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Ceapxa mpybonpoeodos manoeo duamempa u3 yenepooucmoix u HU3KoAeeU-
POBAHHBIX cmanell KpatiHe 0cmpeb08ana 6 pa3AuyHbvlX 001ACmAX NPOMbIULAECH -
Hocmu. OOHAKO HAY4HOU AuUmMepamypbl, 0X8amvléarOueil 6ce cnocodbl c6aApKu
makux mpybonpoeooos, npakmu4ecku He cyujecmeyem. B dannoii cmamuoe
NPOAHANUBUPOBAHA UMEHOWLAACS AUmepamypa, a makice coOcmeeHHble paspa-
bomku aemopos. Q0630p nokazan, ymo Haubosee pacnpocmpanerbl MexHoA02UU
CBAPKU HENAABAUUMCS INeKmpodom 6 uHepmHuulx eazax. I[Ipedcmasnrenvl
U CMpPYKmMYypupo8aHvl OCHOGHblE MOMEHMbL MEXHOA02UU CEAPKU HENAAGAUUMCS
21eKMpo0OM 8 UHEPMHbIX 2a3aX, A MAKIce Nymu pa3eumus ceapku mpyoonpo-
60006 MAN020 duamempa u3 yenepooucmoixX U HU3K0AeUPOBAHHbIX cmanell.

KiroueBble cjioBa: aBToMaThdecKast CBapkKa TDY6OHPOBOI[OB, CBapKa HE-
IJ1aBAIIMUMCA SJIEKTPOAOM, Op6I/ITaJILHaH CBapkKa, TPY6OHpOBO,£[bI Majaoro
JuaMeTpa.

Technology of Automatic Orbital
Welding of Small Diameter Pipelines
of Carbon and Low-alloy Steels

E.S. Tretyakov, N.V. Kobernik

Welding of small diameter pipelines of carbon and low-alloy steels is in great
demand in various industries. However, the scientific literature covering all
welding methods of said pipelines practically does not exist. The article analyzes
the existing literature, as well as the own developments of the authors. The
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review found that technologies of non-consumable
electrode welding in inert gases are the most common.
The article presents the main points of a
non-consumable electrode welding in inert gases and
the ways of future development of small diameter pipe
welding of carbon and low-alloy steels.

Keywords: automatic pipe welding, non-consumab-
le electrode welding, orbital welding, small diameter
pipelines.

HACTOs1llee BpeMs cBapKa TpyOOIpoOBOI0OB

mayoro guamerpa (DN (I,) = 20...200,
S < 15 MM) U3 yIJIEpOAUCTBIX U HU3KOJIETUPOBAH-
HBIX CTajlell KpaliHe BocTpeOboBaHa. Takue Tpybo-
MPOBOJIbI IPUMEHSIIOTCS B Pa3IUYHbBIX 00JIACTSIX:
B HE(PTSHOU MPOMBIIIJIEHHOCTHU, Ta30BOI MPO-
MBIIIJIEHHOCTHU, 3JIEKTPOIHEPTETUKE, XKUIMUIII-
HO-KOMMYHaJIbHOM X03sicTBe 1 ap. C TOUKU 3pe-
HUsI TOBBILLIEHUST POU3BOAUTEILHOCTU U BOCIIPO-
W3BOJUMOCTU KayecTBa CBApKWU CJEAyeT
MPUMEHSTH aBTOMaTU4YeCKMe TexHoaorum [1—3].
Haunbonee noaxoasimmmu 11 peaau3aliv JaHHOM
3a/1a4y CIIoco0aMu CBapKU SIBJISIIOTCS: aBTOMaTHUYe-
CKas CBapKa IUIABSIILLIMMCS DJIEKTPOJOM B Cpelie 3a-
IIUTHBIX Ta30B, aBTOMAaTUYeCKasl cBapkKa HerlIaBsi-
IIMMCS 9JI€KTPOIOM B Cpele UHEPTHBIX ra30B,
a TakxKe aBTOMaThyeckasi rla3MeHHasl CBapkKa.

