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Abstract. The article presents the principles of accounting and compliance with
the rules for the occurrence of impacts during automatic arc welding of pipes. A method
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is necessary to take into account the distribution of thermal energy in the metal depending
on the depth of the weld pool and the cooling time, and also to control the heat input due
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1. BBegenue

DeKkTpocBapka B 1IeJIOM U TPyO B 9aCTHOCTH — 3TO OJWH M3 HamOojee
pacIpoCTpaHEHHBIX METOJOB COSIWHCHUS METAIUTMYECKUX TPYO, KOTOPHIH HC-
MOJIB3YETCSl TPU CTPOUTEIHCTBE MAaruCTPaJbHBIX TPYyOONPOBOAOB, ra3olpOBO-
JI0B, HE(PTETIPOBOJIOB M JIPYTHUX 0OBEKTOB TPYOOIPOBOTHOTO TPAHCTIOPTA. DJIEK-
TpOCBapKa TpyO BHICOKOTO JABJICHHUS J0JKHA 00ECIICUNTh BHICOKYIO MPOYHOCTH
U TCPMETUYHOCTh CBAPHOTO IBa MPH JSKCIUTyaTallul B arp€CCUBHBIX CpE€aax u
BBICOKUX NABJICHUAX.
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OnHOM U3 KIIIOYEBBIX ONepannii PH dJIEKTPOCBapKke Tpyo sBisiercs Gop-
MHpPOBaHHE EKTPUIECKOI MyTH, KOTOpas HEMPEPHIBHO MOAICPKUBACT TEILIO-
BOI1 peKuM IIIaBIeHHUs MeTaiua [1].

I1. Pacuer HeoOxoauMoii 3Heprun 11 GOpMUPOBAHUSA AYTH

Heob6xoaumoe teruo Q, [k s pacriiaBa Kamik CBapOYHOTO MeTaslia
onpenensercs:

QO=P-T=m,_-c, -0, +(m, +m_)y+

1
om e, -0, +7,(0,[0.]+7,(0,-0,)), W

rae Puy — MOILIHOCTb UMITyJIbCa, BT; Ty — BpeMs UMIIyJIbCa, C; My, — Macca Karuly,
KT; Cx» — YZ€JIbHAs TEIIOEMKOCTh MeTaia; Oy, — TeMIlepaTrypa IIaBICHUS JJIeK-
TpoaHoro meramia, C; m,, — Macca akTUBHOTO IISITHA, KT; Y — yJAelbHAas TEeIIoTa
IUIABJICHHS KAIUTK M aKTUBHOTO IISITHA; /1, — Macca IyTH (IpeHedperaemas B BULY
HE3HAYUTENIBHON BEIMYHMHBI), KT Csx — YIACIBHAS TEINIOEMKOCTD AYTH; 65, — TEM-
nepaTypa IaBJieHus akTHBHOTO 1siTHa, C¥; 7, — yCIIOBHAs TeMIIepaTypa 3JIeKTpu-
yeckol ayru, C; Q. — cpeiHee 3HAUEHHE BO3ACHCTBHS TEIUIOTHI AyrH, JIXK;
Yo — TEIIIOEMKOCTb aKTHUBHOTO IIATHA, JX; Ocp — TEIIIOTA PACCESHHS B OKpPYKalo-
myro cpeny, JIx; G = O (Qo).

