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Kniouegvie cnosa:

Caapka oz durocom

Pexumbl cBapku
T'eomeTpHuyeckue mapaMeTpsl MIiBa
KagecTBO cBapHOTO COEMHEHUS

Qunancuposanue

VccnenoBanne BBIMOIHEHO TpU (H-
HAHCOBOH MO/UIPXKKE M3 CPEACTB
OI'BOY BO «KHAI'Y» mo mpoekty
HUP Ne BHO001/2020 «Pa3paGorka
AIrOpUTMa M MCCIIE0BAHUE MpoIiecca
MPOrpaMMHUPYEMOT0 yHpaBiIeHus Gpop-
MHpPOBaHHMEM  CBapOYHOTO/HAIIABOY-
HOTO BaJIMKa (B TOM YHCJIC U B TIPUME-
HECHMH aJAUTHBHBIX TEXHOJOrHWii) Ha
YCTaHOBKE aBTOMATHYECKOH CBapKm»
(2020-2023 rr).

bnazooaprocmu

VccnenoBaHnst 4aCTUYHO BBIMOIHEHBI
Ha obopynoanun LIKIT «Crpykrypa,
MEXaHHYeCKHe M (PU3MYECKUE CBOii-
CTBa MaTepHayoB» (COITAllICHHE C
Muno6pHayku Ne 13.11KI1.21.0034).

Beenenne. Meraurypru4eckoii NpOMBIIIIIEHHOCTHIO Ha TeppuTopun PO HaKkoIUIEH 3HAYUTEIBHBIH 00b-
€M IIUIAKOB, MOJIy4YaeMbIX MPU BBIIUIABKE CTaleld M 4yryHoB. Hanuuue 1uiakooTBajoB nmaryOHO BJIMSIET HA
9KOJIOTHIO PETHOHOB, UMEIOLIMX MeTaJLTypruueckue npeanpustus. [Ipun BoccraHOBIEHHH Kele3a U3 IUIAKOB
MOOOYHBIM TIPOJYKTOM CTAaHOBUTCS arioMepaTr OKCHJIOB, KOTOPBIH MOXHO paccMaTpHBaTh Kak (IIOCOBYIO
KOMITO3UILIMIO JJIsl JyrOBOW CBApKM/HAIUIABKU MOJ ci10eM (NIoca, HAIOIHUTENEH MOPOIIKOBBIX IPOBOJIOK
W TIOKPBITHHA CBAPOUYHBIX IITYYHBIX AIEKTPOoaoB. Lleab padoThl: yCTAHOBUTH BOBMOXKHOCTh AYTOBOW CBapKH
IIPU MCIOJIb30BaHUH TOTYUYEHHOTO aBTOpaMu (JIroca M ONpPeleIUTh ONTHMAIbHBIE PEKHMBI CBAPKHU C YCIIO-
BHEM JOCTIDKEHHs reomeTpuiecknx mapamerpos mBa no [OCT 8713—79 u kauecTBa CBapHOTO COSIUHEHHS
(orcyTcTBHE BHYTpeHHHX AedekToB). B padoTe mccie10BaHbI CTBIKOBbIE CBApHbIE COECAMHEHUS JHUCTOBOM
cranu BCr3cm TonmmuHoi 5 MM, MOTy4eHHbIe aBTOMAaTHYECKO# CBapKOi Moz cinoeM (iroca Ha MOCTOSHHOM
TOKE C NPUHYAUTENbHBIM (JOPMUPOBAHUEM KOPHEBOTO BaJMKa Ha KEPAMUUYECKHMX MOIKJIAJKAaX C HPHMEHe-
HUeM ¢uroca u3 nepepadoTaHHOIO METATYPrHYeCcKOro Iulaka dJeKTPOCTANCIUIaBUIBHOTO MPEIIPHITHS.
ABTOMAaTHYECKYIO CBApKy IIOCKMX OOpa3loB OCYILECTBISUIM Ha aBToMare TpakTopHoro tuma AJID-1250
C MPOBOJIOKOH AUAMETPOM 3 MM TPH MOCTOSIHHOW CKOPOCTH CBApPKH 54 CM/MHH C BApHUPOBAHUEM CHJIBI TOKA
U HanpsbkeHust Ha ayre B npenenax 400-600 A u 27-37 B. Metoab! ucciaenopanus. OLeHKa KauecTBa CBap-
HBIX COCAMHEHMH BU3YaJbHO-U3MEPUTENBHBIM U PEHTTEHOTrpadMIeCKUM KOHTpOJIeM, ompeneneHue nedop-
Manuu o0pa3LoB MyTEM HX JIa3epPHOr0 CKAHUPOBAHHS U KOMIIBbIOTEpHOH oOpaborku 3D-mopeneii. Craru-
CTUYECKOE MOJEIMPOBAHUE B BU/E ABYX(PAKTOPHOTO IKCIIEPUMEHTA C MOJyYEHUEM a/IeKBATHBIX yPaBHEHHI
perpeccun BIMSHHS PEKUMOB CBapKHM HAa T€OMETPHUYECKHE ITapaMeTphl IIBA: BBICOTY YCHJICHUS W IIUPUHY
1IBa C JIMIIEBON M OOpaTHOM CTOPOHBI coeanHeHus. Pe3ynbrarbl U 00cy:kaenue. [Tokazana BO3MOKHOCTb
TOJY4EHHs CBApOYHBIX (NIIOCOB M3 METAJUTyPTHYECKUX [UIAKOB 3JIEKTPOCTAJICIUIABMIIBHOTO MPEIIIPHATHS
U UX IPUMEHEHUSI T CO3/1aHMs CBAPHBIX COCAMHEHU. YCTaHOBIEHBI ONITUMAIIbHBIE PEXKUMBI 1yTOBOM CBap-
KM TOHKOCTCHHBIX JIUCTOBBIX AETaJICH W3 HU3KOYIJIEPOJHUCTOI CTalli C NPHUHYAUTEIBHBIM (OPMHPOBAHUEM
KOPHEBOTO BaJiMKa Ha KEPaMHUYECKHMX MOIKIAAKaX, 00eCHeunBaloIMe OTCYTCTBUE BHYTPEHHUX Ne(eKToB
B BUJIE 110D, TPELLHH U HENPOBAPOB, MUHUMYM OCTaTOUHBIX Je(opMaLuii U COOTBETCTBHE Pa3MEPOB CBAPHOTO
11Ba TpeOOBAHUSM CYIIECTBYIOLIEro cTanAapTa. HoMuHaNbHbIE 3HAY€HUS FEOMETPHUYECKUX MTApaMeTPOB 1IBA
no F'OCT 8713—79-C4 cooTBETCTBYIOT CIEAYIOLIMM PEXUMaM CBapKH: CKOPOCTb CBApPKU 54 CM/MHH, CHJa
cBapouHOro Ttoka 550 A, nanpspkenue Ha ayre 30 B. Pesymsrarel paboTel MOTYT OBITH IPUMEHEHBI HA Me-
TAJTYyPrUYECKHUX 3JIEKTPOCTAJICIUIABIIIBHBIX PEINPHUATHSX, IPOU3BOASIINX HU3KOYIIIEPOIUCTYIO CTANIb IIPH
0TpabOTKe TEXHOJIOTHH MPUMEHEHHSI CBAPOYHBIX MAaTEPUAJIOB U3 LIIJIAKOB.