ABTOMaTHuecKasi cBapKa IMaaBsSIIUMCS €K~
TPOJIOM B CpeJie 3alllMTHBIX ra30B, HECMOTPS Ha
CBOM OYEBUAHbIE MpeUMyIlecTBa (B MEPBYIO Ove-
pelib, MPOU3BOAUTENBLHOCTD), IPUMEHSIETCS Kpaii-
HE OTPaHUYEHHO, B OCHOBHOM i1 TPYyOOMpPOBO-
noB ¢ ycinoBHbiMu auamerpamu (DN ([0)) 6omnee
100 MM [4]. DTO 00yCaOBIEHO TEM, YTO OOJIbIIAS
YacTh TPyOOIIPOBOIOB MaJIOro AMaMeTpa CBapuBaeT-
Cs1 B CTECHEHHBIX YCJIOBUSIX, 4 aBTOMATHI JUISI CBAPKU
TTaBSIIMMCS 3JIEKTPOJIOM B CpeJie 3alllUTHBIX Ia30B
00JIaJaI0T TOCTaTOYHO OOJIBIITMMM TabapUTaMU.

ABTOMaTHYecKas TJa3MeHHas cBapka B Ha-
cTosiiee BpeMsi UMeeT OrpaHMYEeHHOe MpUMeHe-
HME HE TOJBKO IIPU CBapKe TPyOOIIPOBOIOB Majlo-
ro 1MameTpa, HO U B MIPOMBIIIEHHOCTU B 1I€JIOM.
Hecmotps Ha 310 B paboTax [5—7] moka3zaHa BO3-
MO>KHOCTb YCITEIIIHOTO MCITOJb30BAHMST TEXHOJIO0-
Ml MIa3MeHHOI CBapKM TPyOONpPOBOAOB MajaoOro
NiaMeTpa Kak B Halllel CTpaHe, TaK 1 32 PyOeKOM.
CTOouT OTMETUTH MEPCHEKTUBHOCTD TaHHBIX TEX-
HOJIOTUI BBUIY 3HAYMTEJIBHOIO YBEJIUUYECHMUS TIPO-
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U3BOJUTEIbHOCTU TEXHOJOTUUECKUX Omepaluii
CcOOpPKM M CBApKM 3a CUYET BO3MOXHOCTU CBapKU
0O0JIBIIMX TOJIIMH (OPUEHTUPOBOYHO 10 12 MM
[6]) 3a omnH TIpoxon 6e3 pa3maesKu KPOMOK.

ABTOMaTHUeCKas cBapKa HEIJIaBIIIMMCS 3JIeK-
TPOJOM B Cpee MHEPTHHIX ['A30B HA CErOIHSIIIHUIA
JIeHb ToJlyynia Haubosiee MUPOKOe MPUMEHEHUE
JIJIsl CBapKu TPyOOIIPOBOJOB Majoro auamMerpa
Oaromapsi YHUBEPCAAbHOCTU U YAOBIETBOPU-
TEJbHOU MPOU3BOAUTEIbHOCTHU IIpouecca. s
3TOTO0 CIoco0a CBapKu pa3zpaboTaHo 00JIbIIOE KO-
JINYECTBO KOMMAKTHBIX aBTOMAaTOB pa3iMyHOM
KOHCTPYKLIMHU, a TAKKE Pa3HOOOPA3HBIX TEXHOJIO-
TM CBApKMU.

ABTOMATHI JJIs1 aBTOMaTUYECKO OpOUTaTIbHOM
CBapKM HEIJIaBIIIMMCS 3JEKTPOIOM B cpele
WHEPTHBIX Ta30B TPYOOIIPOBOIOB MAaJIOrO AUAMET-
pa BBIITYCKAlOTCd B 00JbIIOM 00beMe. Bce oHn
NpeacTaBIsSIOT cOO0M MaJiorabapUTHBIE CBapOy-
HbI€ TOJIOBKM, KOTOPbIE YCIIOBHO MOXHO KJIACCH-
(uLpoBaTh Ha IBe KATErOPUU: TOJIOBKHU 3aKPbITO-
IO TUIA — JIJIs1 TPYO C TOJIIMHAMM CTEHOK S < 3 MM
U TOJIOBKU OTKPBITOTO TUIIA, alalTUPOBAHHBIE IO
Mo0bIe 3aJa4M CBapKU TPYOOIIPOBOIOB MaJOro
nuametpa [8, 9].

