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B cratbe paccmarpuBaeTcsi MPUMEHEHWE MNAa3MEHHO-XKMAKOCTHOM CMCTEMbI C TBEPAbIMWU M XMOKMMM
3NEKTPOJAMM Afisi CBAPHOTO COEAMHEHMs NNacTuH M3 natyHu. Llenb paboTtbl — nccneposaHne BO3MOMHOCTH
CBAPKM NaTYHHbIX MNACTMH C MPUMEHEHMEM METOAA NNAa3MEHHO-3KMOKOCTHOM CBAPKM C TBEPABIMM M KMAKMMM
3ANEKTPOAAMM.

MpoaeMOHCTPMPOBaHa 3KCMEPUMEHTaNbHasl YCTaHOBKA A MOMy4YeHUs CBApPHOrO COEOMHEHMs, KoTopas
B fanbHENLLEM MOMET BbITb MCMONb30BaHA AN CO3AaHMS MPOMBILLMEHHbIX YCTAHOBOK Ma3MeEHHOM CBAPKM.
MpuBeaeHbl MCMOMNb3yeMble METOAbI MCCIIEOBaHMS, TAKME KAaK CKaHMPYIOLLAS INEKTPOHHAs MMKPOCKOMMS,
MO3BOMMBLLAS MCCNEOBaTh CTPYKTYPY CBAPHOrO LUBA, @ TaKXKE MPOBEPKA HAa TBEPHOCTL crnaea no Bukkepcy
C MOMOLLBIO MHUKpOTBepaomepa. MNpoeepeH NoapobHbIi aHanM3 BONbT-aMNEPHbIX XapaKTEPUCTHK, HAa OCHOBE
KOTOPOro BbISBIIEHO, YTO B MPOLLECC CBAPKM y4aCTByeT AyroBoH paspsif.

MpepcTaBneHHble pe3yrbTaTbl IKCMEPUMEHTOB AEMOHCTPHPYHOT NMOTEHLMAN AAHHOMO METOAA M NMOKa3blBa-
toT Haubornee onTMManbHble NapameTpbl cBapku (Hanpsikenue He meHee 500 B, Tok po 120 A). MonyueHHbIH
CBapHOM LLIOB Mmen Hebornblume rasosbie NMopbl, HO CTPYKTYpa OcTaBanacb Kak y OCHOBHOro meTtanna. B 3a-
KNMtoUYeHWe NPEencTaBneHbl NPennoXeHus No PasBUTUIO METOAA, TaKME KaK MPUMEHEHME CMECHM Pa3fMYHbIX
COMEMN M KMCMOT B COCTABE 3MEKTPONMTA M MCMONb30BaHME BaKyyMHOM KaMePbl, Al MUMHUMM3ALMK OKMCAEHMS!
MmeTanna.

KnioueBble CNOBa: NNasmMeHHO-XMAKOCTHAs CBAPKa, MNasMeEHHbIE CUCTEMbI, METOABI CBAPKM, SNEKTPUYE-
cKuit Npo6oi, xnopug, HaTPMs, NaTyHb, BONMbT-aMMNepPHasl XapaKTEPUCTHKA
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PLASMA-LIQUID WELDING OF BRASS PLATES
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The article discusses the use of a plasma-liquid system with solid and liquid electrodes for welding plates
of brass. The purpose of the research is to study the possibility of welding brass plates using the method
of plasma-liquid welding with solid and liquid electrodes.

The authors demonstrate an experimental installation for producing a welded joint, which can later be
used to create industrial plasma welding installations. The research methods are presented, such as scanning
electron microscopy, which allow analysing the structure of the weld, as well as checking the hardness
of the alloy according to Vickers' microhardness tester. Moreover, the authors present a detailed analysis
of the voltage features, on the basis of which it is revealed that an arc discharge is involved in the welding
process.

The experimental results demonstrate the potential of the method and show the most optimal welding
parameters (voltage not less than 500 V, current up to 120 A). The resulting weld has small gas pores, but
the structure remains similar to that of the base metal. In conclusion, the authors propose the development
options of the method, such as the use of a mixture of various salts and acids in the electrolyte and the use
of a vacuum chamber to minimize metal oxidation.
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BBepeHnue

AaTyHb Mapku A63, obrapaloIas IpeuMyIecTBeH-
HO COAepKaHueM Mepu 62— 65 % 1 IIMHKa B OCTaBIIEeN-
csl 9acTH, Onaropapsi CBOMM YHUKAABHBIM CBOMCTBaM
HalllAQ IIMPOKOE IIpUMEeHEeHUe B Pa3AUYHBIX OTPACAIX
MIPOU3BOACTBA. MaTepuan ILEeHUTCS CBOeN IIAaCTH4-
HOCTBIO, KOPPO3UOHHOM CTOUKOCTBIO, JOAEKTPOIPO-
BOAHOCTBIO, HO Ha CETOAHSAIIHUU AE€Hb CTOUT BOIPOC
IO YAYUIIIEHUIO CIIOCOO0B CBapPKHU U KaueCcTBa CBApPHOTO
1IBa AQTYHHBIX u3peaut [1, 2].