Jnsi umruposanus: Cmapyes E.A., Baxmamoe I1.B. BnusiHue pexxuMoB TyroBOi aBTOMaTHUECKON CBAPKM Ha TEOMETPUYECKHUE MapaMeTphl
IIBa CTHIKOBBIX COCAMHEHHH M3 HU3KOYIVIEPOIMCTOW CTalM, BBIMOJHEHHBIX C MPUMEHEHHEM SKCIiepuMeHTanbHoro ¢uoca / Obpaborka
MeTaJIoB (TexHoNIOorus, 000pynoBanue, tHCTpyMeHTbl). —2023. — T. 25, Ne 4. — C. 61-73. — DOI: 10.17212/1994-6309-2023-25.4-61-73.
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Tea.: +7 (914) 188-05-45, e-mail: egorstarts@inbox.ru

BBenenue

Meramtyprudeckod  MPOMBIIIJIEHHOCTBIO  Ha
Tepputopun PP HakoIuleH 3HAYMTENbHBIH 00beM
[IUTAKOB, T0Jy4aeMbIX IIPU BBIILIABKE CTAJICH U 4y-
ryHoB. Hainuue mimakooTBanoB maryOHO BIIHSET
Ha DKOJIOTMIO0 PErMOHOB, UMEIOIIUX METaJllyprude-
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ckue npeanpustus [1]. IlepepaboTka HakOMIEHHBIX
Y TIOBBINICHNE Y(PPEKTUBHOCTH yTHIN3AIUNA BHOBh
C03/1aBaeMbIX IIJIAKOB — OJTHA U3 IPHOPHUTETHBIX 3a-
Jlad pa3BUTHS CTpaHbI [2].

DJEKTPOCTACTUIABUIBHBIC [UIAKK TIPUTOIHBI
JUTSI KCTIOJTB30BAHUS B IIEMEHTHOM IMPOMBIIIIICHHO-
ctu [3—10]. 3apyOexHble CTpaHBl C PA3BUTOU Me-
TaJUTypTUYECKOI MMPOMBIIINIEHHOCTBIO TIepepadaThI-
BalOT BCE JIOMCHHBIE IIJTAKU ¥ 3HAYUTEIHHYO YaCTh
CTaJerIaBUIbHBIX TUTakoB [11, 12].

JlepunuT MeTajuIM4ecKoro JioMa Ha AIEKTpPO-
CTAJICTUIABUIIBHBIX TPEANPUATHSIX TPUBOIUT K I10-
HCKYy BO3MOXKHBIX BApUAHTOB €Tr0 3aMEHBI, TAaKUX
KaK WCIIOIb30BAHUE JKEJIC30PYIHBIX OKATBIIICH,
nepepaboTKka OTXOJOB MPOM3BOACTBA (METAILTyp-
TMYECKHX IIIAKOB, comepkammx jgo 60 % okcuaa
xenesza) u np. [13].

[Tpu BoccTaHOBIEHUH Keje3a U3 MUIAKOB T000Y-
HBIM TIPOTYKTOM CTAHOBHUTCS arioMepar OKCHJIOB,
KOTOpBIA MOXKHO paccMaTrpuBarh Kak (DIFOCOBYIO
KOMIIO3HIIMIO JUTSL JTyTOBOM CBapKW/HAIUIABKH 1O
cioeM (QITroca, HaMOJTHUTENIEH TTOPOIIKOBBIX MPOBO-
JIOK Y TIOKPBITHIA CBAPOYHBIX IITYYHBIX JIEKTPOIOB
[14]. CocTaB HOBO¥1 (NTFOCOBOIT KOMITO3UITUH BO MHO-
T'OM OIPENEIIAETCS IUTAKOBOM CUCTEMOM, NCTIOJIb3Ye-
MO BJICKTPOCTANICTUIABMIIBHBIM TIPEAPUATHEM JIJIS
MIPOM3BOJICTBA CTAJIM KOHKPETHOI Mapk# [15-17].

B pa6ore [18] mokazano BnusiHEE cocTaBa (iro-
ca Ha OCHOBE TEepPepabdOTKH TEXHOTEHHBIX OTXOIOB
METAJUTyPTrUYeCKOTO TMPEINPHUATHSI W BBOJUMBIX
B HEro J100aBOK Ha CTPYKTypHO-(a30BBIE COCTOS-
HUS U TIOBEPXHOCTH Pa3pylICHHS SIIEKTPOIYTOBOM
HATUTAaBKU M CBAPHBIX IIIBOB.