3Ha4YNTEIbHOE MOBBIIICHHE CBAPOYHOTO TOKA NMPHUBOAMUT K IOBBIIICHUIO
HaNpsKEHUS Ha Jyre, Tak Kak ¢ pOCTOM IUIOTHOCTH TOKAa KaTOJHOE MATHO Gonee
HE pacTeT, HOTOMY YTO 3aHMMAET BCIO IIJIOMIAh TOPLA MIEKTPOAA U AJIEKTpHUUe-
CKO€e COIIPOTHUBIICHHE IyTH Bo3pacTaeT. [Ipu cBapke B cpesie 3allUTHBIX Ta30B UC-
MIOJIB3YETCS yra Ha BO3PACTAIONIEM yYacTKe BOJIBTaMIEPHONW XapaKTEPUCTHKH.
Caapounas myra o0nagaeT CBOHNCTBOM CaMOPETYJIMPOBaHMS, 3aKIII0YAIOIINMCS B
TOM, YTO B [IPOLECCE CBAPKH MIABSIIUMCS IEKTPOIOM C MOCTOSIHHON CKOPOCTBIO
€ro Moja4y JUInHa TyTH, IPHU CIy4allHbIX €€ U3MEHEHHAX, CAMO BOCCTAHABIUBA-
€Tcs 3a CUeT U3MEHEHHs CKOPOCTH ILIaBJIeHus anekTpoja. [Ipu aBToMaTHueckon
cBapke 1oJ] (IIOCOM € IOCTOSHHOM CKOPOCTBIO IMOJAadM 3JICKTPOAHOW IPOBO-
JIOKH, He 3aBHUCSIIEH OT HAIPSDHKEHUS Ha JIyTe, MPUMEHSIIOT HCTOUHUK IUTAHU C
JKECTKOM CTAaTHYECKOM BOJIBTAMIICPHON XapaKTEPUCTHUKOM, paOOTAOIIHUI KaK pe-
TYJISTOp HamlpsDKeHHs, oOecledynBas CaMOpPETyJIHpPOBAHHE IMHBI CBapOYHON
JyTH.

IIpu nyrosoii cBapKe IIaBALIUMCS 3IEKTPOAOM IIPOUCXOAUT IIPOLECC Ie-
peHoca 3IeKTPOIHOT0 MeTallla B CBApOYHYIO BaHHY. Karmm pacmaBineHHOTO Me-
Tana, OTPhIBAsCh OT AMEKTPOAA, IEPUOANUECKU 3aMBIKAIOT AYTOBOM MPOMEXKY-
TOK, U3MEHSISI CHITy TOKa M HalpsbKeHue Ha jyre. Bo Bpems ropeHus ayru oopa-
3yeTcs U pacTeT Kalllsi pacIUIaBICHHOIO METajla, 3aTeM IPH KOHTAKTE MEXKIY
Karjeld ¥ BAHHOW MPOUCXOJUT KOPOTKOE 3aMbIKAHUE U HAMPSKEHUE Ha Ayre Ha-
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JaeT 10 HyJIsI, a CHJIa TOKAa BO3PACTaeT 10 MAKCUMAIbHOTO 3HAYEHHS, YTO IIPUBO-
JUT K MTHOBEHHOMY CXXATHIO IIEHKH KAl U Pa3pyLICHHIO MOCTHKA MEX Ly Karl-
JIel ¥ 3JIeKTpooM. B nanpHelnieM HanpsKeHUE MTHOBEHHO BO3pPAacCTacT, U CBa-
pOYHas 1yra BHOBb BO30Y KAaeTcs, TOCIIE Yero LUKJI CBApKH MOBTOpsieTcs [2].

Heob6xoaumoe terio st popMUpPOBaHHS U NTEPEHOCA KAIUTH CBAPOYHOTO
MeTaiia GopMHUpyeTCsl B IUKIIE, COCTOSIIEM M3 CEMH TaKTOB, IIOKa3aHHBIX Ha
puc. 1.

IIepenoc
KaIui
JIIEKTPOHOTO = -

MceTaJlia

-

CaapouHoe
HanpspkeHue, B

CBapouHBbIi
TOK, A

TO TI T2 T3 T4T5 Té6 T7 BDCMﬂ.L"

