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I'eomerpuueckne

Ilan 0630p MccefoBaHMit BAMSHMA 3a30pa B CBAPHOM CO€VHEHMN Ha ero cBoricTsa. IIpo-
aHA/IM3MPOBAHbI PAbOTHI, MOCBSIEHHbIE TAKNM CIOCO0aM CBApKM COefMHEHMII, KaK Kyro-
Bas, Jla3epHas U rmOpupgHad. PaccMoTpeHO BO3ZeliCTBUe 3a30pa Ha reoMeTpUYecKye Iapa-
MeTpBI CBAPHOTO IIIBA, MeXaHM4IeCKMe CBOJICTBA U fehopMarinio. BoinereHbl YeTbipe TPyII-
IIbl MICCIIEOBAHMIT: ITOMCK ONTVMMAIBHOTO 3a30pa, IIOCTpPOeHMe ObmacTell KaueCTBEHHOTO
($hopMMPOBaHN CBapPHOTO 1IIBA, IO/Ty4YeHIe aHAINTUYECKIX BBIPXXEeHWIT /I pacyeTa 3a30-
pa U 4iC/IeHHOe MOfieNMpoBanue nporecca. OTMedeHo, YTO 3a30p — BaxkKHemmit ¢pakTop,
OTIpefieI AN KaueCTBO CBAPHOTO COeIMHEHM s, HO MICC/IelOBAaHNUI ero BIMAHMA Ha CBOII-
CTBa 1IBa, OCOOEHHO I CBAPKM HEIUIABSIVMCS 37IEKTPOJOM, B HACTOsAIlee BpeMsl Hefo-
CTaTOYHO.

EDN: LSDENR, https://elibrary/lsdfnr
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This article provides a review of studies on the welding joint gap influence on its properties.
It analyzes papers dedicated to the welding joints using various methods (arc, laser, and hy-
brid welding). The gap impact on the geometric parameters of the weld, mechanical proper-
ties and deformation are considered. Four groups of research are highlighted: the search of
an optimal gap, the construction of quality weld formation regions, the derivation of analyt-
ical expressions for calculating the gap, and process numerical modeling. It is noted that the
gap is a crucial factor determining the joint quality, but recently research of gap influence
especially in GTAW is insufficient at now.

EDN: LSDFENR, https://elibrary/lsdfnr

Keywords: gap width, butt joint, weld dimensions, arc welding, laser welding, hybrid
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ImapaMeTpbl IOATOTOBJIEHHBIX OIMCAaHA B MeXAyHapopiHbIx cra”gaprax ['OCT

KpOMOK cBapHbIX coepyHeHuii (CC), B ToM 4ucie
IIVPVHA 3a30pa, 3a[jaHbl B TOCY/JapCTBEHHBIX CTaH-
Iaprax, B yacTHOCTM Ipu cBapke CC B 3aIlIMTHBIX
razax — B ['OCT 14771-76 [1], npu cBapke CC
nog, ¢mrocom — B TOCT 8713-79 [2]. [TogroToBka
KPOMOK CTBIKOB IIpJ CBapKe JTy4eBBIMM CIIOCOOaMu

ISO 9692-1-2016 [3] u TOCT ISO 9692-2-2020
[4]. CnenyeT y4mMTBIBaTh, YTO YCTAaHOBKa Tpelye-
MOJI IIMPUHBI 3a30pa B CTBIKE [e€Tajell 10 CTaH-
JapTaM IIepef CBapKOJ peaJbHbIX KOHCTPYKIMIA
ABNAETCA TPYLOEMKOJN Ollepalyeli, I03TOMY 3TOT
IapaMeTp 4acTO He COOTBETCTBYET MX pEeKOMeEH[a-
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IVISIM, BCJIEZICTBME Yero HeoOXOAVIMBI MCC/IefioBa-
HIA [ KOJTMYeCTBEHHO OLIeHKY eTro BIMAHMA Ha
cporicTBa cBapHoro mBa (CIII) u 30HY Tepmude-
ckoro BiausHus (3TB).