ABtopamu pabotel [19] momydena drocoBas
KOMTIO3HIIUS TIOCIIE JIEKTPOILIAKOBOTO TIeperiaBa
METAJUTYyPTrUYeCcKoro MUTaKa 3aBofa «AMYpCTAIby,
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,Z[p06J'IeHI/I$I N CBA3BIBAHUA KOMIIOHCHTOB XHUIKHUM
CTEKJIOM. Y4YHUTHIBas CIIOKHOCTh COCTaBa IIONY-
YEeHHOTO (JII0ca M HEOIPEACIICHHOCTh €r0 TeIIo-
(u3MYeCKUX CBOWCTB, HeJdbI0 PadoThbl CTAaBUJIOCH
OMpECACIICHUC OITHUMAJIbHBIX JSHEPTCTUUYCCKUX IIa-
paMeTpoB TIpoliecca JYroBOW CBapKH, OOeCIedH-
BaIOIINX CTAHIAPTU30BAHHBIE pa3Mephl CBAPHOTO
COCTMHCHUS.

3agadeil mpoBEACHUS HUCCIEAOBAaHUN SIBISIIOCH
OTIpe/IelICHUE BIMSIHUS TIApaMETPOB pEXUMa aB-
TOMaTUYECKOM AYroBOM CBapKH TMOJ CJIOEM 3KC-
MMEPUMEHTAILHOTO (PIIfoca Ha KaueCTBO CBapHBIX
COCIMHECHUI: HAJIMYME BHYTPEHHUX W HapPYKHBIX
ne(eKToB, TeOMETPUUECKHE pa3Mephl 1IBa M yCTa-
HOBJICHHE XapakTepa BO3IACHCTBUS MOTYYCHHOTO
(mroca Ha W3MEHEHHE HAINpPsHKEHHO-IePopMaIii-
OHHOTO COCTOSIHUSI B 00BbEME CBApEHHBIX 00pa3IoB
C MPUMCHCHUEM CTAaHAAPTHBIX U SKCIICPUMCHTAJIb-
HBIX (ITIOCOB.

MeToauka uccJjae10BaHui

HccnenoBanusi mpoBOAMIM Ha BOCBMH IIJIO-
CKHUX CBapHbIX o0Opaslax W3 HHU3KOYTIIEPOAHCTOM
KOHCTpyKMoHHOM ctanmu  BCt3cnm  pasmepom
195x440x5 MM (puc. 1, a), UMEIOIMX THUIT CBap-
Horo coenuHeHus C4 mo I'OCT 8713-79 — cr1bIKO-
BOE OJIHOCTOPOHHEE OJHOMPOXOJHOE COETUHEHHE
0e3 pa3feNnku KPOMOK Ha TUIOCKHX KepaMUYEeCKUX
MOJKJIaIKaX, TMPUKIEHUBAEMBIX K OOpaTHOH CTO-
pOHE CThIKa 4Yepe3 METANIM3UPOBAHHBINA CKOTY
(puc. 1, 6). 3arotoBku coOupanuch 6e3 3a30pa;
YTOOBI HE IOMYCTUTH CMEIICHUS KPOMOK, IPUBApHU-
Bajguch TexHosorudeckue Iianku (100x40%5 mwm,
BCt3cm) ¢ mpocTaBieHneM AByX KOPOTKUX MPUXBa-
ToK (10—15 mm).

o

Puc. 1. CobpaHHbIi o cBapKy oOpa3sell ¢ IPUKJICCHHON KepaMHIeCKON TTOIKITAIKOM:
a — o0t BuI coOpaHHOTO 00pasna; 6 — mpo s 00pasna M KepaMUIeCKOM MOAKIATIKU

Fig. 1. A specimen assembled for welding with a glued ceramic lining:
a — general view of the assembled specimen; 6 — profile of the specimen and the ceramic lining
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Capka 00paslioB BBINOJHSIACH MPOBOJIOKOM
CB-08A mo I'OCT 2246-70 nmamerpoM 3 MM.
B kauecTBe 3amUTHI NpU aBTOMATUYECKOM CBApKe
MCIIOTB30BAICS Pa3paOO0TaHHBINA U 3alIaTeHTOBAHHBIN
cBapouHbli ¢roc [20] rpanynsuueit 1,0-4,0 mm.

Cgapka mpousBoauiack Ha apromare AJId-1250
¢ ucrouHukoM nuranus BJ[Y-1250 Ha pexnmax,
ykazaHHBIX B Ta0m. 1. Obpasern 8 mist mpoBeaeHUs
CPaBHUTEIHHOTO aHAJIM3a BBINOIHEH C IPUMEHEHH-
€M CTaHJapTHOTO cBapouHOoTOo ¢urroca AH-42.

Crnenyer OTMETHUTH, YTO TNpPHU CBapke oOpa3ua
No 1 BBIABIEHO WHTEHCHBHOE TMOpPOOOpa3OBaHHE,
BbI3BaHHOE ra3000pa30BaHUEM [0 PEaKIMU OKHC-
JIeHUs] TpHU TUIaBiIeHUH (¢Uroca U TMOBBIILIEHUEM
JTABJICHUS B IPOCTPAHCTBE MEX/1y MOBEPXHOCTIMU
KepaMHuecKoi nmoakiaaku u odpasua. s npenor-
BpallleHHs HETaTHBHOIO BIMSHUSA 3TOro (Qaxrtopa
B OCTaJIbHbIX 0Opa3nax B (hOJIBrUPOBAHHOM CKOT-
ye OBUIM CAeNlaHbl OTBEPCTHS AMHOM 10 MM c 1m1a-
roM 15 MM BRONb JIMHHUM IEepexoja OT Kepamude-
CKOW MOAKIAJIKU K MOBEPXHOCTH AeTanu. [losTomy
B Ta0i. 1 06pasiel Ne 1 1 2 ©MEIOT OJTMHAKOBBIE pe-
KHUMBI.

Bu3syanbHO-U3MEpUTENBHBIN  KOHTPOJIb  CBAp-
HbIX coennHeHni mposogwm o CTO 9701105632-
003-2021 ¢ mpuMeHEeHNEM YBEIUYUTEIBHON JTYTIbI
JIN-10, mTaHreHIUPKYJIs ¥ YHUBEPCAJIBHOIO IIa-
6mona cBapmuka YIIIC-3.