C 1eABIO IPEOAOAEHUS YKAa3aHHBIX IIPOOAEM B IIPO-
MBIIIIA€HHOCTHU NIPUMeHseTCs PsiA Pa3AMYHBIX METOAOB.
HaubGoaee pacnpoCTpaHEHHBIMU —SBASIIOTCS  AyTOBast
CBapKa BOAB(PAMOBEIM 3AEKTPOAOM B MHEPTHOM Ta3e
U AyroBas CBapKa MAABAIIMMCS JAEKTPOAOM. HacTo
B AAQHHOM METOAE WUCIIOAB3YIOTCSI IIPOMEKYTOUYHEIE
OpUCAAOYHBIEe MaTepuaAbl, KOTOphble CHUI)KAIOT Tep-
MOMeXaHNUeCKre HaIpsS)KeHUsT M IIOAABASIOT oOpa-
30BaHUEe HHTEPMETaMHAOB. OAHAKO A@Ke IIPU 3TOM
CAOXKHO u306eXaTh Ae(PEeKTOB, OCOOEHHO IpPU CBapKe
TOACTOCTEHHBIX M3ACAWH UAU IIPU OTCYTCTBHU CTPOTO-
TO KOHTPOASI TENAOBOTrO peskrMa. CyIIecTBYIOT U BHI-
COKOTEXHOAOTUYHBLIE METOABLI: Aa3epHasi U IAEKTPOH-
HO-AyueBasi cBapka. OHH 00ecIeundBarOT BBICOKYIO
NAOTHOCTL JHEPIuH, y3KYyIO0 30HY pacliraBa U MUHU-
MaAbHOE TEIIAOBAOJKEHUE, UTO ITO3BOASIET OOOUTH IIPO-
OAeMBI, CBSI3aHHBIE C BEICOKOUW TEMAOIIPOBOAHOCTBIO Ad-
TYHU U CKAOHHOCTBIO K 00pa3oBaHuUIO AedeKTOB. Tem
He MeHee 3TH TeXHOAOTUHM TPeOyIOT AOPOTrOCTOSIIEero
00OpyAOBaHMUs, BBICOKOM TOYHOCTU M3TOTOBAEHUS
U cOOpKU AeTared UM, KaK IIPaBUAO, IIPOBEAEHUS IIPO-
Iecca B BaKyyMe, 4TO OTPaHMYMBAET UX IPUMeHeHUe
B MacCOBOM TPOU3BOACTBe [3].

Ha ceropHsnrHui AeHb ITOSIBUANCH M HOBEIE DKCIIe-
pUMEHTaAbHBIE METOABI: CBapKa C IMOMOIIBIO DAEKTPU-
YEeCKUX Pa3psiAOB C TBEPABIMU U JKUAKUMU IAEKTPOAA-
MU [4, 5]. AaHHBIN BUA pa3psiAOB HAllleA TpUMeHeHUue
He TOABKO B CBapke!, HO ¥ B MPEABAPUTEABHOU OUYUCT-
Ke CBapUBaeMbIX AeTaAel, a TaKyKe B CIocobe A0ObUM
BopOpOAR® [6]. B ocHOBe MeTOAa HaXOAUTCSI HCIIOAB-
30BaHUe IINA3MBbl, F'eHepUPYyeMON B BAEKTPOAUTE, UTO
MO3BOASIET AOCTUIaTh BBICOKHX TeMIlepaTyp M obeclle-
YUBaTh KAueCTBEHHOE COEAUMHEHHEe Pa3AMYHBIX MaTe-
puanoB [7, 8], BKaloUas TPyAHO CBapuUBaeMble CIIAABHI,
KOTOpPBIE TSIKEAO ITOAAQIOTCSI CBapKe APYTHMH CIIOCO-
0amMu, HampuMepP, TUTAHOBBIE U aATOMUHUEBHIE CIIAABBI
[9, 10]. B oTAuume OT TPaAUIIMOHHBIX METOAOB CBap-
KU, TaKUX KaK AyTOBasl UAU Aa3epHas CBapKa, AQHHBIN
METOA TIO3BOASIET MUHUMU3UPOBATH TEIIAOBOE BO3AEU-
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CTBHEe Ha MaTepHuaj, YTO CHUJKAET PUCK AedopMalui
YU yAydIlaeT MeXaHHYeCKHe CBOMCTBA CBAapHOTO IIBa
[11, 12], a TakKe HO3BOASET AOCTHUYL BBICOKYIO CTe-
IIeHb OAHOPOAHOCTH CTPYKTYPHI CBapHOTO IIIBa, 4YTO
ITIOAOKUTEABHO CKa3bIBAETCS HA €ro NPOYHOCTHBIX Xa-
paktepuctukax [13, 14]. Kpome TOTO, B UICCAEAOBAHUSIX
[15, 16] paccMaTpuUBarOTCST BOIPOCH! IIPEAOTBPAllleHUSA
obOpazoBaHus Ae(PEKTOB, TaKUX KaK IOPbI U TPEIINHHI,
KOTOpBIEe MOTYT BO3HUKATh IIPU CBAPKE BHICOKOAETHPO-
BaHHBIX CTaAel U CIAaBOB [17].

Takum o06pa3oM, IeAb pabdOThl — HMCCAEAOBaHUIE
BO3MOJKHOCTH CBapK! AAQTYHHBIX IIAQCTHH C IIPUMeHe-
HUEeM MeTOAa MAAa3MEeHHO-’KMAKOCTHON CBapKHU C TBep-
ABIMH ¥ JKUAKUMHU DAEKTPOAAMHM IIPU aTMOC(epHOM
A@BAEHHH, @ TAaK)Ke M3yuyeHHe MeXaHu3Ma IIPOTeKaHUsd
IIpoIjecca CBapKW Ha OCHOBE IIOAYYEHHBIX AQHHBIX TO-
KOB M HAIIPSI)KEHWSI M OIIpEAEAeHUe ITPOYHOCTHBIX Xa-
PaKTepPUCTUK CBapHOTO COEAWHEHUs, II0 pe3yAbTaTaM
KOTOPBIX MOIYT OBITH BBISIBAEHBI AAABHEMIIVE JTallbl
110 AOpabOTKe MCIIOAB3YeMON yCTaHOBKH.