Llenb paboTbl — aHATUTUYECKUIT 00630p cOBpe-
MEHHBIX 3apy0OeXXHBIX U OTe4eCTBEHHBIX MCCIIENO-
BaHUI BAussHUA 3azopa CC Ha pasMepsnl ero Ipo-
mnasnennd, 3TB, MexaHnyeckue cBOVICTBa U Je-
dopmanMio TpU PpasTUYHBIX CIOCO06aX CBapKu
IUIaBJIEHUEM.

[TpoananusupyeM M3BECTHBIE Pe3yIbTAThl MUC-
CTIefoBaHMII BIVMAHMA LIMPUHBI 3a30pa Ha TaKue
cotictBa CC, xak pasmepsl CIII, ero npo4HOCTHBIE
XapakTepuctuku n gedopmanus. Ilpusemem cBe-
[eHNA O CBapKe PasHBIMM CIOcoOaMy (IyrOBBIMY,
Jla3epoM ¥ TMOPUIHBIMU JTa3epPHO-AYTOBBIMIU) OfI-
HOCTOpPOHHMX opHomnpoxoaubix CC 6e3 ckoca
KpoMoK (ecimm He ykazaHo ppyroe CC). CornacHo
I'OCT 14771-76 u TOCT 8713-79, takue CC 060-
3Ha4aoT KaK C2 n C28 cooTBETCTBEHHO.

Hawubonpuiee KommyecTBO MyOMIMKALIL TOCBS-
I[eHO CaMOMY PacIpOCTPaHEHHOMY cIIocoby cBap-
K1 — yroBomy [5-17]. Pe3ynbTaTsl nccnefoBanus
Ka4eCTBEHHBIX B3aMMOCBA3E MEXAY IMMPUHON
3a30pa, C OJHON CTOPOHBI, ¥ T€OMETPUYECKIMMU

§ 6
S 5r
jus]
o]
=
=
g 31
5
< 2
Jas)
5
= 1
L‘ 1 1
0 0,5 1,0
[[Iupuna 3a30pa, MM
a
6
NE 5 L
=
M 4+
H
o™
g 37
g 1-\._//.
5 2r
=
= 1k
0 0,5 1,0
[Iupuna 3a3opa, MM
8

napamerpamu CII u gpyrmMm ero cBoiicTBamu, C
IPYTOJi, IpUBeeHBl B TpyAax [5, 7, 8, 9]. Hekoro-
pble MCCNeOBaHMsA IIOCBAIIEHBl IIOUCKY OITH-
MaJIBHOTO JjMalla30Ha M3MEHEeHMs LIVPUHBI 3a30pa
[5, 9, 18] mam TONMBKO OMHOTO ee 3HaYeHus [6] s
KadecTBeHHOTO popmuposanms CIII.

Paccmorpeno BnusaHue mypuHsl 3asopa (0, 1 n
2 MM) Ipy cBapKe B cMecy aproHa u 18 % yrie-
KIC/IOTO Ta3a CTBIKOBBIX ABycTopoHHMX CC 6e3
CKOCa KPOMOK U3 CTa/yM TOMIUMHON 8 MM Ha IJIy-
OVHY IIpOIUIaBlIeHMA M MeXaHMYeCKyue CBOJCTBA
IpY IOCTOSIHHBIX ITapameTpax pexxuma [6]. [Toka-
3aHO, 4TO [OCTaTOYHOe IepekpbiTe KopHA CIII
IOCTUTAETCA TONbKO IIPU IIMPIHE 3a30Pa 2 MM.