Pentrenorpaguueckuii KOHTPOJIb CBapHBIX CO-
equHenui ocymectsisica nmo I'OCT ISO 17636-
1-2017 ¢ npuMeHeHHEM HCTOYHHMKA HOHHU3UPO-
BAaHHOTO H3JIy4Y€HUSI — PEHTIEHOBCKOIO armrmapara
«[IMOH-2M» u pentrenoBckoit miaeHku Aqfa D4,

OBRABOTKA METALLOV %

¢doxycHoe paccrosiHre — 350 MM, BpeMs IKCIO3H-
nnu — 10 c. Cxema npocBeunBanus 1.

Omnpenenenne  creneHd  AeQOPMHUPOBAHUS
CBapHBIX 00pa3loB MPOBOIWIM MO UX IUPPOBHIM
JBOMHMKAM, MOJy4YaeMbIM IYTEM JIa3epHOTO CKa-
HupoBanuss MCAX, u oOpabotkoii 3D-moneneit
B nporpamme Focus 10 Inspection.

CraTtucTuyeckoe MOAETUPOBAHUE ITPOBOAUIIHN
C HCIMOJIb30BAHUEM [aKeTa aHallh3a B MpOrpamme
Microsoft Excel. [Ipu 3ToM ycTaHaBiuBaiuch 3aBu-
CHUMOCTH MEX]y BXOAHBIMH (X| — CHJIa CBapOYHO-
ro TOKa; X, — HaNPsOKEHWE Ha JIT€) U BHIXOAHBIMH
(BpICOTA yCWJIEHHS U LIMpUHA IIBa) apaMeTpaMHu.
OCHOBHOI ypOBEHb BapPBUPYEMBIX IapaMETPOB
OTIpe/ieNieH SKCIEPUMEHTAIbHO, HCXOAs U3 CTa-
OMIIBHOCTH AYTrOBOIO IpoIecca MpHU MOTHOPa3Mep-
HOM (hOPMHUPOBAHUU CBAPHOTO I1IBA.

Pe3ynbrarsl M HX 00Cy:KIeHHE

[Tpu cBapke 00pa3loB HA IKCIEPUMEHTATHHOM
¢dmroce oTMeyaeTcss MArkoe, 0e33By4YHOE TOpEeHHE
IyTH, OTCYTCTBUE IIMOOOPA30BaHMS U JIETKOE TO-
CJIECBAPOYHOE OTJICIICHHE [INIAKOBOW KOPKHU.

BuemHuil Bu MoTy4eHHBIX CBApHBIX 00pa3iioB
npencTaBieH Ha puc. 2. [lpu npoBeneHun Bu3yaib-
HO-U3MEPUTEIBHOTO KOHTPOJIS MOyYEHBI CIEAYIO-
1€ Pe3yabTaThI: C JIUIIEBON CTOPOHBI BCe 00pa3Ibl
UMEIOT TOJHOIEHHO C(HOPMUPOBAHHYIO TOBEPX-
HOCTh CBapHOIO IIBa, HE MMEIOIIYI0 MOBEPXHOCT-
HbIX AedekToB. C 00paTHOM cTOpOHBI B 00pasiie Ne 1
HaOJTIOMAIOTCS HECTUIOMHOCTH IUPUHOH 1,5-2,0 MM,
ryounoi 1,0—-1,5 MM u cpenHelt TpOoTSHKEHHOCTHIO

Taonuma 1
Table 1

Pexumbl aBTOMATHYECKOH CBAPKH IO CJIoeM (hIroca

Automatic submerged arc welding modes

Obpazen / Cuita cBapo4HOTO TOKa, A / Hanpsoxenne Ha ayre, B / CKOpOCTh CBapKH, CM/MHUH /
Specimen Welding arc current, A Arc voltage, B Welding speed, cm/min

1 600 37

2 600 37

3 500 37

4 400 37

5 450 37 >4

6 450 27

7 500 27

8 500 27

Vol. 25 No. 4 2023 63
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O6paser / JlunieBast cropoHa / OO6parHas cTopoHa / ®dopma kparepa /
Specimen Obverse Side Reverse Side Crater Shape
1
2
3
4
5
6
7
8
Puc. 2. BHeutHuii BU OJyYEHHBIX CBapPHBIX 00pa3LoB
Fig. 2. Appearance of the resulting welded specimens
10 MM, pacrmonarammuecs MPEUMYIIECTBEHHO Baiuk oOpas3na Ne 2 Takke MMeEeT HeCIIOUTHOCTH

B HayaJie W IIeHTpaJbHON YacTu mBa. Mertai kop-
HS 1Ba (OpMUPOBAJICS HAa MOBEPXHOCTH KepaMu-
YeCKOW MOAKIAIKHA C aKTUBHBIM B3aUMOJICHCTBUEM
€ro Marepuana, O3TOMY MOBEPXHOCTh BallKa HE
MOBTOpSIET TaaKyto dopmy noaknaaxu. Kopuepoit

64 Tom 25 Ne 4 2023

B Havane mBa rnyounoit 0,2-0,5 MM, mIUpUHOI
1,5-2,0 MM, cpeaHeit mpoTsHKeHHOCThIO 5 MM. O0-
pazerr Ne 3 He MMeeT MOBEPXHOCTHBIX ACHEKTOB
KOPHEBOTO BaJIMKa, XapaKTEPHBIX I O0Opa3lioB
Ne 1 u 2, Ho popmupoBaHHEe €T0 MOBEPXHOCTH MPO-
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HCXOUIIO UJICHTUYHO UM. [IpuMeHeHHbIE PEeKUMBI
cBapku oOpasmna Ne 4 oka3almch HEIOCTATOYHBIMU
JUTSI IPUHYAUTEIHHOTO MOyYeHUs HY)KHON KOoH(DU-
rypaluyd TeOMETPUYECKUX MapaMeTpOB KOPHEBOTO
BaJIMKa B Hayajie mBa. B neHTpanbHON YacTu 1mBa
MPOIUTAB CTAOMIIU3UPOBAJICS, HO KOPHEBOW BAJIUK
dbopmupoBaics Ha Becy, 0e3 JOCTIKEHUS TOBEpPX-
HOCTM Kepamudecko mnoaknaaku. IloBepxHOCTh
obpasma Ne 5 cxomgna ¢ o6pasiom Ne 3. OOpasibl
No 6—8 MerOT B KOpHEBOM BaJIMKE YETKUE OTIIEYAT-
KM CETMEHTOB K€PaMUYECKOM MOAKIAIKU C TIaJAKON
MOBEPXHOCTHIO U TMOJHOCTHIO C(HOPMHUPOBAHBI O
pasMepaM, COOTBETCTBYIOIIMM IMpoduiio (opmu-
PYIOIIETO 3JIEMEHTA MOIKIAIKH.