Puc. 1. JTajsoHHbIe (OPMBbI KPUBBIX CBAPOYHOI0 TOKA M HANIPSIZKEHHUSI

Fig. 1. Reference shapes of welding current and voltage curves

Ha xaxmoMm TakTe JDOJDKHBI OBITH OIpE/AENEeHHbIE YPOBHH HAINPSDKCHUS
JIyr'l ¥ TOKa, YTO TO3BOJSIET ()OPMUPOBATH 3aJ[aHHOE 3HAYCHHWE MOITHOCTH
HarpeBa 3JIeKTPOIHOTO MeTallja U akTHBHOTO 1aTHa [ 1]. Ilpu aTom obecrieunBa-
10Tcs caexyronue npoueccsl: 77-70-71 — MOATOTOBKAa KaIlUIM B MEPUOJIE Bpe-
MeHw; T'1-1T2 — HaganbHBIN IEPUO KOPOTKOTO 3aMbIKaHus; 12-73 — mepuoj Bo3-
HUKHOBEHHUE CHJI MEPEHOCca JIEKTPOAHOr0 MeTama; 75-76 — poct karmum; 76-77
— mepexo]1 Ha 6a30BbIN TOK.

I11. YnpaBieHue HHBEPTOPOM Jisl (POPMHUPOBAHMSA KPHUBBIX
CBApPOYHOI0 TOKA W HANPSI/KEHHsI

[Mpouecc pacruiaBieHuss U MaccolepeHoca 00ecrieunBaeTcsi CBapOYHBIM
WHBEPTOPOM [3], NpUHIMNHAIBHAS JIEKTPHUUYECKas CXeMa KOTOPOTrO Hpe/ICTaB-
neHa Ha puc. 2. Cxema COAEPXKUT YNpPaBISIOLIMKA OJOK MHBEPTOpa, KOTOPBIH
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BKJIFOYAET B ce0s mporpammupyemoe ycrpoiictBo ynpasnenus (ITYY) ¢ obpar-
HOW CBS3BI0 TO CHTHajaM Aardwka HanpspkeHus (IH) m marumka Toxa ([T);
JUIIK]] — menuTenp 4acTOTH ¢ IepeMeHHBIM ko3¢ ¢urmenTom aenenuns; 1 u
J12 — npaiiBepbl 1S TPAH3UCTOPHBIX Kiroueit; F'1 u F2 — popMupoBaTen TakTo-
BBIX UMITYJ16COB. CHIIOBasl YaCTh COJIEPIKUT BXOJHOH BBIIPSIMUTEND; L-C GuibTp;
TpaH3ucTopHsle Kmouu V71 - VT4 1BoiHOro HECUMMETPUIHOTO MOCTOBOTO MH-
BEPTOpPa; BBICOKOYACTOTHBIN TPaHC(HOPMATOP; BBIIPSMHUTENb HAa BHIXOAE; CIJIa-
xuBaromuit GuiabTp. Takas cxema MO3BOJISIET UCKIIOUUTH «MEPTBOE» BpEMs
MEXJy MMIYJIbCAMU TOKAa B YCIIOBHSIX HEMPEPBIBHOTO KOHTPOIS MapaMmeTpoB
ANEeKTpHYECKOn ayTH [4].
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Puc. 2. IIppHUIMNIIHAIbHAS YIeKTPHYECKAsi CXeMa CBAPOYHOI0 HHBEPTOPa

Fig. 2. Schematic electrical diagram of a welding inverter

®opmuposarenu F1 u F2 onpenensoT BpeMEHHbIE TUarpaMMBbl KPUBBIX
CBapOYHOro TOKa M HampshKeHus. B mepuopsl, korna RS-Tpurrep gaer paspelie-
HUE Ha BKJIIOUEHHE MHBEPTOpA, Ha ApaiiBeps! [[1 u JI2 mocTynaroT UMITyJIbCHI C
4acTOTOH f>/2. JIyisl peryupoBaHus HAIIPsHKEHUs JyTH Ha BXojax apaisepos J11
n 12 ycTaHaBIUBAIOTCS YCTPOWCTBA IIUPOTHO-UMITYJIECHON MOJYJISIINAH, HE I10-
Ka3aHHBIE HA JAHHOM CXEMe.