IIpn cBapke HemmaBAmMmMCcA snekTpopoM (Gas
Tungsten Arc Welding — GTAW) — Bonbdpamo-
BBIM 3/IEKTPOJIOM B aproHe — crajau Mapku 1020 ¢
MOCTOSHHBIMMY ITapaMeTpaMy peXxnma (CHmoit Toka
I=180 A n cKOpOCTBIO CBapKM Ve = 0,23 cM/c) uc-
C/IefOBaHO BIMsHME MPUHEIL 3a30pa b (b =0, 0,5,
0,75, 1,0 mm) Ha napametpsr CIII [7]. YcraHOBNEHO
(puc. 1), 4TO TIyOMHA NpOIUIaB/IeHNS He3HAuu-
TEJIbHO BO3PACTaeT IpPY M3MEHEHMM IIMPUHBI 3a-
3opa or 0 mo 0,5 MM, a 3aTeM 3HAYUTE/IbHO IIOBbI-
mIaeTcsA ¢ 2 10 5 MM IIpyM yBe/IMYEHMUM MIMPUHBI 3a-
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Puc. 1. 3aBucumocTy rny6uHsl nporvtasinenus (a), mpunsl CIII (6), mnomany 3TB (8)
u ocinabnenns CIII (2) or mupuHsI 3a30pa
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3opa ¢ 0,5 go 1,0 mm. B To >xe Bpema mmpuna CII
CTAaHOBMUTCA OOJbIle Ha 2 MM IIpM PacHIMpeHNn
3asopa jo 0,5 MM, a 3aTeM yMeHbIIaeTCA Ha 2 MM,
HauyHasg oT mupuHbl 0,5 MM u go 0,75 mm. IIpu
pacumpenun 3asopa jo 0,5 MM nnomanb 3TB u
ocnabnenne ycunennsa CIII moyrn He MeHAIOTCH, a
IpY yBeIWYeHNUN IIVpPUHBI 3a3opa mo 1,0 MM —
pactyt Ha 1 MM’ 11 1 MM COOTBETCTBEHHO.

Taxoxe ycraHosneHo [8], uro npu cBapke CC
tuna C2 CIJIOUIHOM TIPOBOJIOKON AMaMeTpoM
1,2 MM B cpefie Ar + 20 % CO,, (puc. 2) rnybuHa
npomtasnenns u mmpuHa CII yBenmumparoTca
IpYMepHO Ha 4 MM, a IIpM pacuIpeHuu 3azopa ¢ 0
IO 2,5 MM M YMEHbUIAIOTCA HPUOIM3UTENBHO Ha
2 mm. Cwta TOKa M HalpsDKeHue Ha iyre ObUIM I1o-
CTOAHHBIMU U cocTasism 320 A u 32 B cootser-
CTBEHHO.

Crnoco6 GTAW npuMeHSIOT I/l CBapKM KOp-
HeBOro mpoxopa TpybompososoB. GTAW ¢ xo-
JIOJHOJI IIPUCaTOYHOI IIPOBOJIOKOI (puc. 3) uMeer
TaKoe MPeMMYILEeCTBO Nepel APYTMMU CIocobaMu
CBapKM, KaK BO3MOXXHOCTb HE3aBUCHMOIO KOH-
TPOJIA CUJIbI CBAPOYHOIO TOKA 1M CKOPOCTM IOJA4YM
npucagouHoil nposonoku WES. OpHako ompepe-
JIUTDb 3T IIapaMeTphl 3aTPYAHUTEILHO.

B paborte [9] B mporjecce GTAW usyuanu 3aBu-
CUMOCTb BBICOTBI YCU/IEHMA OOPATHOV CTOPOHBI
opgHonpoxopHoro CIII oT mmpuHBI 3a30pa U CKO-
POCTM TIOfla4yM XOJIOfIHOM NPUCATOYHONM IMPOBOJIO-
KM IIPY TIOCTOSIHHOI CKOPOCTM CBapKy U TpeX 3Ha-
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Puc. 2. 3aBucumocty mmpunsl CII B, BbICOTBI
ycunenus H u Try6MHBI TPOIUIaBIeHNA 1iBa P
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Puc. 4. CootHoutennsa Mexpy napamerpamu WES, HIR
1 3a30pOM IIPU pasNINIHbIX 3HAYEHNUAX CUJIBI
CBapOYHOIO TOKa