C TeXHOJIOTUSIMU CBapKU HE BCE TaK OJHO3HAY-
HO BBUJY Pa3HbIX MOJAXOA0B Pa3INYHBIX MPOU3BO-
nuTeniel u otpacieit. B HacTosiee BpeMst KpaliHe
noapoOHO MpopadoTaHbl aBTOMAaTUYECKUE OpOu-
TaJlbHbI€ TEXHOJOTUM CBAapKU HETMJIaBSIIIUMCS
9JE€KTPOJAOM B MHEPTHBIX ra3ax crajeil aycre-
HUTHOTO KJjacca Gjlarogapst X OOIIUPHOMY MC-
MOJIb30BAHUIO B IMHAMUYHO-pa3BUBAIONIEICS
B XX BeKe aTOMHOI 3HepreTuku. JleTaabHO OHU
npuBeAcHbl B 00JIbIIOM KOJMUECTBE pabOT, Ha-
npumep B [6, 8, 10, 11, 12], omHAKO UX UCITOJB30-
BaHMeE JUISI CBAPKU YIJIEPOIUCTBIX U HU3KOJETUPO-
BaHHBIX CcTalieii, B OOJbIIMHCTBE CBOEM, HEBO3-
MOXHO BBUIY Pa3JM4YHBIX CBOUCTB CTaliei
ayCTEeHUTHOTO U TMEePJIUTHOrO KjiaccoB. B maHHoit
CTaThe MPUBEJAEH 0030p CYLIECTBYIOIIMX TEXHOJO-
TMii aBTOMaTU4YeCcKOi opOMTaIbHON CBapKu He-
TUIABSIIIMMCS DJIEKTPOJAOM YIJAEPOIUCTHIX U HU3-
KOJIETMPOBAHHBIX CTaJIEH.

Oo61mue mooKenus Texnoyoruii. CBapky Tpy0o-
IMPOBOIOB MAaJIOr0 AUaMEeTpa ¢ TONIIUHOM CTEHKH
§ < 3 MM MOXHO MTPOU3BOIUTD 0€3 pa3nesKu Kpo-
MOK U1 0e3 Mmojayu IpucagodyHOro MaTepuasia 3a
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OJIMH MPOXOJ I'OJIOBKAMU KaK OTKPBITOro, Tak
1 3aKpbITOro TUMOB. Takasi TEXHOJIOTUS TpeKpac-
HO TTOAXOMUT JUUISI CBAapKM HU3KOJETMPOBAHHBIX
U IPYTUX cTajeit, 001amaloliux BHICOKON cTeme-
HbIO packucjieHHocTU. OIHAKO JJis CBapKU yrjie-
POJUCTBIX CTaJEl 3TO HEMPUMEHUMO BBUIY W3-
BECTHOI IPOOJIEMbI «KUIIEHUSI» CBAPOUYHOI BaHHDI
M3-32 OCTAaTOYHOTO KUCJIOPOJIa U €ro COeaUuHEeHUI
B OCHOBHOM MeTauie [4, 12]. PelunTs 1aHHYIO0 Ipo-
0JeMy MOXKHO ITyTeM IPUMEHEHUs IpucagoyHom
MPOBOJIOKU C PACKUCISIIOIIMMU JIETUPYIOIIUMU
KOMITOHEHTaMM TaKMMU, KaK MapraHel U KpeM-
HUI, a TaKXXe MCIoJb30BaHueM (atoc-nactT. Ha
MMpakTUKe HauboJiee MUPOKOe MPUMEHEHNE Ha-
lJjla mpucagodyHass NMpPoBOJoKa, TaK Kak
(aroc-1acThl, HECMOTPSI Ha CBOE MPEUMYILECTBO
(yBeJIMYEHUE TIPOU3BOAUTEIBHOCTH 3a OIMH MPO-
X0J1), UMEIOT CYLLIECTBEHHbIA HEJOCTATOK — IIPU
UX HEpaBHOMEPHOM HaHECEHMU, OCOOEHHO CJIOX-
HOOCYIIIECTBUMOM B MOHTaXKHBIX YCJIOBUSX, HEU3-
0eXHO 1 HempeackadyeMo OyAeT HapyllleHa cTa-
OMJILHOCTh T'€OMETPUYECKUX MapaMeTPOB I1IBa.