Takum o0pa3oM, MpPU COETUHEHUH JIMCTOBBIX
3arOTOBOK M3 HU3KOYIIIEPOIMCTOM CTalu TOJIIH-
HOM 5 MM C HCHOJB30BAaHUEM SKCIEPUMEHTAIb-
HOro (Iroca TIONYYEHBI CIEAYIONIUNE Pe3yibTa-
Tel: pexxum cBapku 400 A, 37 B HemocraroueH
Uit (popMHpOBaHMSI KOPHEBOTO BAlIUKa; PEKUMBI
600-500 A, 37 B sHepreTudecky W30BITOYHBI, TIPH-
BOAST K pAacCIUIaBICHUIO MaTepuaia TMOAKIAJAKA
U aKTUBHOMY B3aUMOJIEUCTBHUIO C PacIIaBOM CBa-

OBRABOTKA METALLOV %

pPOYHON BaHHBI, ra3000pa30BaHUIO U TOSBICHHUIO
nedexToB B Buae HecmuiomHocTeil. Hanbonee pa-
LIMOHAJIbHBIE pekUMBbI cBapku: 450-500 A, 27 B.

[IpakTHuecku BO BceX CBapHbIX oOpasuax,
MOJIyYEHHBIX C MPUMEHEHHEM SKCIEPUMEHTalb-
HOTO (hroca, BHE 3aBUCHMOCTH OT PEeXHMa CBap-
KM HaOI0faeTcsl BHITAHYTOE OYepTaHHe KpaTepa
co cpeaneir anmunoi 100-110 MM u rmyOuHOM
1-1,5 MM, TmpakTHYECKU BABOE MPEBBIMIAOIICH
JUIMHY KpaTepa IIBa, MOJYYEHHOTO C HCIO0JIb30-
BaHMEM CTaHAAapTHOTO Quoca — 6 MM (0Opasers
Ne 8). D10 MOXXHO OOBSICHUTH TOBBIMICHHOW Te-
MIJI0EMKOCTBIO 3KCIIEpUMEHTaIbHOro (itoca. Bo-
THYTOCTh KpaTepa CBHAETEIbCTBYET O OoJblIeit
MJIOTHOCTHU 3KCIEepUMEHTaIbHOro ¢uroca, mpe-
NATCTBYIOWIEH cOpoCy aBlIeHUs MeperpeThix ra-
30B ¥ IapOB MeTajllia B NOA(IH0OCOBOM MPOCTpaH-
CTBE HaJl CBAPOYHON BAHHOMW IIpU IPEKpallCHUU
JNEUCTBUS IYTH.

B Tabn. 2 mpuBeneHbl pe3ynbTaTbl MU3MEpEHUs
reOMETPUYECKHUX MapaMeTpPOB CBapHBIX IIBOB 00-
pasuoB B coorBerctBuu ¢ 'OCT 8713-79-C4 nns
TOJIIIIMHBI CBAPUBAEMBIX DJIEMEHTOB 5 MM.

Taonunoa 2
Table 2
Pe3yibTarhl BU3YaJIbHO-H3MEPUTEIBHOI0 KOHTPOJIA
Results of visual and dimensional inspection
I'OCT 8713-79-C4 (nns TONIIMHEI 1eTanen 5 Mm) /
GOST 8713-79-C 4 (for parts with a thickness of 5 mm)
[lIupuna 1mBa e, MM / Seam width e, mm <23
MppHHa KOPHS 11Ba €;, MM / D44
Width of the seam root ¢, mm
Bricora mBa g, MM / Seam height g, mm 1,5+1,0
BI)ICOT.'?l KOpHS 1B g, MM / 15410
The height of the seam root g,, mm ’ ’
Oo6pazen; Ne 1 (600 A, 37 B) / Specimen No.1 (600 A, 37 V)
Mecro 3amepa / Hagaio / Cepenuna / Komnerr /
Place of measurement Beginning Middle End
[lupuna mBa e, MM 17,5 15,9

[IupuHa KOpHS 1IBa €, MM

BricoTa miBa g, MM

1

Bricora kopHs niBa g, MM

1

Oo6pazen Ne 2 (600 A, 37 B) / Specimen No.2 (600 A, 37 V)

Mecrto 3amepa

Hauaio

Cepenuna Komnen

[IupuHa mBa e, MM

[InpurHa KOpHS 1IBa €, MM

BricoTa mBa g, MM

BricoTa KopHs 1B g;, MM

17 18 17
13,5
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OxkoHyaHue Tabm 2
The End Table 2

I'OCT 8713—79-C4 (ans ToNIMHEI AeTanei 5 Mm) /
GOST 8713-79-C 4 (for parts with a thickness of 5 mm)

Oo6pazen; Ne 3 (500 A, 37 B) / Specimen No.3 (500 A, 37 V)

Mecto 3amepa Hauano CepennHa Konen

Iupuna mBa e, MM

[MInpuHa KOpHS 1BA €, MM

BeIcora mBa g, MM

Bricora kopHs niBa g, MM
Oo6pazen Ne 4 (400 A, 37 B) / Specimen No.4 (400 A, 37 V)
Mecto 3amepa Hauano Cepenuna Konen

[lIupuHa mBa e, MM

[InpuHa KOpHS 1IBa €, MM

BricoTa miBa g, MM

Bricora kopHs niBa g, MM
O6paszen Ne 5 (450 A, 37 B) / Specimen No.5 (450 A, 37 V)