daxTHYecKue OCIMIUIOTPAMMBI TOKA W HANPSKEHHS, CHHXPOHU3UPOBAH-
HBIE ¢ oTorpadusMH IyTd Ha Pa3HBIX dTanax GOpMUPOBaHMS KaIlUIH, CHITHI HA
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HKCIIEPUMEHTAIEHOM 000pyIOBaHUH BBICOKOYACTOTHOM KaMepOH CO CKOPOCTHIO
3000 xaxp/c. Ha puc. 3 mostanHo m300pakeH mporiecc TOPEeHUs IyTH B TCUCHUN
OJHOTO IMKJIA C pa30MBKOW Ha Kaapbl. XapaKTepHble TOYKH Ha OCLHIIIIOrpaMMe
TOKa AyTU IPOHYMEPOBAHBI B COOTBETCTBUH C KaJPaMH, OTPaXKatOLIMMH IBOJIIO-
LU0 JYTH.

Puc. 3. OcumiiiiorpaMMsbl CBAPOYHOI0 TOKA M HANPSIZKEHHUsI B IyTOBOM NPOMEKYTKe
Macumab no Hanpaxcenuio 7 B/oen., no moxy 100 A / den., no epemenu 2 mc/0en

Fig. 3. Oscillograms of welding current and voltage in the arc gap
voltage scale 7 V/div., current 100 A/ div., time 2 ms/div

IV. TennomacconepeHoc B 30He TePMHYECKOT0 BO3AeiCTBUS
MoOIIHOCTD UMITYJIbCA JOJDKHA PacCUUTHIBATHCS 10 TEMIIEPaTyPHON KpH-
BOW PacpoCTpaHEHHMs TEIUIOBOI SHEPTUH, OTOOpaXKaroel CHIKEHHE TeMIIepa-
TypHI B METaJIe C TEYEHHEM BPEMEHH M C YyUETOM IIyOMHBI IPOHUKHOBEHUS aK-
THUBHOTO IIITHA B METaJUl cBapuBaeMbIX JeTtaneit y [5]. TemneparypHble KpUBbIE
IIPUBEJEHBI Ha puUC. 4.
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Puc. 4. TemnepatypHble KpUBbI€ PACIPOCTPAHEHHs TEIUIOBO JHepruu

Fig. 4. Temperature curve of thermal energy propagation

W3 3THX 3aBUCHMOCTEH CiIeayeT HeOOXOJMMOCTh B IMITYJIbCAaxX IOBBIIICH-
HON MOIITHOCTH IIPU CBapKe TOJICTHIX CTEHOK, JINOO MpUMEHEHHe IByX U Oosee
TIOCJIEI0BATEINILHO PACIIOJIOKEHHBIX TOPETIOK, (POPMUPYIONINX KAITH CBAPOYHOTO
MeTajia B OAHY BaHHY.

ITpu nepexope 3MEKTPOIHON KAl B CBAPOYHYIO BaHHY HabOJIro1aeTcs u3-
MEHEHHEe KPHUCTAJUIMYECKOTO COCTOSHHS 3TON YacTHIBl MeTajuia. TepMudeckue
LUKJIBI CBAPKH BBI3BIBAIOT JIOKAJBHBIE IIACTHYECKUE JeopMalini B 30HE 1IBA U
OKOJIOIIIOBHOM 001aCTH.

[Tpu oxaxIeHNN BO3HUKAIOT OCTATOYHBIE PACTATHBAOIINE HATIPSDKEHUS,
KOTOpBIE MOTYT CHU3HUTh COIPOTHUBIICHHE MaTepHaja MOCIeAyIOINM Harpy3KaM
IIPOTUBOIIOIOXKHOTO 3HaKa — CKAaTHIO U M3THOy. DTO BeChbMa Ba)XKHO, IOCKOJIBKY
mepesl CBapKOW TOPIOB C M3HAYaJIbHO OBAIGHBIMH CEUEHUSIMH CBapHBaeMble
TpyOBI MOJIBEPTaloTCs HEHTPUPOBAHUIO CIICIIMAIbHBIMI YCTPOHCTBAMH, YE€M O]
HOBPEMEHHO JIOCTUTACTCS TPUOIIDKEHIE HX CeUeHUN K OKpyx)HOCTH [6]. [Tocme
CBapKU KOHCTPYKIHS U3 IByX CBAPEHHBIX yJacTKOB TPYOBI ITOIBEPraeTcsi 3HAKO-
nepeMeHHbIM Harpyskam [7]. IIpu stom mpossusercs >¢dext baymmarepa —
IpeaBapuTeNbHas TUIacTHYecKas AedopMariist Ipy CBapKe CHIDKAeT Ipeaen Te-
Ky4eCTH IIpr 00paTHOM Harpy>XeHHH, yBEINYNBAs PICK yCTATOCTHOTO pa3pyIie-
HUSL.