CBapKy TpyOOIIpOBOJOB MaJIOTO AMaMeTpa
C TOJIMHOM CTEHKHU .S > 3 MM IPOU3BOISIT T'OJIOB-
KaMy OTKPBITOrO THUIIA C pa3fAeiKoil KPOMOK, HC-
MOJIb3Ysl TIPUCAJTOUYHYIO ITPOBOJIOKY W MOTEpPEYHbIE
KoJjiebanus ropenaku. [lpu TonmuHe cteHKH S =
= 3...5 MM CBapKy BBIIOJHSIOT B Ba CJIos (KOpHe-
BOIl U OOJMIIOBOYHBIN CJIon), a TIpU § > 5 MM —
B TpU U 0oJjiee cioeB (KOPHEBOW, 3aMOTHSIIONINE
1 OOJIMLIOBOYHBIN CJION).

Takke, Kak 00I1yI0 0COOEHHOCTb BCEX TEXHO-
JIOTUi1, HEOOXOAMMO OTMETUTH TOT (PaKT, UTO
IIBbI, BBIMOJHEHHBIE B PA3JIMUHBIX TPOCTPAHCT-
BEHHBIX ITOJIOXKEHUSIX, XapaKTepU3yIoTCs: 00JIb-
IIOM pa3HULEU TEOMETPUUYECCKUX MapaMeTpPOB.
BBuay aToro apromatuyeckas cBapka Ipou3Bo-
JUTCS ¢ YETKUM U TOYHBIM MOAOOpPOM, a 3aTeM
MMpOrpaMMHUpPOBAHUEM PEXUMa CBAPKU IJIST pa3-
JIMYHBIX CEKTOPOB TPYOBI.

OnHako, KaKk OTMEYaJioCh BhILIE, TEXHOJIOIUHU,
npeuiaracMble pa3IndHbIMU OTPACISIMU U ITPOU3BO-
JTUTENISIMUA, UMEIOT CYIIECTBEHHbIEC PA3JIMUUs, KOTO-
pble YCIOBHO MOXHO pa3Ie/IUTh Ha JIBE IPYIIIbI:

1) paznuuus B HOATOTOBKE KPOMOK IO CBAPKY;

2) pazauyusl B TeXHUKE (pexKrMe) BBIMOJIHE-
HUSI KOPHEBOTO CJIOS.

2013.N: 6

IToaroroBka Kpomok moxa capky. Iloaroroska
KPOMOK I10Jl aBTOMaTHUYECKYIO CBapKy — KpaliHe
KpUTHUYHAS ollepalus, OT KOTOPOW 3aBUCIT KaK
TEXHOJOrMYeCcKMe, TaK 1 9KOHOMUYECKUE acIleK-
Thl CBAPOYHOTO Mpolecca. B ¢Bg3u ¢ aTUM BBIOOD
HauboJiee pallMOHAIbHOM pa3aesiKi KPOMOK SIBJISI-
eTCsl BaXXHOW 3agavyeil mpu cOOpPOYHO-CBAPOYHBIX
paborax. Kak mpaBuiio, pa3nenka KpOMOK, BBUAY
BBICOKMX TPEOOBAHUI T€XHOJOIMHU, TTPOU3BOIUTCS
crielMajJbHbIMU aBTOMAaTUYE€CKMMU CTAaHKAMU —
Tpybope3aMu.

Capky TpyOOOpOBOAOB C TOJIIUMHON CTEHKU
S$' < 3 MM BO3MOXHO BBINOJHATHL 0€3 pa3aeikKu
KpoMoK. OTHaKO HEeOoOXOAMMOCTh MOoJauyu Mpuca-
JNOYHOI MPOBOJIOKM MPU CBAPKE YII€POIUCTHIX
CTajieil HeraTUBHO CKa3bIBAa€TCS Ha KaueCTBeE
(opMupoBaHUS TeOMeTpUM 1IBaA (BbICOTA yCUJIE-
HUs, TJyOMHA MPOIJIaBJCHUs, Iepexoa] MeTalia
1IBa K OCHOBHOMY MeTayuty) [13, 14]. BBuay atoro
3a4acTylo BBIMOJHSIIOT V-00pa3Hyio uian U-o0pa3-
HYIO pa3liesiky KpOMOK.