MecTo 3amepa Hagano Cepenuna Komnen

[IIupuHa mBa e, MM

[InpuHa KOpHS 1IBa €, MM

BricoTa mBa g, MM

Bricora kopHst miBa g, MM
Oo6paser Ne 6 (450 A, 27 B) / Specimen No.6 (450 A, 27 V)

Mecrto 3amepa Hagano Cepenuna Komnen

[Iupuna mBa e, MM

[InprHa KOpHS 1IBa €, MM

Bricora miBa g, MM

BricoTa KOpHS 11Ba g;, MM
Oo6pazen; Ne 7 (500 A, 27 B) / Specimen No.7 (500 A, 27 V)

MecTo 3amepa Hauano Cepenuna Konent

IHupuna mBa e, MM

[IuprHa KOpHA 1B €,, MM

Bricora mBa g, MM

Bricora kopHs niBa g, MM

Oo6pazen Ne 8 (500 A, 27 B) (ctannaptHsIii diroc) /
Specimen No.8 (500 A, 27 V) (standard flux)

Mecto 3amepa Hauano CepennHa Konent

IHupuna mBa e, MM

[InpuHa KOpHS 1IBA €, MM

BeIcora mBa g, MM

Bricora kopHs niBa g, MM

IIpumeuanue: — YZIOBJIETBOPUTEIBHBIN — HEy[OBJIETBOPHUTENBHBII TapaMeTp
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CornacHo Ta0i. 2 He YIOBJIETBOPSIIOIIMMHU Tpe-
OOBaHUSM K T€OMETPHUYECKHM IapaMmeTrpam cBap-
HeIX coequuenul C4 mo I'OCT 8713-79 saBusror-
cs oopasubl Ne 1-5. OcranbHbie 00pasiisl (Ne 6-8)
MOJTHOCTBIO OTBEYAIOT ATUM TPEOOBAHUSIM.

PenTrenorpamMmsbl NOTy4YEHHBIX CBapHBIX 00pa3-
IIOB MpE/ICTaBIEHBI HA puUC. 3.

B pesynbrare peHTreHOrpaduu CBapHbIX COEIU-
HeHul (puc. 3) oOHApYKEHBI BBISIBICHHBIC BU3yallb-
HO-U3MEPUTENIbHBIM KOHTPOJIEM Je(eKThl 00pa3IoB

OBRABOTKA METALLOV %

Ne 1, 2 u 5 (HecrutommHocTH). B 006pasie Ne 4 B Ha-
yajie 1mBa 0OHapy>KeH HempoBap MHON 17 mM. 3a
HCKJTIOYEHHEM YKa3aHHBIX BBILIE HECOOTBETCTBUH,
Bce 00pa3ibl UMEIOT IUIOTHBIM MeTalll I1Ba, BHY-
TpeHHue aedeKThI (ITOPbI, TPEUTUHBI) OTCYTCTBYIOT.

Ha puc. 4 mpencraBieHbl pe3yabTaThl KOM-
NbIOTepHON 00paboTku 3D-mojeneit cBapHbIX 00-
pa3LoB, MOJYYEHHBIX JIa3€pPHBIM CKAHUPOBAHUEM,
KOTOpble O0TOOpaXkaloT OOIIYyI0 KapTUHY MX OCTa-
TOYHOM JedhopMaIuu.

Hedexr no 'OCT
O6pazen / 7512-82/
Specimen Penrrenorpamma / X-ray pattern Defect according
to GOST 7512-82
1 1120%2;
211110%2; ¥ 30
2 I11,5; Hp 10%0,3
3 He obnapyxeHo
4 Hp 17%0,5
5 15%2;
LI10%x2; 15
6 He oGHapysxeHO
7 He obnapyxeHo
8 He obnapyxeno
Ipumeuanue: cTpenKoit Ha peHTTEHOTpaMMe 0003HaUEHO HAINPaBICHUE CBAPKH.
Note: the arrow on the X-ray pattern indicates the direction of welding.

Puc. 3. PerTrenorpaMMsl cBapHBIX 00pa3IioB

Fig. 3. X-ray patterns of welded specimens
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O6pa3zert Ne 1
Specimen No.1

O6pa3zer Ne 2
Specimen No. 2

O6pa3zerr Ne 5
Specimen No. 5

Oo6pa3zer; Ne 6
Specimen No. 6

TEXHOJIOI'UA

O6pa3zer Ne 3
Specimen No. 3

O6pa3zer; Ne 4
Specimen No. 4

O6pa3zer Ne 7
Specimen No. 7

O6pa3zerr Ne 8
Specimen No. 8

Puc. 4. lebopmanimoHHast KapTHHA CBapHBIX 00Pa3IioB

Fig. 4. Deformation pattern of welded specimens

Kax Bumno u3 puc. 4, mis obpasmos Ne 1, 3-8
XapakTepHa o011as NpoAoabHas aedopmarius, Ipu-
3HAKOM KOTOPOH SIBJIIETCS BRITUO 00pasiia JuIeBon
CTOPOHBI C MAKCUMYMOM B IONEPEYHOM III0CKOCTH
[EHTPaJIBLHOM YacTH IIBa, MpuyeM Ha oOpasiax Ne 2
1 5 uMeeTcs mporud B HANIPaBICHUH OOPaTHOM CTO-
ponbl. B oOpasiie Ne 2 mpeBanmupyer momnepedyHas
nedopManusi ¢ MakCUMyMamMH B Hadajle U KOHIE
mBa. B oOpasmax Ne 3 u 6 Habmromaercs mpormern-
JIEPHOCTH — MOBOPOT IMOMNEPEYHOI0 CEUYEHHUs OTHO-
CUTEJIBHO IPOAOIBHOMN OCH, CBSI3aHHBIN CO CMEILIaH-
HBIM XapaKkTepoM JePOpMHUpPOBaAHHUSL.