Unmennexmyanvnasn anekmpomexnuxa 2025 Ne2 63

Ha puc. 5 npuBeneHs! 3aBUCHMOCTH HAaNpsDKEHHUA G OT jaedopmanuu €.
31ech Go pacTATHBAIONIEE HANPSDKCHWE B TBEPAOM HArpeBacMOM COCTOSHHH,
G| —Mepa B )KHUAKOM HarpeBacMoM COCTOSTHHH.

o1 | ﬂ
00 /

/// D¢ dexr Baymmnrepa

Kunematudeckas Moaeins aill —_—

Peanbhblil MaTepuan /

HW30TpomnHas MOJEIIb _ﬂ__--"’";
Puc. 5. 3dpdexr baymmunrepa
Fig. 5. The Bauschinger effect

W3oTponHas Mojienb XapaKTepHU3yeT TBEPAOE COCTOSHUE CBAapOYHOTO
MATHA, & KHHEMAaTUYECKOW MOJIENN COOTBETCTBYET XKHUIKOE COCTOSIHHE MeTaslia.
O¢ddexr baymmHrepa HEOOXOIMMO MHHUMH3HPOBATH MOCPEICTBOM KOHTPOJIS
TEIUIOBIIOKEHHUS.

Ha teruroBiosxeHue B METaII BIUSIOT CBAPOYHBIN TOK, HATIPSHKCHUE TYTH
U CKOPOCTh CBapKH:

Fe 1-U-60 ’ )
¥ -1000
rae E — rernonoxenue, kx/mMm; [ — Tok, A; U — HanpshkeHue ayru, B; V —
CKOpPOCTH CBapKH, MM/MHH.
JJisi BBICOKONIPOYHBIX CTaJied HEOOXOIUMOE TEIUIOBIIOXKCHHE JOJKHO
ObITh oOecnieueno B amamnazone 0,8...1,2 xJk/MM. DTO JOCTHraeTcst OCpe-
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CTBOM aBTOMAaTHYECKOTO YIIPABJICHHUS TyTol nmocpeactTsom IBM u mogaueit nmpo-
BOJIOKH, TO €CTh CHHXPOHH3AIMell KOMIIOHCHTOB 3JICKTPOTEXHHIECKOTO KOM-
IUIeKCa — CBAPOYHOT'O HHBEPTOPA U IIPUBO/IA TIEPEMEIIICHHS CBAPOYHON TOJTOBKH.

CBapoYHbIC aBTOMAThl C HOMHUHAJIBHBIM 3HAUCHHEM CBapOYHOrO TOKA
1000 u 1600 A padotarot ¢ I1B = 100 %, hopmupyst ayry o GiIrocoM U B cpesie
3alUTHOTO ra3a. [Ipu 3TOM HCHOB3yeTCs NEKTPOIHAS MPOBOJIOKA THAMETPOM
5 ¥ 6 MM COOTBETCTBEHHO CO CKOpOCThI0 mojauu 60...360 m/gac, uro obecreyn-
BacT CKOPOCTh 00pa3oBaHMs cBapHOro mBa 12...120 m/gac. Dta nHpOpManus
JOJDKHA JIe)KAaTh B OCHOBE pacdeTra HeoOXOAWMOTO TeIUla Ui paciijiaBa Karulh
CBapOYHOTO METAJUIA M TETUIOBIIOKEHHS B CBAPUBACMBII METaII.