Tunuunasg V-o0Opa3Hast pasgenka KpOMOK MO/,
aBTOMATUYECKYI0 CBApKy TPyOONPOBOJIOB C TOJI-
LIMHOM cTeHKM S < 3 MM mpeAcTaBicHa Ha puc. 1.
Ee xapakTepHOii 0COOEHHOCTBIO SIBISIETCST 3aHU-
>)KEHHOE MPUTYIUIEHUEe KpOMOK (10 1 MM), KOTopoe
MO3BOJISICT YMEHbIIUTh BEPOSITHOCTD IOSIBJICHUS
HerpoBapa KOPHS 1IBa BBUIY BO3MOXHOTO OJTyX-
JaHus oyt (puc. 2).

U-o6pa3Has pasjaesika KpoMoK (puc. 3) mprume-
HsIeTCS TI0J, aBTOMAaTUUYECKYI0 CBapKy Tpybomnpo-
BOJIOB C TOJIIMHON CTeHKHU § > 3 MM. Takoit Tun
pa3aesioK UCMHOJIb3YeTCSI BO MHOTUX CTpaHax
[4, 11, 15—17] u xapakTepu3yeTcsl CAeAYIOINMU
reoMeTpUYeCKMMU NapaMeTpaMu:
£\

z

Vi

Puc. 1. V-obpa3Has pa3zaenaka KpoMOK
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Puc. 2. HerpoBap KOpHS IIIBa BBUIY OJIy>KTAHWS TyTH

dacku crmocoOCTBYET TEUEHUIO XKMUJIKOro MeTaia
CBApOYHOII BaHHBI MIPU BBLIMOJHEHUU 3aMOIHSIIO-
IIMX CJIOEB I1IBA.

[Inomanka B gBisieTCs T1aBHBIM CPEICTBOM
0OpBOBI ¢ HECTAOUJILHOCTBIO ITpOBapa KOPHS I1IBa
(cm. puc. 2). Ee pasmep HeoOXonumMo BEIOMpPATh
HUCXO/S U3 YCJIOBUS HEBO3MOXHOCTHU OJTyKIaHUSI
nyru. TunoBble 3HaYeHUST JAHHOTO MapameTrpa —
2,0...4,0 mMm.

Bennuuny nputyrieHuss A BBIOMPAOT UCXOAS
U3 MPOTLIABILIONIEN BO3MOXKHOCTHA CBAPOYHOM
JIYyTU U BO3MOXHOCTH yIepXKaHUSI CBAPOYHOM BaH-
HbI B pa3IMYHBIX MMPOCTPAHCTBEHHBIX MOJIOXEHM-
ax. st yraepoaucTbix HU3KOJIETMPOBaHHBIX CTa-
Jeit oHa coctasisteT 1,5...3,0 MM.

Pagnyc R nepexona Mexny MiolIaakKoil u ¢ac-
KO T03BOJIsIET MUHUMU3UPOBATh BO3MOXHOCTh
00pa3oBaHUsI HECIJIABACHUI MEXAY TIOIIAIKOMN
U TIIpuJieramwlleid K Hell cTeHKOo# ((ackoii) pas-
JIeJIKU KPOMOK IIPU BBITIOJHEHUHU 3aMIOJIHSIOLIC-
ro CJ0sl CBapHOTO IIBa, YTO MOXET MPUBECTU
K 00pa3oBaHUIO MYyCTOT U LIJAKOBBIX BKJIIOYE-
Huii. Tunmosoe ¢popMupoBaHUe 3aMOJIHSIONIETO
CJ10s1 111Ba MPU pasnesike 0e3 paauyca repexoaa v ¢
paguycoMm Iepexoja u3oopaxeHo Ha puc. 4. 3Ha-
YeHUe JaHHOTO pajuyca CUJIbHO 3aBUCHUT OT TOJI-
IIMHBI CTEHKW, U BEJIMYMHBI TUIOAAKU B 1 co-
crasiset 0,5...5 MM.