YEeHNAX CIWIbI CBAPOYHOro TOKa. CTBIK MMeN Yol
cKkoca 60° 6e3 MpUTYIUIeHNI KPOMOK IIpY TOJIIIVIHE
IIacTUH 6 MM. B 9TMX ycnoBusAX BO3MOXXHBI TpU
Bupa ¢opmuposanns CIII: mpoxor, ob6pasoBaHme
OTPMLIATENIBHOTO YCWIEHMs C OOpaTHOM CTOPOHBI
CII n xavectBenHoe popmuposanne CIII (¢ Hyse-
BBIM VIV IIOJIO>KUTE/IbHBIM YCUIEHNEM C 0OpaTHOI
cropounsl CIII). KayecrBennoe ¢popmuposanne CIII
rpadudaecky 6BUTO MpeACTaBIeHO 06/IaCThIO Mapa-
merpoB WES — HIR (puc. 4), rze HIR — xo03a¢-
(UIVIEHT NOABOAMMON TEIUIOTBI CBAapKMU, BBIpa-
SKAIOIINI KOJIMYECTBO TEeIJIOBOM MOIIHOCTU BHO-
CUMOJI Jyroifi B eAMHMIY oObeMa MeTayla U
oIlpefie/IAeMblil OTHOLIEHVEM IIOTOHHOI 9HEPIUN K
IUIOLIajiM HAIUIABIEHHOTO MeTajlIa, JK/MM.

ITpn cBapke mnopm dmocom (Submerged Arc
Welding — SAW) [2] cTBIKOBOTO OJHOCTOPOHHETO
CC co ckocoM KpoMok [10], ycranoB/IeHO 4YTO yBe-
nmdeHye mypuHbI 3a30pa KopHA CC RO okasbiBa-
eT CMelllaHHOe BIMsSAHMEe Ha (POpPMy KOPHEBOTO Ba-
MMKAa — YyCpeJHEHHbIe BBICOTY IIPOIIABIEHNUA
KOPHA h,f ¥ BBICOTY KOPHA hiye (puC. 5).

C OJHOJI CTOPOHBI, II0 Mepe YBeINYeHNU IIN-
puHbI 3a3opa kopHA CC RO BpICOTa mpomnnasie-
HMA KOPHA h,f yMEHbIIACTCH, a C [PYTON — M3Me-
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Puc. 5. 3aBMcUMOCTY BBICOTBI IIPOIUIAB/IEHNA KOPHA Hf

¥ BBICOTBI KOPHSI h,. OT mnpuusl 3a3opa kopus CC RO
npu cute Toka I = 900 A u yrye ckoca 3 = 30°

HeHye BbICOTBI KOpHA CC h, 3aBMCUT OT CUJIBI
cBapo4Horo ToKa I. IIpu 6omee HM3KOI cue TOKa
(I <700 A) yBenmnuenne RO mone3Ho, Tak KakK BBI-
COTa KOPHSI YMEHBUIAeTCA, a CJIe[OBAaTe/IbHO, U
m1akoBble KapmaHbl. Opgnako npu I > 700 A ara
OnaronpusATHas TEH[EHLUMs BCTYIAeT B IPOTUBO-
peune ¢ MIpOTUBOIOJIOKHO, BbI3BAHHOI yBenmye-
HUEeM CWIbl TOKA, BCIEACTBME 4Yero IITAKOBbIE
KapMaHbI CTAaHOBATCA IyOxe. TeM He MeHee, 60-
Jlee HM3KMeE 3HA4YeHUA M, COOTBETCTBYIOT Ooree
HI3KOM cwle ToKa He3aBucumo oT RO. Yeemmue-
He RO okxasbIBaeT O1aronpusATHOe BINUAHNE Ha
¢dbopMy mpoITaBlieHnsa KOpH:, TaK KaK ero BbICOTa
U IIMPVHA YBEeTMYNBAKOTCA.