V. Heo0x0aMMOCTb U3MEHEHUS] MOLLHOCTH UMIYJIbCOB AyT'H
NMpH KPYroBOM JIBH:KEHHHU CBAPOYHOI r0JI0BKH

CBapoyHasi TOJIOBKa COBEPIIIaeT KPyroBOe ABIDKEHHE O KPOMKaM CBapH-
BaeMBIX yYaCTKOB TPYOBI, a KaIUIS 3JCKTPOIHOTO METallIa IEPEHOCUTCS B 30HY
AKTHUBHOTI'O IISITHA IO HeﬁCTBHeM Pa3HbIX CUJI, BEJIMYMHA KOTOPBIX 3aBUCUT OT
yriia MEeXKAY OChIO CBAPOYHOM TOJIOBKH U TPABUTAIIMOHHON BEPTUKAIBIO (pHC. 6).

Takum 00pa3oM, cBapodYHAas BaHHA MEHIET CBOE IOJIOKEHHE OTHOCH-
TEJILHO TOPU30HTA, & HEOOXO0JMMasi MOIHOCTh AYTU JOJDKHA HENPEPBIBHO Me-
HSATBCS1 CO0Opa3HO CBoeMy ToJioxkeHuro [8]. Ha karuto pacruiaBieHHOro Meramuia
JCHCTBYIOT CIICAYIOIINE CHJIBbI: HOPMajibHasl COCTABIAIONIAS CHIIBI TIOBEPXHOCT-
HOTO HATsOKeHHs Py, TaHTEHIMATIbHAS COCTABILIIONIAS CHIIBI MTOBEPXHOCTHOTO
HaTsDKeHUs Po;, paBHOAENUCTBYIoIIast cuna Py, rc; G — Bec cBapOYHON BaHHBI, I'C.

Jus obecriedeHns paBHOMEPHOTO KavecTBa IIBA IPH BCEX MOJ0KESHUSIX
CBapOYHOH TOJIOBKH HE00X0AMMa KOPPEKIUS MOIITHOCTH CBAPOYHBIX HMITYJTECOB
B COOTBETCTBHH C:

B =k +F,, 3)

0

rae R) — BCKTOPHAas COCTaBJIArOIIasAn paBHO,I[eI\/lICTByIOH.IGI\/'I CHJIBI; R)t — BCKTOpHas

TaHTEHIMANbHAS COCTABJIAIONIAS PaBHOJACHCTBYOLIEH cuibl P, — BeKTOpHAst

HOpMaJlbHasl COCTaBIISIOIIAsl paBHONEHCTBYIOmEH cuibl. B Tabn. 1 mpuBeneHs!
pacyeTHbIE 3HAYEHMsI 3TUX CUJI IIPU [IOBOPOTE CBAPOYHOM I'0JIOBKU HA YIOJl, KpaT-
He1it 30° [8].

W3 u3105K€HHOTO ClIeZlyeT, YTO B CUCTEMY YIIPABIECHUSI HHBEPTOPOM HE00-
XOZMMO BBOJHTH CUTHAIBI 00 YTJIOBOM HOJIOKEHUH CBAPOYHOH I'OJIOBKH H O JIH-
HEITHOH CKOPOCTH €€ NepeMeNIeHUs BAOIb CBAPUBAEMBIX KPOMOK. JTO MO3BOJISAET
co3zath 0a30BbIE CLIEHAPUH MCIIOIL30BAHMS UCTOYHUKA MUTaHMs [8] st orpe-
JIETICHHOT'0 YTJ1a IOBOPOTA TOPEJIKH, KOTOPBIH OyeT BBICTABIATHCS B 3aBUCHMO-
CTH OT U3MEHEHUS JyrOBOro IPOMEKYTKa, KaK 4acTh IPOrpaMMBbl yIpaBIIAIOLIeH
OBM.
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Puc. 6. Mojesib cBapoYHOIi BAHHBI ¢ HATIPABJIEHHEM PABHOIEHCTBYIOIIMX CHJI
MPHU Pa3THYHBIX MOJI0KEHUSIX

Fig. 6. A model of a welding bath with the direction of the resultant forces
at different positions

CKOppeKTI/IpOBaHHHe 3HAYCHUA MOIMHOCTHU UMITYJIbCA IYTH ITPU TIOBOPOTE

CBapO‘IHOﬁ TOJIOBKU paCC‘-II/ITaHI)I B OTHOCHUTCJIBHBIX €AUHHUIIAX U HpI/IBeI[eHBI B
MocJieJHeM cTo01e Tabma. 1.