OKcnepuMeHTaAbHasl YCTAaHOBKA M Pe3yAbTaThl

B pamMkax paGoOThl OBIAM ONMCAHBI KWCCAEAOBAHUS
IO CBapKe M3AEAUM U3 AQTyHH Mapku A63, copeprka-
e B CBOEM COCTaBe OKOAO 63 % meaw.

CBapKa IIPOBOAMAACE Ha CIEIUAaAbHO pa3padoTaH-
HOM DOKCIepUMEeHTAaAbHOM YCTaHOBKe, OCHAIlEHHON
razopaspsiAHoOM Kamepoiut (puc. 1). OCHOBY TeXHOAO-
TUYeCKOro IIpollecca COCTaBAseT KOHTAKTHBIM METOA,
B KOTOPOM CBapHBaeMble AETAAU 2 BBIIOAHAIOT POAb
KaToAQ, @ dAEKTPOAUT 3 — aHopa. AAst oOeclieueHust
IIOAOKUTEABHOI'O IIOTEeHIIaArd B 3AEKTPOAUTE HUCIIOAb-
3yeTcsl HepsKaBeloliasd nAacTuHa 4 u3 craau «AlSI 304»
(200%120x1,5 mM). IToproToBKa yCTAaHOBKM K IIpOBe-
AEHUIO DKCIepUMeHTa 3aBeplllaeTcsl MoAaYeld JAeK-
TPUYECKOTO TOKA OT BHEIIHETO HCTOYHHKA I[TUTAHUA
1, mocae 4ero HayMHAETCS CBapkKa. TeMmIepaTypHBIN
Pe>XUM 3AEKTPOAUTA KOHTPOAUPYETCS C IIOMOIIBIO
TepMOCTaTUYEeCKON CHUCTEMBI, B COCTaB KOTOPOM BXO-
AUT IUPKYASIIIMOHHBIM OXAQAUTEAB, 0OeCleunBalomun
IIOAAEPJKaHMe 3apaHHOM TeMIlepaTyphl B TeueHUe Bce-
ro mpornecca. OOHOBAEHHE U PaBHOMEPHOE paclipe-
AE€AeHUEe KOMIIOHEHTOB 3AE€KTPOAUTA OCYILECTBASETCS
IIOCPEACTBOM 3aMKHYTOM CHUCTEMBI IUPKYAILUU. AAS
NIpeAOTBpAllleHNsI HaKONAeHUS MeXaHWYeCKUX IIpu-
Mecell B 3JAEKTPOAUTE yCTaHOBAEHA cucTeMa (hUABTPa-
LMY, BKAIOUalomass (GUALTP I'pyboi ouucTKu. [lapbl
SAEKTPOAUTA YAQAAIOTCS IIPUA IIOMOINU BBITSIKHOU
BEHTUAANUU. VI3MeHeHne 3HaUeHUs HAlPSAKeHUs IIPOo-
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Puc. 1. CxeMa 3KCrepuMeHTaAbHOM YCTaHOBKHU
Fig. 1. Scheme of the experimental setup
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Puc. 2. CxeMa KpenAeHHsl CBapuBaeMbIX AeTaAei
Fig. 2. Fixing scheme of welded parts

HUCXOAUT IIPU IOMOIIU AEAUTEeAs] HalpsKeHUs, pydka
KOTOPOTr'O BBLIBEA€HA Ha IIEPEAHIOI0 IaHeAb KOopIryca.
Ha Heli )Xe ycTaHOBA€H TalMep C IIaromMm B |1 cekyH-
Ay, IIpW TIOMOIIM KOTOPOTO yCTaHAaBAMBAAOCH BpeMs
CBApKU AeTanel. V3aMepeHMe 3AeKTpUUECKUX Ilapame-
TPOB TIIPOU3BOAUAOCE C HCIOAB30BAHHEM aHAAOTOBBIX
BOABTMETpA U amIepmerpa. B 1measx obecneueHus
9AEKTPOOe30MacHOCTH YCTAaHOBKA 3a3eMAeHa, BCe IKC-
TIePUMEHTHI IIPOBOASTCS C UCIOAB30BAaHUEM CPEACTB
WHAVBUAYAALHOM 3aIIUTHI.

CxeMa KpeNAeHUs CBapUBAEMBIX AETaAel IIpeA-
CTaBAeHa Ha puc. 2. Aeraaru 1 IpeaCcTaBASIAM COOOM
NAACTUHBI M3 AQTYHU pa3MepHOCTbI0 30X65 MM M TOA-
muHOM 1 MM. B KauecTBe SAEKTPOAUTA 2 NMPUMEHSACST
5 % pactBOop xAopupa Hatpusa (NaCl), pazbaBAeHHBIN
B BOAOIIDOBOAHOM BOAE, IIPM KOMHATHOM TeMIlepary-
pe 23 °. CBapuBaeMble YaCTU IIAGCTHUH IIOI'PY’KAAUCH
B OAEKTPOAUT HaA TAYOMHY 2 MM.

B mpomecce skcnepuMeHTa HCIOAB30BAAUCH CAe-
AyIOIMie CPEACTBA U METOABI HAYYHOI'O HUCCAEAOBAHUS:

1. BupeocbeMKa IpOIECCOB CBAPKU M ITOKa3aHUU
aHaNOTOBBIX aMmIlepMeTrpa ¥ BOABTMETpPa IIPOM3BOAU-
AUCH C TIOMOIIBIO KaMephl cMapTdoHa Mapku «Huawei
Nova 5T» c wactoroit 30 KaApOB B CEKYHAY IIpU paspe-
mreHumn 1920x1080 nukceaelt. TereoH ycTaHaBAUBAA-
cs1 Ha IITaTUB Ha paccTosiHuM 200 MM OT 30HBI TOPEHUST
paspsaa. CHATbIe BUAeOMaTepUaAbl 00pabaThIBAaAUCH
Ha KOMIIBIOTEpPEe C WCIOAB30BaHMEM IIPOIPAMMHOTO
obecnieuenusi «Microsoft Climpchamp».