Vi3BecTHBI pPabOThI, I7fle BBINONHEH KOJIYe-
CTBEHHBIIl aHaNM3 BAMAHMA INMPMHBI 3a30pa Ha
pasmepnl CIII. Biepsble BIusAHME IIMPUHBI 3a30pa
B CTBIKE Ha IJIyOMHY IpOIUIABJICHNS OLIEHEHO B
pabore [11], rme mpemnmo)keHa MeTOAVKA pacyeTa
mapaMeTpoB pexxuma cBapku nop ¢pmarocom CC Tu-
na C29 [2] u3 ManoyI/1epofyuCcToil CTalN, COITTACHO
KOTOpPOJl CHjla CBApOYHOTO TOKa I ¥ CKOPOCTb
CBAPKM V¢, OIPENeIIoTCA CAeAyIMI SMINPK-
YEeCKVMU BBIPaKEHIAMU:

I =100~/10(h —b);

— Vs

©0,0255(b+3)’

re h — rIy6uHa IpOIUIaBIeHus, MM; b — mmpu-
Ha 3a30pa, MM; V, — CKOPOCTb IOfIa4M 3/IEKTPOJI-
HOJ1 TIPOBOMIOKM, M/4; § — TOJILIMHA META/IIA, MM.

VCB

Take B pabore [11] maHO CoOOTHOIIEHME
b=0,2s @1 ONTUMANbHOJ LIVPUHBI 3a30pa MpU
cBapke IO, (UIIOCOM MAaJOYITIEPOSUCTON CTaIn
tonmyHoi 10...50 MM.

AHanmM30M CuJI, HECTBYIOIIMX Ha CBapOYHYIO
BaHHY, B cTaTbe [12] BbIBeileHa opMyta HIs pac-
YeTa MaKCUMaTbHO JOIyCKaeMOJl IIVPUHBI 3a30pa
npu cBapke mof (aocoM, yunTbIBaromas Gusnde-
CKMe CBOJICTBa (IIOBEPXHOCTHOE HATsKEHUe U
IVIOTHOCTb) PACIUIaBTIEHHBIX CBapMBaeMOro Me-
TaIa u ¢roca:

) 2(Cym +Our)
Ovew

g[Poupr +ps (a1 T +by ) |+ —2—
a1 + by
Ife Oy-w — MeX(asHoe HATsDKeHUe MeTal —
IUIAK; Oy, — MeX(a3Hoe HATKeHMe IIAK —
rasoBas (pasa; ¢ — YCKOpeHue cBOOOJHOTrO Iajie-
HYsA; hg, — BBICOTA €101 ioca; P — IVIOTHOCTD
pacIuIaBa CBapOYHOJ BaHHBI; (), — HACBIITHON BeC
cnost ¢moca; a;, by, a,, b, — xoadpdumenTsl,
3HaYeHMs KOTOPBIX OIIpefie/ieHbl B pabore [14];
T., — TeMneparypa CBapO4HOI1 BaHHbI; I, — CU-
J1a CBAPOYHOTO TOKA.

Csapka nop ¢mocom ogHonpoxopubix CC Tu-
na C28 [2] Ha ¢0CcoBOII MOAYLIKE U3 HU3KOJIET -
POBaHHBIX CTajell TOMMHON Ko 10 MM ucciemo-
BaHa B craThbe [13]. PaspaboTana meTomuka BbIOO-
pa TIIapaMeTpOB peXMMa CBapKM Ha OCHOBe
koHnenuuy 3¢dexrnBHOI ToMIUHL CC sy

Es—sb=Es,,

rge E — mmpuna CII.

B pab6ote [14] npeayo)xeHO y4MTBIBATh BIIMA-
HI€ IIVPYHBI 3a30pa B CThIKE 1 TTYyOMHbI Pas3ienku
KPOMOK Ha IZIyOVMHY NpOIUIaB/IEHVs IIPU CBapKe
nop drocom crbikoBbix CC ¢ pasfenkoit KpOMOK
IO COOTHOILIEHIIO

hup = hno +h, +0,87b—k,

rie hy, um hyy — IaybMHa IpoIUIaBlIeHMA Hpu
CBapKe C pasfe/koil u 6e3 pasfie/IKu KPOMOK, MM;
h, — rmybunHa pasmenkm KpoMoK, MM; k — mo-
IpPaBOYHBIN KO3(Q@UIMEHT, paBHBIL 5,2 MM U
IpUMeHsAeMbIlt Ipy h, =6 MM.