Ha puc. 7 npuBenens! rpadukn 3aBUCUMOCTEN PaBHOJICHCTBYIOMINX CHIL.
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Taonuuya 1.
CpogHasi Ta0JuLa 3HAYeHUI PABHOJEHCTBYIOLIUX CHJI
M 3HAYEHUs] MOIHOCTH HMITYJIbCA TyTH
Table 1.
Summary table of resultant forces and the value of the arc pulse power
Yroa 3Hayenune 3HayeHune 3nayenne  |[KoppexTHpoBKa
MOBOPOTA | PABHOJCICTBY10- | TAHTEHIMAJILHOW | HOPMAaJbHOI HMITYJIbCA
CBaPOYHOM 1Ieil CHIIbI COCTABJIAIONICH | COCTABJIAIONICH [MOLIHOCTH AyTH
TOJI0BKH Py, Tc PAaBHOJEHCTBYI0- | PABHO/CICTBYIO- | OTHOCHTE/IBLHO
0,° e CHIbI e CHIbI 0°
Pos, TC Por, TC
0 8,73 0,7 8,7 1
30 8,22 -2 7,98 0,97
60 7,2 -3,98 6 0,93
90 5,74 —4,7 33 0,9
120 4,02 -3,98 0,6 0,85
150 2,43 -2 -1,38 0,82
180 2,22 0,7 2,1 0,8
210 2,43 -2 -1,38 0,82
240 4,02 -3.98 0.6 0,85
270 5,74 4,7 33 0,9
300 7,2 -3.98 6 0,92
330 8,22 -2 7,98 0,96
360 8,73 0,7 8,7 1
10
. = = PO(T)=f(g)
2 POR)=f(¢)
S 6
® o O
S8 5 4
SE%
22N 2
S ==
2c0 N g /
O g7 0 N30 60 90 120 50/ 180 2107240 270 300 339 360
] s ’ '~ /
= 4 N\ /7 N P
) S L7 ~
-6

VYron nosopora @, rpajg

Puc. 7. I'padux 3aBucuMocTeii paBHOAEiCTBYIOIIHX CHJI

Fig. 7. Graph of dependencies of resultant forces
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VI. OnpenejieHne KOPPEKTHPYIOIIMX NapaMeTPoOB
[Ipu gyroBoii cBapke KIIOYEBBIM (HaKTOPOM SBISIETCS OaaHCHPOBKA CILI,
JNEHCTBYIOIMX Ha KaIDII0 paciulaBiIeHHOro Mmetawia [9]. PaBHopelcTByromas
cHJla BKJIIOYAET B Ce0:

F, =m-g —cuna TsbKecTy;

F, =2nr-c —cuia NOBEpXHOCTHOIO HATSDKCHUS,

2 R .

F,=n, 1" In ” — JJIEKTPOMAarHUTHAs CHIIA;
F, — peakTuBHas cuijia IapoB METaLIA.

Ha »tame may3sr IMITyIIbCHOM CBapKH CIUTBI IIOBEPXHOCTHOTO HATSKEHUS
U peaKTHBHAs CHJIa KOMIICHCUPYIOT CUITY TSKECTH. DIEeKTPOMarHuTHas CUjia MU-
HUMaJlbHa, YTO obecneynBaeT cTabuipHOe yaepkanue Kamy. [Ipu Hapacranuu
TOKa UMITyJIbCa JIEKTPOMAarHUTHAs CHJIa BO3pAcTaeT MPOIOPLUOHANBHO KBa-
pary Toka, co3/1aBasi HalpaBJICHHOE IaBJICHHUE Ha KAIUTI0, 00eCIeYrBas €e OTPHIB.
B pexxuMe cTaOHIBHOTO TOPEHHs Iyr'd JTOMUHHUPYET AJIEKTPOMAarHuTHasi CUia,
(dbopmupyromas MeJIKOKaneJIbHbIH epeHoc.