2. AGpasuBHasg pe3Ka IOAYYeHHOTO CBapHOTO
1IBa IIPOM3BOAMAACH HAa HACTOABHOM OTPE3HOM CTaH-

Ke C BpalalouuMcs IIAU(DOBAABHBIM aAMa3HBIM AMC-
koM «Delta™ AbrasiMet® Abrasive Cutter» ¢dupmbl
«Buehler», npepHazHaueHHOM AAST IOATOTOBKU MeTaA-
Aorpacphuyeckmux o6pasos.

3. lpenusuoHHas pe3ka obOpaslia AAA IMOAYYEHUS
Pe30B PaBHOU TOALUIMHBI C TOUHOCTBIO 2 MKM, OCYIIeCT-
BASIAQCH C UCIIOAB30BaHUEM BBICOKOTOYHOI'O OTPE3HOTO
cranka «IsoMet 5000» dpupmbr «Buehler».

4. Tlepep npoBepeHHEM aHaAU3a HAa TBEPAOCTH 00-
pasibl IPOXOAMAU 3Tall TPEABAPUTEABHON OIIPEeCcCOB-
KU Ha aBTOMATHU3UPOBAHHOM cTaHKe «SimpliMet 3000»
dupmbl  «Buehler» MeTopOM ropsdeil 3alpecCOBKHU
B TepPMOPEAKTUBHYIO/ TEPMOIAACTUUHYIO CMOAY.

5. Ipeunmsnonnas ob6paboTka obpaslla obecrneuyu-
BaAach IIPU IIOMOIIM aBTOMATHYECKOM ABYXAHCKOBOMU
IAU(POBAABHO-IIOAUPOBAABHOM MamuHbL  «Mecatech
264» pupmbl «Buehler».

6. AAS HM3ydeHUS MHUKDPOTBEPAOCTU CBAapHOIO 00-
pasna npuMeHsAcs MUKpoTBepaoMmep «DUH-211S».

7. AA U3y4deHUs CTPYKTYPhl IHPUMEHSACSA CKa-
HUPYIOUIUN  SAeKTPOHHBIM MuKpockon «AURIGA
CrossBeam» ¢pupmbr «Carl Zeiss».

8. V3aMepeHne HaNpsSyKEeHUs] ITPOU3BOAMAOCEH CTpe-
AOUYHBIM MHAWMKATOPOM HampskeHus «2947 500B (IEK)»
Kaacca tounoctu 1,5, VisMepeHme CHUABL TOKa IIPOU3-
BOAUAOCH CTPEAOYHBIM HMHAMKATOPOM HAIPSKeHUs
«M1001 0-200 A» ¢ xkaaccom Tounoctu 1,5.

9. I'locTpoeHre XapakKTePUCTUKU  3aBUCUMOCTU
HAIPSUKEHUsT M CHUABI TOKA CO BpeMeHeM OBIAW IIpOo-
BeAEHBI IIpU IIOMOIIUA AUIIEH3MOHHOIO IIPOrPaMMHOTO
obecneuenus: «Microsoft Office Excel». Annpokcuma-
1M1 BOABT-aMIIEPHON XapaKTePUCTUKU IPOU3BOAUAACH
B IIporpaMMHOM oOecneudenuu «Visual Studio Code»
Ha a3blKe Python ¢ npumenenmem 6ubanorek NumPy
u Matplotlib.

B measax moaydeHus Hauboaee ONTHMaABHBIX pe-
3yABTATOB 3KCIIEPUMEHTHI II0 NMAA3MEeHHO-’KUAKOCTHOM!
CBapKe MPOBOAMAWCH B TPEX PA3AUYHBIX HACTPOMKAX
TIepeMeHHOr0 Pe3uCTopa: Ha MUHUMAALHOM, CPeAHeM
¥ MaKCHMaABHOM YPOBHSIX COIIPOTHUBAEHUSI, YTO ITO3BO-
AVIAO OIIEHUTH BAUSHHUE JAEKTPUYECKUX IapaMeTpOB
Ha CTaOMABHOCTB IIpOIlecca M KauyeCTBO COeAUHEeHUN.

B KoHMUrypamum MaKCHUMaAbHOTO COIPOTHBAEHUS
pe3ucTopa B HauyaAbHBIE CEKYHABI 3KCIepHUMeHTa pe-
TUCTPUPOBAAUCE IIPOIECCH], aHAAOTHYHLIE DAEKTPOXHU-
MUYECKOMY 3A€KTPOAU3Y B MeXK3AEKTPOAHOM 3a30pe,
¢ (UKCUPOBAHHBIM 3HAUY€HWEM TOKAa U IIOBBIIIEH-
HBIM HalpsiKeHueM OKoAo 395 B. Aaree IpoucxXopuAn
CIIOHTAHHBIM IIPOOOM 3a30pa, IPUBOAALIINY K (opMu-
pOBaHUIO pa3psipa NYAbBCUPYIOIIEro THIA. AMIAUTY-
AQ KOAeOQHUU TOKA B 3TOM CAydae cocraBasnra 20—
40 A, 9TO CITOCOOCTBOBAAO HECTAOUABHOCTU CBApPOYHO-
rO Iporiecca: BO3HWKAAU AOKAAbHBIE 30HBI MHTEHCHB-
HOTO pAacCHA@BA€HUsI MaTephaAOB, HO OOIas KapTHHA
CBapKM OCTaBaraCh XaOTUYHOM C HEOAHOPOAHBIM pac-
IIpepeAeHreM Tellaa. B pe3yabTaTe Ha AQTYHHBIX IIAA-
CTMHAX OOPAa30BBIBAACSH Ae(DEKTHBIN IIOB C BU3YaABHO
3aMeTHBIMHU IIyCTOTaMHu. AAUTEABHOCTH TAKOTO PesKuMa
OIlpeAeAnsinaCh TalMepoM B 5 C, OAHAKO M3-3a HEKOH-
TPOAMPYEMOIO XapaKTepa paspsipa INpoljecc He obe-
CIIeYMBaA PAaBHOMEPHOI'O MPONAABACHUS.