MuHuManbHBI ypOBEHb Aedopmanuii oTMme-
4yeH B oopasnax Ne 4, 6-8. Kaprtuna nedhopmupo-
BaHus 00pas3ioB Ne 4 u 8 cxoxa Mo 3HAYCHUSIM
HIMPUHBI 30H C NpeaeIbHBIMU pazMepaMu aedop-
Manuu. Hannydmuii pe3ynpTaT TOCTUTHYT B 00-
pasie Ne 6.

Takum 00pa3oM, BBICOKHME 3HAUYEHHUS SHEPTrUU
nyru (600 A, 37 B, (2466 x]I>x/MM)) pu UCIIONb-
30BaHUM SKCIIEPUMEHTAIBHOTO (IIIOCa MPUBOAAT K
MOSIBJICHUIO KaK IMPOAOJIbHBIX, TaK U MOMNEPEYHBIX
nedopmaruii ¢ mporudom 10 5 MMm. B mpomexy-
TOYHOM 3Ha4YeHHH BBOoAMMOM sHepruu 500 A, 37 B
(2055,5 xJI>x/Mm) HAOMIOAACTCS CIIOKHBIN XapakTep
nehopMUpPOBaHUs, COYETAIOUINI KaK MPOJOJIbHbBIE,
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Tak U mnonepeuyHble Aepopmanuu. [lpu pexume
400 A, 37 B (1645 x/I>x/MM) BBISIBIEH MUHUMYM
MPOAOIbHBIX JedopMaluii, a TakKe HeI0CTaTou-
HOCTh C(OPMHUPOBAHHOCTH KOPHEBOIO BajHKa.
Haubonee panuoHalbHBIM PEXUMOM CBAapKH TOH-
KOCTEHHBIX JEeTajeil TOJIHUHON 5 MM Ha SKCIEpH-
MEHTAJILHOM (II0Ce C MPUMEHEHHEM KepaMUUeCKUX
nonknanok sisisiercs 450 A, 27 B (1350 x/x/mm),
MO3BOJISIOMUNA CHOPMHUPOBATH IOJHOIICHHBIN Ba-
JIUK KakK C JMIEBOHM, TaK U C OOpaTHOW CTOPOHHI,
ynosnerBopsiromuii TpedoBanusim [OCT 8713-79-C4,
a TaKke MHUHHMHU3HMPOBATh OCTaTO4YHbIE Jedopma-
LMY CBapHOI KOHCTPYKLHUH.

B tabn. 3 nmpexacrasieH pe3ynbraT CTaTUCTHYEC-
CKOTO MOJEJIMPOBAHUS BIUSHUS PEKUMOB CBapKHU
Ha reOMeTpUYECKHe MapaMeTphl OTYyYaeMbIX IIBOB
IIPH UCIIOJIb30BAaHUU SKCIIEPUMEHTAIBHOTO (IIroca.

[lo mosmydeHHBIM ypaBHEHUSIM PErpeccud IMo-
CTpOoeHbI Tpaduku (puc. 5), oToOpaXkaromue 3aBu-
CUMOCTb T'€OMETPUYECKUX IapaMeTpoB IIBOB OT
PEXMMOB CBapKH.

[ToBpIlIEHNE HAIPSHKEHUS HA 1yTe HE BI3bIBAET
TAKOr0 3HAYUTEIHHOIO YBEJIUYECHUS LIMPUHBI LIBA
C JIMIIEBOW CTOPOHBI, KaK MOBBIIIEHUE CUJIbI TOKA.
W Hao00poT, NOBBIIIEHHE HAIMPSHKEHUS MPUBOTUT
K YBEJIMYCHUIO IIUPUHBI KOPHEBOIO BajMKa, a MO-
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Tabnuna 3
Table 3
PesyabTar ABYX(paKTOPHOIO 3KCIIEPUMEHTA
The result of a two-factor experiment
OnbIT X, X, IMuprHa niBa IlTnpuHa KOpHS 1IBa Bricora mBa BHCO;;:OPH’I
1 600 37 15,9 16,3 1 1
2 600 37 18 13,5 0 4
3 500 37 17,4 11 2 1
4 400 37 14 5,5 0,5 2
5 450 37 15 9 0,5 2
6 450 27 12,5 8 1 0,5
7 500 27 12,5 9,3 2 1
8 500 27 13,1 10,2 2 0,5
VYpaBuenue perpeccun r= 1;53 ; 52’)(31)(1 - z 0,0iig(zl i +¥),O§(’;§;{T— +Y0,00?2,§)5(11
’ 2 +0,0225 X, - 0,054, +0,0875X,

Puc. 5. I'padyxu 3aBHCUMOCTH TITUPHUHEI (@) ¥ BBICOTHI YCHIICHUS (0) TITBa M3 YPaBHEHUH PETPECCHU TSI CBAPKH
IJIACTUH TOJIIIMHOM 5 MM OT PEXXUMOB CBApKHU

Fig. 5. Graphs of the dependence of the width (a) and the height of the reinforcement (6) of the seam from the
regression equations for welding plates with a thickness of 5 mm on the welding modes

BBIIICHUEC 3HAYCHHA CHJIbI CBAPOYHOI'0 TOKAa HE BJIM-

sI€T Ha TOT mapameTp (puc. 5, a).

Kax BumHO U3 puc. 5, 6, yCTaHOBJICHHBIM JHa-
na3oH pexumoB cBapku 400-600 A, 25-40 B ne

OKa3bIBA€T CYIICCTBEHHOTO BIHUSHUS Ha BBICOTY
YCHUJICHUS 11BA C JIMIIEBOI CTOPOHBI, HO BEChbMa Cy-
IIECTBEHHO BIIMSET HA BO3pACTaHUE YCUIICHUS KOP-
HEBOTO BaJIMKA.
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PemenneM cucTteMbl U3 4YETBHIPEX YpPABHEHUU
perpeccu HaiieH ONTUMAJbHBIN PEXUM CBapKH,
MTO3BOJISIONINN TIOJYYUTh HOMHUHAJIbHBIE 3HAYEHUS
reoMeTpudeckux napamerpos msa: 550 A, 30 B.