B =<

Puc. 3. U-obpa3Has pasnesika KpOMOK

« 3HayeHMe yrjia gacku o

* pa3Mmep TJIomagku B;

* 3HAYEHUE MPUTYIUICHUS A;

* 3HAYEHME paauyca Iepexoaa MexXIy IO -
Koit 1 dackoil R.

YucneHHbIe JaHHBIE TI0 TEOMETPUUYECKUM Ma-
pameTpam U-00pa3HBIX pa3aeoK KPOMOK CHUJIBHO
OTJIMYAIOTCS, MTO3TOMY UMEET CMbIC] OMpPEAeIUTh
KPUTEpUU UX BBIOOpA.

3HaveHue yria ¢packu JOKHO COCTaBISATh 00-
see 10°. OcHOBHBIM KpUTepHeM BbIOOpa yTiia pac-
KW SIBJISIETCSI, C OMHOM CTOPOHBI — JOCTYIHOCTh
CBAapHOIO COEIMHEHUS, a C IPYTOl — YMEHbIIIE-
HHUE KOJMYECTBa MPUCAJOYHOro MaTepuana u, clie-
JOBaTeJIbHO, BpEMEHM I10J CBapKy. Takxke yroju

34

Hecnnasnenue

Puc. 4. ®opMupoBaHKe 3aITOJTHSIONIET0 KOPHS IIIBa
MpU pas3ieskax KPOMOK:

a — 0e3 paamyca nepexona; 6 — ¢ paguycoM Iepexoja

2013.N: 6



MAYAoOCTPOERNE

[IpencraBneHHbIE BBIIIE TeOMETPUUECKUE TMa-
pameTpbl U-00pa3HoOii pa3nesiku KpOMOK M300pa-
JKeHBbI Ha puc. 5.

ay

"

2-4

1,5-2,5

Puc. 5. Teometpuueckue napametpsl U-obOpa3Hoit
pasnenky KpoOMOK

BbinosHeHue KOPHEBOTro ¢J10s1 mBa. BoinmoaHeHne
KOPHEBOTO CJIOS 1lIBa MPU CBapKe TPyO Majoro
JuaMeTpa Mo XapakTepy pexuma KiacCUuduiumpy-
10T Ha TPU TUIIA:

1) HempepbIBHBINA peXUM;

2) WMMYJIbCHBIA PEXUM;

3) 1arouMMyJbCHBIA PEKUM.

BrinmonHeHne KOpHEBOI'O CJIOS 1IBA B HEIIpe-
PBIBHOM pEXMMeE XapaKTepu3yeTcsl Haubosee Bbl-
COKOIl MPOU3BOAUTEILHOCTBIO Cpeau MpeacTaB-
JICHHBIX PeXUMOB cBapku. LlukiorpamMmma storo
pexxuma mpeacTaBieHa Ha puc. 6. JIaHHBIN pexXuM
OTJIMYAETCs OOJIBIIIMM TEIUIOBIOKEHUEM B CBApU-
BaeMbIe MaTepualibl, YTO 3a4aCTyl0 HEraTUBHO
BJIMSIET Ha MeXaHMYeCKHEe CBOMCTBA CBApPHOTO
coenuHeHud [17, 18, 19], a Takxke cnocoOCTBYeT
HecTaOuJIbHOMY (DOPMUPOBAHMIO OOPATHOTO Ba-
JINKa KOPHEBOIO CjI0sl cBapHOro 1mBa. [TloaTomy

ICB’ A,
Ve, M/4

1,4

Puc. 6. BoinoiaHeHue KOPHEBOTO CJIOA IIBa
B HCIIPEPBLIBHOM PECXKHUME CBApKU:

1, — cBapouHbIil TOK; V,, — CKOPOCTb CBAPKU;  — BpEMs
CBapKu
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HauOoJibllIee TIPUMEHEeHUE HAXOAsIT UMIYJbCHBIE
PEXUMBI CBapKHU.