Kondurypanusa cpepHero COnpoTUBAEHUs PE3UCTO-
pa IPOAEMOHCTPHPOBaAa ONTHMAABHLIE YCAOBHUS AAS
TIPOBEAEHMS CBapKHU. 3AeCh (PUKCUPOBAACS KOHTPOAU-
pyeMsIlt nopabéM HanpsskeHusa 500 B u BrIlle, 3a KOTO-
PBIM CAEAOBaA CTAOUABHBIM IIPOOOM MEXKIAEKTPOAHO-
ro IIPOCTPAHCTBA. Paspsip MpPOABASACS B UMIIYyABCHOM
pexuMme npu cure Toka 120 A, cdopMupyss BOKpPYT
CBapMBaeMbIX JAEMEHTOB I1apora3oByI0 OOOAOUKY
C WHTEHCHUBHBIM CBe€YEHUEM. OITO CIIOCOOCTBOBAAO
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Fig. 3. Dependence of current and voltage on time
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Puc. 4. AunpokcuManusi BOAbT-aMIIEPHOM XapaKTePHCTUKH
Fig. 4. Approximation of the voltamper features

PaBHOMEPHOMY HarpeBy M NAAGBAEHUIO IOBEPXHOCTEU
0Oe3 Upe3MepHBIX AOKAABHBIX IIeperpeBoB. CBapKa oCy-
LIECTBASIAACh B TeUeHHe 5 CEeKyHA IO yCTaHOBAEHHOMY
BpeMeHU, IPUBOAS K (DOPMUPOBAHUIO KaueCTBEHHOTO
1IBa C MUHUMAABHBIMU Ae(DeKTaMu.

B koudwurypanum MUHUMAALHOTO COIPOTHBAEHUS
pe3nucTopa napamMeTphl 3AeKTPUUECKOTO MOASL BEIXOAU-
AU 3a IpeAeAbl ONTHMAAbHBIX 3HQUEHUM: HalpsoKeHHe
pocturanro He MeHee 500 B, a nMKoBOe 3HaueHMe TOKA —
150 A, 9TO BBI3BIBAAO HEMEAAEHHBIM TPOOOM 3a3opa.
IIpomecc cBapKu YKAQABIBAACS B 3,5 CEKYHABI, OAHAKO
130BITOYHAS SHEPIUsl IPUBOAUAA K YPE3MEePHOMY pac-
TIAGBAEHUIO MATePUAAOB BAOABL AWHUM KOHTAKTa IIAQA-
cTUH. B pe3yabTare 110B (hOPMHUPOBAACS C Ype3MepHOM
TAyOMHOM IIDONAABAEHUS, CONPOBOKAAEMOU 3Hauu-
TEALHBIMU TeTIAOBBIMU AeOpMalUsIMU M PUCKOM pas-
PYUIEHUS CTPYKTYPHL. BH3yaAbHBIIT KOHTPOAB TOTOBOTO
U3AeAUs BBIABUA IIPU3HAKH IIepe’kora B IPUAETraronux
30HAaX, 4TO AeAaeT 3TOT PeKUM MeHee IIPEeATOYTUTEAD-
HBIM AASI TOUHOM CBapKH, HECMOTPS Ha BBICOKYIO CKO-
POCTBb COepAUHEeHUs. YBeAndeHne BpeMeHU CBapKU IIpu-
BOAUT AUIIb K YXYAIIEHHIO CBAPHOTO IIIBA.

AAS TIOAYYEHUS TPEACTAaBACHMS O MeXaHM3Max
dopMUpPOBaHUS Pa3pgAOB PACCMOTPUM 3aBUCHUMOCTH
SAEeKTPUYECKOr0 TOKA M HAIps’KeHus OT BpeMeHH
(puc. 3).

AHaau3 (pOpMBI KPUBBIX ITO3BOASIET BBHIAEAUTH TPU
OTYETAMBBLIX JTalla B IIpolecce cBapku. HadaabHBIN
aran (0— 0,25 ¢) XapakTepu3yeTcs: CTPEMUTEABHBIM Ha-
pacTaHWeM KaK HAIpPsS’KeHMs, TaK U CHABI TOKA, 4TO

3HaMeHyeT COOOM HadaAO IIEPEXOAHOTrO IIpoliecca.
Aaree TPOUCXOAUT IIPOOOU MEKIAEKTPOAHOTO IIPO-
MeJKyTKa, AOCTUTAIOTCSI NUKOBble 3HaueHusi: 500 B
U BHIIIE AAST HATIpSDKEeHUs 1pu cuae Toka 120 A. Bpemsa
AocTu>ReHuUs1 npobosa = 0,25 c.