Ha ocHOBe sKCIepuMeHTa/NbHBIX NAaHHBIX, IO-
JIydeHHBIX ITpK cBapKe B cMecu Ar + 25 % CO; 06-
pasios TonuyHoM 5 MM, nMutupyoomux CC tuna
C2 13 HUSKOYITIEPOAMUCTOI CTaay C MIMPUHON 3a-
3opa 0,5...2,5 MM, BbIBefIeHa [15] 3saBucuMoOCTD It
pacuera ryounbl npormtasnenns CIII

h = h, +0,8b10%
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u mypuHbl CIII

11,051

E=0,069

0,324
VCB

CornacHo maHHBIM pabots [15], mmpuna CIII
He 3aBUCUT OT 3a30pa.

Brusiuue 3a3opa B creike CC tuma C2 u C7 [1]
Y TIapaMeTpPOB PeXXMMa CBApKM B YITIEKUCIOM Tra3e
Ha pasmepsl CIII paccmorpeHo B cratbe [16].
YcTaHOB/IEHO, YTO KpOMe ITTyOVHBI IPOIIIABIeHNS
3azop BmusAeT Ha mmpuHy ClII, uyTo coBmamaer c
HaHHBIMU Iy6/mKanuii [7, 8]. C moMourbio Kpure-
pueB MORO6VS MOTydeHbl YpaBHEHNS /IS pacdyera
II0 33[JaHHBIM ITapaMeTpaM peXXMMa ITyOUHBI IPo-
wiasneHys u mypuHbl CII, yunteiBaromue BKIaf
3a3opa B ux GpopMupoBaHme.

B pab6ote [17] mns uccnemoBaHus CBapKu IUia-
BALIVIMCA 3JIEKTPOIOM B CMecH, cofiepxKateir 18 %
CO2 u 82 % Ar, nacTMH M3 HU3KOJIETMPOBaHHOI
cramu 31CrV3 u HusKoyrnepoguctoit cranu S235
pasMepaMu 6,5X55x100 n 4x50x200 MM cooTBeT-
CTBEHHO, ObUIM IMOATOTOBNIEHBI CThIKOBble CC ¢
paszenKoil KpOMOK (BBICOTA pasfeNkii 3 MM, YToJ
ckoca KpoMku 30° mpu mmpuHe 3asopa b =0, 1,0 n
1,5 MmM). O6pabOTKOI 3KCIHEPUMEHTANTbHbIX JaH-
HBIX IIOJTy4eHO BbIpayKeHUe IJIS OIpefeneHns ITTy-
OMHBI IPOTITaBIEHNS

h=-0,716+1,21b+0,68h, +0,0034,,

Ife g, — IIOTOHHaA Heprus, kx/cm.

CrrefyeT OTMETHTD, YTO M3BECTHO OTPaHNYEH-
HOe 41C/I0 PaboT 0 YMCTIEHHOMY MOJIeMPOBAHNIO
(cuMynAIVMM) IPOIECCOB IYTOBOJ CBApKU C yde-
TOM BJIVSIHVS LIMPYHBI 3a30Pa.

B cratpe [19] paccMoTpeHa MaTeMaTmyeckas
Mogenb popmuposanus CIII npu masepHoit cBapke
(Laser Beam Welding — LBW), Bxrovaromas B
cebs cTpiKOBble U HaxyecroyHble CC ¢ 3a30pOM.
Ilenbio MOmeNMMpPOBaHMs SIBJISUIOCH IPOTHO3MPOBa-
HUe BIVMSHMS TEXHOMOTMYECKMX ITapaMeTpOB Ha
takue pasmepnl CllII, kak BbIcOTa yCU/IEHMs, IJIO-
I[aJb MONIepeyHoro cedyeHns, Boruyroctb CIII mmm
ero KopHs. Mojiellb OCHOBaHa Ha YpaBHEHUAX IIe-
peHoOca 9HepIMM ¥ paBHOBeCUs Ha CBOOOJHBIX I10-
BEPXHOCTSX MjIs1 GaaHCHPOBKY JIaB/IeHMs HApOB,
KalWULIPHOTO [JaB/I€HNUA U MOMPABOYHOTO YjIeHa.
[TorpaBOYHBI 4YIeH HO3BOJsAET COATAaHCUPOBATD
00beM MeTa/Ia C y4eTOM TEPMUYECKOTO paciimpe-
HVSI M YCafIKM IIPU CBapKe U IIMPUHY 3a30pa MeX-
Iy COeAMHAEeMbIMM JJeTA/IAMIU.

