polecca CBapKU ITOBBILIAETCS TOJBKO 0 OIpee-
JICHHOTO 3HaYeHUsl. DTO CBSA3aHO C TEM, UTO C YBE-
JIMYEHUEM CKOPOCTHU CBApKM KOJIWYECTBO HAIlJIaB-
JIIEMOTro MeTaJljla Ha €IMHUILY JJIMHBI 11IBA YMEHb-
maeted [10, 11], HO TIpu 3TOM C POCTOM CKOPOCTHU
CBapKu CTOJIO AYrM HAYMHAET OTKJIOHSIThCSI B CTO-
POHY, TIPOTUBOIIOJIOXHYIO HAIIPaBJICHUIO CBAPKU.
OTKIOHSSCh, CTOJIO IYTY BBITECHSIET YacTh KUIKO-
ro MeTajula B XBOCTOBYIO YacTb BaHHBI. YMEHbIIIE-
HUE TOJIIUHBI XUIKOU MPOCAOUKUA MOA AYTOU
CMOCOOCTBYET YBEJIUUYECHUIO INIYOMHBI MPOILIaBe-
HUS TIPU TOBBIIIEHWU CKOPOCTU CBApKU 10 OIpe-
JeaeHHOU BennuuHbl. [1pu nanbHelieM MmoBbIlIe-
HUU CKOPOCTHU B CBSI3U C YMEHbBIIIEHUEM MOTOHHOMN
SHEPIruM IIyOMHA MPOIUIABJIEHUS YMEHbIIIACTCS.

ITo monaydyeHHBIM YypaBHEHUSIM MOXHO MOAOU-
paTh mapaMeTphbl HAIIaBKX IIPUCTEHOYHOTO BalM-
Ka, o0ecIieurBapoIlIne OTCYTCTBUE HECIIIaBIeHUI
pY MUHUMAJIbHO HEOOXOAMMOM TEIIOBIOXEHUU
B U3JeNe.

BbiBOAbI

1. TlomydeHBl perpecCMOHHBIC YpPaBHEHUS TSI
onpeeeHrs mapaMeTpoB HaIlJIaBKU TTPUCTEHOY-
HOTO BaJiMKa MPYU MHOTOMPOXOAHON MEXaHU3UPO-
BaHHON CBapKe B 3aIllUTHBIX ra3ax.

2. HauOousee 3HAaUMMBIMU MTapaMeTpaMu,
BIUSIIOIIMMU Ha (DOPMHUPOBAHUE TTPUCTEHOYHOTO



VISBECIyAREBI CINXEYIC O HBIX@SaB e S HNY

BaJIMKa TIpU 3aJJaHHBIX CBAPOYHOM TOKE, HaIpsi-
KEHUU U JUaMETpe BJICKTPOIa SBISIOTCS MOJI0XKe-
HHUE BJIEKTPOJa B pa3lieiKe U CKOPOCTh CBapKMU.
CwMelleHre 271eKTpoJa K KPOMKE ITOBBIIIAET Tell-
JIOBJIOXKEHME B CBapuMBaeMbIii MeTallll, ClieoBa-
T€AbHO, YBEIUYUBAET MJIOIIAAb CEUCHUSI BaauKa
u TioyHbIA TerioBoit KITI mpoliecca cBapKu.

3. TloBhbIllIEHWE CKOPOCTU CBapKM J0 OIpeje-
JICHHOI'O 3HA4YE€HMUS CIIOCOOCTBYET YBEJIUYEHUIO LITy-
OMHBI MPOILIABICHUS 33 CYET YMEHBILIEHUS XXUIKOMN
MpOCAOUKU TOA AYyTroi, CJAeaoBaTelbHO,
MoBBILIEeHNIO MoaHoro TeruioBoro KIIT/ mpouecca
CBapKU.
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