Bropo#t sran (0,25—2,25 ¢) orpakaeT crabuamusa-
IIUI0 pPe’XUMa CBapKH, OTAUYAIONIUUCS BbIPa*kKeHHBI-
MM KOAeOaHUSIMM TOKa U HAIlps KeHUs, TAe 3HaueHUS
TOKa HajpaAu A0 53 A, HanpsikeHuss — A0 340 B coot-
BETCTBEHHO. [lo Mepe TPHOAVIKEHUS K 3aBepIIeHUIO
3TOTO OJTalla AMIAUTYAQ KOAeOQHMU yMEHBIIAEeTCH,
U rpauk IIOCTEeHHO IIpHoOpeTaeT AUHENHYIO HOop-
My. [Tpu 3TOM BBICOKHE 3HAUeHHUS CHABI TOKA HAOAIO-
MAIOTCS IIPU HU3KUX 3HaUEHUIX HallpsaKeHUs U Hao0o-
POT. A@HHBIM 3Tall IPOAOAKANCS TPUOAMBUTEABHO 2 C
IOCAe MOMEHTAa Ipobo4.

[TocrepHUM STAllOM ABASETCA IIE€PEXOA K YCTOU-
YUBOMY PEKMMY CBapKH, TAe M3MEHEeHUs] CTAaHOBSTCS
MUHUMaABHBIMU. HanpsskeHne U TOK AeMOHCTPHUPYIOT
AUIIb HEOOABIINEe KOAeOaHUsI CO CPEeAHUMU 3HaueHU-
avu 435 B u 85 A coorBercTBeHHO. B TeueHue aToro
nepuopa HabAIOAQETCSI yCTOMUUBOEe TOpeHme AyTu 6e3
KaKUX-AUOO CYLIECTBEHHBIX BO3MYyllleHUM. B KoHIe
AAHHOTO 3Talla MPOIeCC CBAPKU 3aBepIlaeTcs, MPOUC-
XOAUT aBTOMATHUUYECKOe OTKAIOUeHHe OOOPYAOBAHUS.
VIMeHHO TpeTuil 3Tal ABASIETCS OCHOBHBIM paboumM
UHTEPBAAOM, B TeueHUe KOTOPOTro IIPOMCXOAUT Helpe-
PBIBHBIN HarpeB MAACTUH M3 9IAEKTPOTEXHUYECKOU CTa-
AM. AAUTEABHOCTb 9TOTI'O 3Talla COCTaBAsIeT NPUOAU3U-
TeAbHO 3 C.
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Puc. 5. AuHus n3MepeHnss MUKPOTBEPAOCTH 10 Bukkepcy

Fig. 5. Line of the Vickers microhardness measurement

Tab6anna 1. 3HayeHUs] MUKPOTBEPAOCTH CBAPHOIO IIBa
Table 1. Microhardness values of the weld

Touka HV Touka HV
1 113,76 6 149,88
2 114,39 7 137,65
3 126,81 8 124,72
4 129,12 9 118,41
5 136,36 10 113,06

Aanee Oblaa TpOBEAEHA ANNPOKCUMAIWS BOABT-
aMIIEpHOU XapaKTEePUCTUKM Ha OCHOBE 3KCIIEPUMEH-
TaABHBIX AQHHBIX. VI3 aHaAM3a MOAYYEHHBIX I'pPadUKOB
(puc. 4) caepyeT, UTO KpHBasg BOABT-aMIIEpDHOM Xa-
PaKTEePUCTUKU COCTOUT U3 HECKOABKHX XapaKTepPHBIX
Y4aCTKOB, KaKABIM U3 KOTOPBIX COOTBETCTBYET OIIpe-
AEAEHHOM (PU3MUECKOM CTapAUU Pa3psizAHOTO IIpoliecca.

B HavanbpHOM 00AACTH HAOAIOAQETCS AMHEUHBIN yda-
CTOK, TUIIMYHBIM AAST TIPOIlecca dAEKTPOAM3a, — 3AeCh
TOK OOyCAOBAEH MOHHOU IPOBOAUMOCTBIO 3AEKTPOAM-
Ta, @ POCT HAPSIKeHUsI IPOIOPIIMOHANEH YBEANUEHUTIO
TOKA B COOTBETCTBUM € 3aKOHOM Owma.

CAeAyIONIUY AMHEMHBIM y9aCTOK COIIPOBOKAAQETCS
Goaee PE3KUM BO3pacTaHHEM TOKA, YTO IIPUBOAUT K 3a-
SKUTQHUIO Pa3psipa.

Aanree HaOAIOpA@eTCSl Tepexop B HEAMHEWHYIO0 00-
AACTh, ANIPOKCUMUPOBAHHYIO IIOAMHOMOM BTOPOTO
MopsiAka. OTa 4acTh KPUBOUM COOTBETCTBYET NaAEeHUIO
HanpsoreHUs A0 480 B, compoBOIKAQIOIIETOCs MOBHIIIE-
HHEeM TOKa A0 MakKcuMaAbHBEIX 120 A. AaHHOe SIBAeHUe
COOTBETCTBYeT (DOPMUPOBAHUIO 30HEI OTPUIIATEABHOTO
A depeHITUaAbHOTO COTIPOTUBAEHUS. B aTOM oOAacT
XapakTepHO OOpaTHOe IIOBeAeHMe: IIpU yMeHbIIeHU!
HaNpsKeHUs HaOAIOAQeTCSI POCT TOKAa, UYTO CBUAETEAB-
CTBYeT O OBICTPOM MOHU3ALMU Ta30BOU a3kl U Pop-
MHPOBAHHUM ITIPOBOAAIIETO KaHaAa. Takoe IIOBepAeHHe
THUIINYHO AAS TIEpeXoAa OT TAEIOUIero paspsipd K Ay-
TOBOMY.

AanrbHelIlee TaAeHUe HaNpssKeHUsl IIPUBOAUT
K IIaA€HUIO 3HaUeHHM ToKa A0 50 A.