Mopens, npepioxxeHHas B pabore [20], gocra-
TOYHO XOPOUIO OOBSCHSIET BIMsHNE IMUPUHBI 3a-
30pa Ha JIMHY CBapOYHOI BaHHBI, a TaKXe Iepe-

XOJ OT CBapKY C IIOTHBIM IIPOIUIAB/IEHNEM K TaKO-
BOJI C YaCTMYHBIM IIPOIIIaB/ICHIEM.

PacxoxpieHne u cOnmKeHne KPOMOK CTBIKOBO-
ro CC 6e3 ckoca KpOMOK ITyTeM YMC/IEHHOTO MO-
[leIMpOBaHMs METOJJOM KOHEYHBIX 9JIEMEHTOB
TEPMMYECKUX YIIPYTOIUIACTUIECKUX HedopMarinit
paccmotpeHo B cratbe [21]. VMccmemoBano Brus-
Hyle IOTOHHO sHepruu, Tonuyubel CC, ckopocTn
CBapKy, IVPUHBI IJTACTUHBI ¥ OTHOIIEHW TIyou-
HBI NIPOIUIAB/IEHVSI K TOJILIMHE IUIACTYHBI Ha pac-
XOXgeHue 1 cOmpkeHre KpoMokK. C IOMOLIbIO
IByX pa3MepHBIX BeTNYNH

2
Bl =q—nE n Bz =(q—nj Ve
s s

rpaduvecKku OTrpaHUYMIN OO/MACTH, B KOTOPBIX
HPOMCXOAUT COMVKEHNe WIM PacXoXKAeHMe Kpo-
Mok CC. YcranosneHo, uro upu f3; <0,3 Ix/mm?
u B, <0,26-107° /(MM -c) mpoucxogut cOmm-
JKeHMe KPOMOK, a B OCTa/lIbHOI 0071acTy M3MeHe-
HIS 3TUX BE/INMYUH — PacXoXKJeHMe KPOMOK.

B pabore [22] oTMedeHO, UTO MIPU MIa3MEHHO-
myroBoit cBapke cTbikoBoro CC tuma C2 Tomuu-
HOM 9 MM TpPyJZHO IOJYYUTH IIOJIHOE IPOIIaBie-
HUe TP MKpuHe 3a3opa MeHee 0,5 MM u chopmu-
poBaTh obpatHyto cropony CIII mpu mmpune 3a-
3opa 6ornee 2,0 MM.

B Hacrosiiee BpeMs uMeeTCst 60IbLIOe KOYe-
CTBO IyONMKauMil, TTOCBSAIEHHBIX VCC/IEJOBAHNIO
BIMsIHMA 3a30pa Ha opmuposanne CUI mpm a-
3epHOIT CBapKe, Tfie ero LIMPUHA MOXET ObITh Me-
Hee 0,05 MM. B oTim4me ot gyroBoit cBapKu, BIuA-
HMe IMIVPUHBI 3a30pa SBIAETCS IIPOTMBOIIONIOX-
HBIM: ellle B paHHel pabote [23] mokasaHo, 4TO C
yBeIM4YeH)eM MIMPUHBI 3a30pa MOIIHOCTD, IIOI/IO-
ImraeMas 3aroTOBKOJI, ¥ CKOPOCTDb IUIaB/IeHNA Ma-
Tepuaza yMeHblIaooTcsa. Korma mmpuHa 3asopa
HOCTUTaeT KPUTMYECKOTO pasMepa, MMeIoIIniics
pacIUlaB He MOJKeT IIepeKpbITh NyTh y4y, ¥ IIPO-
1[eCC CBapKy MpeKpalaeTcs.