OBPABOTKA METAJIJIOB

BuiBoabI

Pa3pabGoTanHblii SKCIEpUMEHTANBHBIA  (hiIrOC
MO3BOJISIET MOIYyYaTh CBAPHbIE COSIUHEHUS C MUHU-
MaJbHBIMU OCTaTOYHBIMH Je(popManusaMu, HE UMe-
I0I[UE BHYTPEHHUX Ae(EKTOB.

B mpornecce cBapku geraneil TOMIIMHON 5 MM
Ha OSKCIEPUMEHTATbHOM (oce C MPUMEHEHUEM
KEepPaMHUYECKUX MOAKIAJ0K MOTOHHAsI SHEPTHs TyTH
600 A, 37 B, (20002466 x/[)x/MM) oka3bIBacTCs
M30BITOYHOM, MPUBOJUT K aKTUBHOMY B3aMMOJEH-
CTBUIO CBAPOYHOM BaHHBI M MaTepHasa MoIKIaAKH U
K TIOSIBJICHUIO KaK MPOJOIbHBIX, TaK U MOMEPEYHBIX
nedopmarumii ¢ mporudbom 1o 5 mm. Ilpu pexume
400 A, 37 B BbIsIBIEH MUHUMYM IMPOJOJBHBIX JI€-
dbopmanuii 1 HeJOCTATOYHOCTH CPOPMHUPOBAHHOCTH
KOpHeBOro Basinka. Hanbosee paioHalIbHBIM PEeKU-
MoM cBapku sBisieTcs 450 A, 27 B (1350 kJIx/mMm),
MO3BOJISIONINIA C(HOPMHUPOBATH MOIHOIICHHBIN BAIUK
KakK ¢ JIUIEBOH, TaK U C OOpaTHON CTOPOHBI, yIOB-
neropsitoruii TpedoBanusim ['OCT 8713-79-C4,
a TakkKe MUHHMHM3HPOBATh OCTaTo4yHbIe nedopma-
[IUU CBAPHON KOHCTPYKIUH.

YcTaHOBIIEHO, YTO MOBBILLICHUE HANPSKEHUS Ha
JIyre TPUBOAMUT K YBEIUYCHHUIO HIUPUHBI KOPHEBO-
rO BaJIMKa U HE OKAa3bIBAECT 3HAYUTEIHLHOTO BIUSHUS
Ha UIMPUHY IIBa C JUIEBON cTOpoHbI. [loBbIIeHUE
CHJIBI CBAapOYHOTO TOKA, HAIMPOTHUB, yBEIUYUBACT
IIMPUHY I1BA C JIMIEBOM CTOPOHBI U HE BIUSAET HA
HIMPUHY KOPHEBOTO BajMKa. YCTAHOBJICHHBIA JlHa-
na3oH pexxumoB cBapku 400-600 A, 25-40 B He
OKa3bIBACT BIMSHUS HA BHICOTY YCUJICHUS LIBA C JIU-
LIEBO CTOPOHBI, HO BEChbMa CYIIECTBEHHO BIHSIET
Ha BEJIMYUHY YCHJICHUSI KOPHEBOTO BaJIHKA.

OrnpezenieH ONTUMaIbHBIA PEXXUM CBapKHU CThI-
KOBBIX COGIMHEHHUH JIMCTOB HU3KOYIJIEPOAUCTOMN
CTalH TOJIIMHON 5 MM, MO3BOJSIOMIUNA MOTYYUTh
HOMUHAJIbHBIE 3HAUEHUSI TECOMETPHUUECKUX Mapame-
TpoB mBa o 'OCT 8713—-79-C4: ckopocTh CBapKu
54 cm/MuH, cuiia CBapovHOTO ToKa 550 A, Hampsike-
Hue Ha ayre 30 B.
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ABSTRACT

Introduction. The metallurgical industry in the territory of the Russian Federation has accumulated a
significant amount of slags obtained during the smelting of steels and cast iron. The presence of slag dumps
adversely affects the ecology of regions with metallurgical enterprises. When reducing iron from slags, the
by-product becomes an oxide agglomerate, which can be considered as a flux composition for arc welding/
surfacing under a layer of flux, fillers of powder wires, coatings of welding stick electrodes. The purpose of
the work is to establish the possibility of arc welding using the flux obtained by the authors and to determine
the optimal welding modes with the condition of achieving the geometric parameters of the seam according to
GOST 8713-79 and the quality of the welded joint (absence of internal defects). In this paper, butt welded joints
of sheet steel VSt3sp with a thickness of 5 mm obtained by automatic welding under a layer of flux at direct
current with forced formation of a root roller on ceramic linings using flux from recycled metallurgical slag of
an electric steelmaking enterprise are investigated. Automatic welding of flat specimens was carried out on a
tractor-type ADF-1250 machine with a wire with a diameter of 3 mm, at a constant welding speed of 54 cm/
min with varying current and arc voltage within 400-600 A and 27-37 V. The methods of investigation: Visual
measuring and radiographic control, determination of deformation of specimens by laser scanning and computer
processing of 3D models were used to evaluate the quality of welded joints. Statistical modeling in the form of a
two-factor experiment was also used in the work, with obtaining adequate regression equations of the influence
of welding modes on the geometric parameters of the seam: the height of reinforcement and the width of the
seam on the front and back of the joint. Results and discussion. The possibility of obtaining welding fluxes from
metallurgical slags of an electric steelmaking enterprise and its use for creating welded joints is shown. Optimal
modes of arc welding of thin-walled sheet parts made of low-carbon steel with forced formation of a root roller
on ceramic linings is established, ensuring the absence of internal defects in the form of pores, cracks and lacks
of penetration, a minimum of residual deformations and compliance of the weld size with the requirements of the
existing standard. The nominal values of the geometric parameters of the seam according to GOST 8713-79-C4
correspond to welding mode: welding speed 54 cm/min, welding current 550 A, arc voltage 30 V. The results
of the work can be applied in metallurgical electric steelmaking enterprises producing low-carbon steel in the
development of technologies for the use of welding materials from slag.
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Working and Material Science, 2023, vol. 25, no. 4, pp. 61-73. DOI: 10.17212/1994-6309-2023-25.4-61-73. (In Russian).
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