3aBeplHIaloNIUi y4acTOK BOALT-aMIIePHOM Xapak-
TEPUCTUKU IIPEACTABASIET COOOU IOYTHU TOPU3OHTANB-
HOe «IIAQTO» C YCPEeAHEHHBIM HAIpsI)KeHHEeM OKOAO
435 B, mpu KOTOPOM TOK CTaOMAM3UPYETCS B AUAIa30-
He ~80—90 A. ViMeHHO B 3TOM pe>KUMe OCYIIeCTBAS-
eTcsI OCHOBHOM IIpollecc CBapKM, XapaKTepU3yIoWuncs
YCTOMYMBBEIM TOPEHUEM pa3pspa U UHTEHCUBHBIM Te-
TIAOBBIAEAEHUEM B MEKINEKTPOAHOM IIPOMEIKYTKE.

Ha ocHoBaHWM COBOKYIIHOCTH IIOAYYEHHBIX AQH-
HBIX MOJXHO CAEAATh BBIBOA, UTO HAaOAIOAQEMBIN pa3psa
NIpeACTaBAsIeT COOOM AYrOBOM paspsip, B IIapora3oBOM
ny3bipe, OPMUPYIOUIEMCS Hap IIOBEPXHOCTBIO JAEK-
TPOAUTA TIOA AEMCTBHMEM AOKAABHOI'O HarpeBa. JTamy
AYTOBOTO TOPEHUsS INPEAIIECTBYeT KPaTKOBPEMEHHLIN
TACIOIIUY pas3psip Ha CTAAUM WHUITUAIIUY, OOecIiedu-

Puc. 6. MakcumaabHasi U3 IMyCTOT
B CBAPHOM COeAMHEeHUH
Fig. 6. Maximum of the voids
in the welded joint

BAIOIWM IIePBOHAYAABHYIO MOHM3AIUI0 MEKIAEKTPOA-
HOTO 3a30pa.

OCHOBHOM TOK B YCTOMYMBOM pe’KHMe IIpOTeKaeT
yepe3 IAA3MEHHBIN KaHaa, 00pa30BaHHBIM MOHU3UPO-
BAQHHBIMU [IapaMHU JAEKTPOAUTA M ra3oB. Pe3kuil poct
TOKa IIPU OTHOCUTEABHO CTAaOWMABHOM HATPSKEeHUN
OOyCAOBAEH aKTHUBHON TEPMOSAEKTPOHHOM 3MUCCHEN
C IIOBEPXHOCTU KaTOAQ, & Tak’XKe TepMUUYeCKOM HOHU-
3alyell Ta30BOU CPeABbl B YCAOBUSIX BBICOKOW TeMIle-
paTyphbl IAA3MBI (AO HECKOABKHUX THICSTY KEABBUHOB).
OTH mpolecchl 00ecrednBalOT BLICOKYIO 3AEKTPOIIPO-
BOAHOCTb KaHaAa W yCTOWUUBOCTH AYTH, UTO SIBASIETCS
KAIOUEBBEIM YCAOBHEM AAS KaueCTBEHHOI'o (DOpPMUPOBaA-
HUS CBAPHOTO COEAUHEHUS.

Aaree OBINO TIPOBEAEHO U3MepeHUe TBEPAOCTH
cnraBa o Bukkepcy mo 10 ToukaMm (puC. 5) BAOAB
CcBapHOro IBa. PaccTosiHme MesKAy TOUKaMU COCTaBASI-
A0 150 MKM. Pe3yabTaTel CBEpAeHBI B TaOA. 1.

Taxk>xe B KauecTBe pedepeHCHOr0 OLIAO OIIpeAeAe-
HO CpepHee 3HaYeHHe TBEPAOCTU AATYHU AO CBapKH,
IIOAYUYeHHOe IIO TPeM TOuYKaM y KaKAOM M3 MAACTHH,
cocraBuBiiee 107,61 HV. Kak caepyeT u3 AQHHBIX
B TabA. 1 MUKPOTBEPAOCTD B 30HE CBAPHOTO II1BA IIPEBBI-
maeT TBEPAOCTH OCHOBHOTO MeTaAAd, HO HaOAIOAQETCS
4€TKasl 3aKOHOMEPHOCTb — C IIPUOAMIKEHHEM K KpasgM
oOpasna 3HaueHHe TBEPAOCTU IIOCTEIIeHHO CHU>KaeT-
cga. MakcuMaabHas TBEPAOCTh IOAyuuAachk 149,88 HV
B TOUKe 6 B IIEHTPAABHOU YacTu coepuHeHus. CpepHee
3HaUYeHNEe MUKPOTBEPAOCTH 10 BCEM U3MEPEHHBIM TOU-
KaM cocTaBuAO 126,42 HV, uto Ha ~15 % BbIIle, yeM
Y UCXOAHOTO MaTepHaaa.

Ananu3s n300pa’keHni ¢ MUKPOCKOIIa II0Ka3aa, 4To
CBapHOM IIOB UMeeT OKPYTAYIO (DOPMY U COAEPIKUT OT-
AeAbHble TycTOThl. HauOoAablnass U3 BBHISIBAEHHBIX IIO-
AOCTed (puc. 6) pocTuraeT pasdMepa 52,66 mxMm. boaee
TOTO, B CTPYKType IIIBa HaOAIOAQIOTCSI MEAKHE ITOPHI
AUaMeTpoM A0 6 MKM, oOpa3oBaHUe KOTOPBIX, BEPOAT-
HO, CBSI3@HO C BBIAEAEHUEM Ta30B B IIpOIlecce TOpeHUs
SAEeKTPUYECKOro pa3psipd. B IeAoM MUKPOCTPYKTypa
CBapHOTO COEAMHEHHsI CXO¥Ka CO CTPYKTYPOM MCXOA-
HBIX CBAapUBAEMBIX MATEpPHAAOB, HO YETKOU T'DAHUIILI
paspena MeXKAY 30HOM IIBAa M OCHOBHBIM METaAAOM
He BBIIBAEHO, YTO MOJKET CBUAETEABCTBOBATH O XOPO-
e B3aUMHOU AU(DdY3UNU KOMIOHEHTOB M OAHOPOA-
HOCTH IIOAYYE€HHOT'O COeAUHEeHUs.