@DakTOpOM BIUSHUS SIBISETCS IUIOTHOCTh TOKa: nipu I > 250 A anextpo-
MarHUTHAS CHJIa CTAHOBUTCS TOMUHHUPYIOMICH. B BEpXHHUX MOMOKEHHUAX CBapOU-
HOW BaHHBI POJIb CHJIBI TSDKECTH YBEIHUNBACTCSI.

OntuMmanbHOE paclpeeseHie YKa3aHHBIX CHIT JOCTHTACTCs IPU COOTHO-
meHusax FoqFmn: Fr = 1,2:0,7:1,0, 9to obecreynBaeT cTaOMIBHBINA IEPEHOC Me-
Tala ¥ MUHUMAaIJIbHBIE OCTaTOYHBIC HANIPSDKEHHS B COSIMHEHHU. DTO 00ecedn-
BaeTCs PEryIUPOBAHUEM CBAPOYHOI'O TOKA M INAMETPOM CBapOYHON IPOBOJOKU
[10].

IIpoBepka KOHIENIIMK aBTOPOB 00 ydeTe M KOMIIEHCAIIH BO3HUKAIOIINX
BO3/ieiicTBUiT Tpon3BenieHa Ha ceapouHoM arperare KEJIP ¢ oTkpeiToii nHdOp-
MAI[MOHHOM IMHOM, TPEIOCTABIEHHOM JUIS TNPOBEACHHUS O3KCIEpUMEHTa
00O «Asanrapn [Tpoext.

VII. BeiBoabl

B pesynbrare mpOBEICHHBIX HCCIENIOBAaHHUN ITOydeHa TeMIIepaTypHas
KpHUBasi paclpoCTpaHCHHUS TEIUIOBOW SHEPTHH U CBOIHAS TaOJUIA 3HAYCHUH paB-
HOJICHCTBYIOIINX CHJI, NEHCTBYIOMNX HA KAIUTIO PACIUIaBICHHOTO MeTalla. DTH
pe3yIBTaTHl SBISIOTCS OCHOBOH pa3paOOTKH Oa30BBIX CIICHAPHEB YIPABICHUS
HMCTOYHWKOM IMUTAHUS B 3aBUCHMOCTH OT yTJIa IIOBOPOTA TOPEJIKH C YIETOM H3-
MEHEHHS AYTOBOTO MPOMEXYTKa. Pe3ynpTaThl mperHa3HaueHBI AJIS MCIIOJIB30Ba-
HUS B airopuTMe ynpasiisitomeid 9BM. Mx yder npu asekTpocBapke TpyO BBICO-
KOTO JIaBJICHUS 00eCIIeYUBAIOT PABHOMEPHOE KA4eCTBO IIBA MPH BCEX IOJIOXKE-
HHUSX CBApOYHOI rOJIOBKH, YMEHBIIIEHHE KoJrmdecTBa Opei3r (10 40 %), ynpasne-
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HUE TEIJIOBIIOKCHUEM M KOHTPOJIEM CTaOMIBHOCTH IyTH. 3a cYeT BEIOOpA CIIeHA-
pHs HCTIONB30BAHUS YMEHBIAETCS BPpeMsl, HE0OX0IMMOe JJIsl HACTPOUKH 000py-
JIOBaHMS HETIOCPEICTBEHHO nepes HayanoM padot (1o 80 %). CoBoKynHBIH 3¢-
(EKT OT MCTIONTF30BAHUS MPEJIOKEHHBIX PEIICHUIH TTO3BOJIET IIOBBICUTH MPOU3-
BoAUTENbHOCTh TpyAa Ha 20...30 %, B 3aBUCUMOCTH OT pa3Mepa CBapHUBaeMbIX
pyb.
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