CBapka KOpHEBOTO CJ104 1lIBa B UMMOYJIbCHOM
pexuMme 3a c4yeT KOMOMHAIMi CBApOYHOTO TOKa
U BPEMEHMU €ro JeicTBUS B UMITYyJbCE U Tay3e
(puc. 7) xapakTepu3yeTcsi MEHBIINM TEIUIOBIOXE-
HUEM B CBapMBaeMble MaTepuasbl, YeM CBapKa B
HEIPEePbIBHOM pEXXMME, UTO SIBJISICTCS HEOCIOPU-
MBbIM IIPEUMYIIECTBOM JaHHOrO pexuma. Takxke
MIpY CBAapKe B UMITYJIbCHOM pPEKUME 00BEM BaHHDI
MEHbIIIE, YeM IIpU CBApKe B HEIPEPHIBHOM PeXUME,
YTO yJIy4lliaeT (popMUpOBaHUE CBAPHOTO 111BA B pa3-
JIMYHBIX TTPOCTPAHCTBEHHBIX ITOJIOXEHUSIX.

CBapka KOPHEBOIO CJI0sI 11IBa B IIarOMMIMYJIbC-
HOM pexXxuMe (puc. 8), IpU KOTOPOM JIBUXKEHUE T'O-
peJIKY MTPOMCXOIUT BO BpeMs Tay3bl (7,) Ha HUK-
CHUPOBAHHBIN 1LIAT, SBJISETCS MOAEPHU3ALUEHA UM -
NyJbCHOTO pexXuMa cBapkKu. JlaHHBII pexXum
HalleJ IMKUPOKOe NPUMEHEHNWEe B aTOMHOI Mpo-
MBIIIJIEHHOCTU TIPU CBapkKe TpyOOMNpPOBOAOB U3
ayCTeHUTHBIX cTajeit [11] u xapakrepusyercs
HauOOJbIIMMY BO3MOXHOCTSIMU T10 YIIPABJICHUIO
TEXHOJOTUYECKUMU MapaMeTpaMu CBapKu, cBa-
POYHOI BAHHOW U CTPYKTYPOI CBAPHOIO COEIUHE-
Hus [18], omlHaKO OH MMeET HEBBICOKYIO ITPOU3BO-
JTUTEJIbHOCTb.

Crnenyer OTMETUTh, YTO IIPU CBapKe YIiaepOoau-
CTBIX U HU3KOJETMPOBAHHBIX CTajeil Haubosee
NPpUMEHUMBI HEIIPEPbIBHBIA 1 UMIYJIbCHBIN pe-
XKHUMBI CBAPKU BBUAY MX BBICOKOU MPOU3BOIU-
TEJIbHOCTHU.

Ha cerogHsimHuii 1eHb HE3HAUYUTEIbHAS MO-
JIepHU3alMsI TeXHOJIOTUI aBTOMaTUYeCcKOi opOu-

A; I

UMIT

I,

UMIT

I,A;

m

Vews M/4 \
MC;

fuun ty funins MC;
t, MC

Puc. 7. BoinojiHeHre KOPHEBOTO CJIOSI 111Ba
B UMITYJIbCHOM pEXXMME CBapKM:

1, — cBapoYHbIil TOK B UMITyJIbCe; [, — CBAPOYHBII TOK
B Tay3e; 7, — BpPEMs UMITYJIbca; f, — BpeMsI May3bl;
V., — cKOpocTb CBapKu

> “mmn
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]MMI'I’ A;

I, A /

Vep, MM/11IAT

UM [ Lumms MC;
ty MC

Puc. 8. BrinoiHeHe KOPHEBOTO €10 111Ba
B [IAaTOMMITYJIbCHOM PEXUME CBapKU:

s — CBApOYHBIN TOK B UMITyJIbCE; [/, — CBApOYHBI TOK
B mayse; f, ~— BpPEMs UMIYJIbCa;  — BpEeMs Iay3bl;
V., — cKopocTb cBapku

TaJIbHOM CBApKU HEIUIaBSIIMMCS 2JIEKTPOIOM BO3-
MOXHA JUIIb ¢ IPUMEHEHNEM MHOTOYMCIEHHBIX
Bapualuuii caMoro crioco6a cBapku, a Haubosee
MEePCHEKTUBHBIM 1 MHOTOOO0EIIAIOIIM HallpaBJie-
HUEM SIBJISIETCS MJIa3MeHHasl cBapKa IPOHUKal0-
IIeW AYyroi, MO3BOJISIOIAd 3HAYUTENbHO ITOBbI-
CUTh NPOU3BOAUTEIBHOCTh COOPOYHO-CBAPOYHBIX
orepaunui.
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