3akAYeHue

HccaepoBaHME IO CBAPUBAHUIO C IIOMOILIBIO METOAQ
TIAA3MEeHHO-’)KUAKOCTHOM CBApKU IIAACTUH AAQTyHU IIO-
3BOAUAO CAEAATh CAEAYIOIINe BBIBOABL:

1. I3 aHaam3a BOABT-aMIIEPHON XapaKTepUCTUKU
BBISIBAEHO, UTO IIPOILECC COIPOBOXKAAACS YCTOMUUBLIM
AYTOBBIM pa3psiAOM. Vi3MeHeHUs HaIps’KeHUSA U TOKA
BO BpeMeHHU OBIAU B3aMMOCBSI3aHBI, HO IIPOUCXOAUAU
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He CHUHXPOHHO. DKCIIEPUMEHT XapaKTepu30BaACs Tpe-
MsI dTallaMU: HavYaAbHBIM — pe3Koe Bo3pacTaHue TOoKa
U HaNpsDKEeHUsI C MOCAEAYIOIIUM IIPO6OeM; IIePeXOA-
HBIM — cTabuAM3alusl pe’kuMa CBapKy; paboumit —
yCcTOMYmMBOe ropeHne pa3pspa. Cama cBapKa IIPOMCXO-
AUT Ha IIOCAEAHEM JTalle IIpU CPeAHUX 3HAueHUIX Ha-
npsikeHus u Toka 435 B u 85 A cooTBeTCTBEHHO.

2. IokazaTeA MUKPOTBEPAOCTU IIIBa UMEIOT He-
paBHOMepHOe paclpepereHme. Ha Kpasx coepmHeEHUs
TIIOKa3aTeA HaXOASTCS Ha 3HaueHuu Ooaee 113 HV,
TOTAQ KaK B IIeHTPAABLHOM 30HE IIIBa TBEPAOCTH AOCTH-
raer 149,88 HV. CpepHee 3HaueHUe TBEPAOCTU COEAU-
HeHus 126,416 HV npesBnbiiaeT cpepHee 3HaueHUe U3-
HavyaAbHBIX mmaacTuH 107,61 HV.

3. Makpo- U MUKPOCTPYKTYPHBIA QHAAU3 BBIABUA
HaAMYUe ra30BBIX IIOP B OOBEMe IIBa, MAaKCUMAAbHBIN
pa3Mep KOTOPBIX AOCTHUTaA 53 MKM. HecmoTpst Ha 3TO,
MHKPOCTPYKTypa CBAapHON 30HBI COXPaHSeT IIOAHOe
COOTBETCTBHE CTPYKType OCHOBHOIO MeTaAra — IIpU-
3HAKOB pPEKpHUCTaAAM3anuy, (Pa3oBBIX IIpeBpalleHuH
uAuM 00pa3oBaHUs BTOPUYHBLIX (Da3 He OOHApPY’KEHO.
OTO yKas3bIBaeT Ha TO, YTO TEIIAOBAOJKEHUE OCTaBarOCh
B IIpeAenax, He BBI3BIBAIOIIUX CYIECTBEHHBIX CTPYK-
TYPHBIX U3MeHeHUU B AQTYHHU.

4. TloAydyeHHBIE PE3YABTATHl MOTYT IIPUMEHSATBCS
MNST AQABHEMINero M3ydeHuss AQHHOTO MEeTOAA CBApKHU.
B uwacTtHOCTH, OHM MOTYT OBITH MCIIOAB30BAHBI LIPU I10-
CTPOEHHUHU MaTeMaTHIeCKUX MOAEAeN TelIlaoMaccoliepe-
HOCa, POPMHUPOBAHUY IIBA U IBOAIOIIUYA MEXaHUIECKUX
CBOMCTB. AaAbHellIllee pa3BUTUE METOAA LIpeAlloAaraeT
9KCIIEPUMEHTHI C ITIOADOPOM COCTaBa AAEKTPOAUTA, Ta-
KHX KaK CMeCHU M3 HECKOABKUX COAEU MAU KHUCAOT AAS
TIOAYUYEHUsI AYUIIero KadecTBa CBapHOI'O COEAMHEHMUSI.
Tak>ke paccMaTpUBaeTCsI BO3MOJKHOCTL YCOBEPIIeH-
CTBOBAHMSI JKCIEPUMEHTAABHOM YCTAaHOBKH AAS BO3-
MOJKHOCTH TIPOBEAEHUsI IKCIIEPUMEHTOB B BaKyyMe,
YTO MIO3BOAUT MUHHUMHU3UPOBATH OKUCAEHUE U Tra30Ha-
CHIIIIeHUEe MeTaAAa IIBa.

CAepOBaTeABHO, MeTOA IAA3MEeHHO-’KMAKOCTHOM
CBapKy AEMOHCTPUPYET IIOTeHIHaA AAS COEAMHEHUS
MEAHBIX CIIAABOB, TpeOys IIPU 3TOM AAABHEMIIEH OINTH-
MU3aLIUU TEXHOAOTUUYECKUX IITapaMeTpPOB AAS AOCTHIKe-
HUSI IPOMBIIINEHHO IIPHEMAEMOr0 KayeCTBa CBapHBIX
1IIBOB.
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