PesynbTathl nccnefoBaHuA Impoliecca ma3epHoit
cBapku HaxnectouHbx CC 13 Hep)kaBeroleil cra-
au 304L rtonmumumHOM 3 MM IpU LIMpPUHE 3a30pa
b=0,2; 0,5 u 1,0 MM npuBefieHbl B pabore [24].
BolsaB/IeHO, YTO C yBelnM4YeHMEM IIVPUHBI CBApPOY-
HBIX 3a30pOB CBapouHas [fedopMmanus pacTer.
Haubonpumme 3HavyeHus pepopmanuy B HaIpas-
JIeHUM ocu Z, paBHble 4 MM, IOJIy4eHbl IIpY ILIU-
puHe 3asopa 1,0 MM.

WccnegoBaHo BnMAHMEe INMPUHBI 3a3opa Ha
CTPYKTYPYy M CBOVICTBA HEP>KABEIOLIVX CTajleN IIpU
nasepHOlt cBapke [25]. YcTaHOBIEHO, YTO 3a30p
okasbIBaeT BiusAHMe Ha Mopdonoruo CC. Ilpn
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yBeIMYeHUM MMPUHBI 3a3opa ¢ 0,1 go 0,4 MM mpo-
wiasneHne ClII ymeHblIaeTcs, ucyesaer ycuaeHme.
Taxoke ¢ BospacTaHMeM 3a30pa MeHsAETCA HaIpaB-
JIeHVIe POCTa SAYEHCTBIX KPUCTA/UIUTOB C ero HOKO-
BBbIX CTEHOK Ha BOCXOZAIIMIL POCT OT HM>KHE I/Ia-
cTUHBL. BeepicTBye M3MeHeHM CTPYKTYPBl MeTall-
Ja Ype3MepHasd IIMPMHA 3a30pa MNPUBOIUT K
CHIDKEHMIO IIpefieia IPOYHOCTM M YCTa/lOCTHOI
npouHoctr CC. ITokazaHo, 4To miMpmHa c60pod-
HOTO 3a30pa JO/mKHa ObITh MeHee 0,1 MM, 4TOOBI
rapaHTHPOBaTb COOTBETCTBUE MOPQONIOrUM Io-
BepXHOCTM U MexaHn4yeckux cBoiictB CC TpeboBa-
HIAM KadecTBa.

B pab6ote [26] m1st OfHOIIPOXOJHON CBApPKM BbI-
COKOIIpOYHOIT JermposaHHoM cramy 30CrMnSiA
npu GpUKCUPOBAHHBIX IIapaMeTpax peXyMa jasep-
Hoil cBapku (MomHoctm 3,4 kBT m ckopoctn
600 MM/MMH) ONTMMM3MPOBAHbI LIMPMHA 3a30pa
creikoBoro CC 1 ¢OKycHOe pacCTOSHME OTHOCHU-
TETIbHO BBIXOJHBIX ITapaMeTPOB CBAPKM: fieopMa-
iy, npefena mnpoyHocty Ha paspeiB (UTS) u
ocratoynblx HampspkeHuit (RS). IIupuny 3aszopa
croikoBoro CC usmensm B npegenax 0...0,5 MM ¢
maroMm 0,1 MM. YcTaHOBJ/IEHO, YTO ne(bopMauMH,
UTS n RS mpu mmpune sasopa b = 0,2, 0,3 u
0,4 MM MeHbIIIe COOTBEeTCTBEHHO Ha 60, 95 u 20 %,
4yeM 3HaueHM:, IOTydeHHble IIpU LIMPUHE 3a30pa
0,41 0,5 Mmm.

HekoTopble uccrnefoBanusa IOCBAILIEHB IM-
OpupnbiM criocobam capku (Hybrid Laser Arc
Welding — HLAW). Tak, B pa6ore [27] paccMoT-
peHbI iBa MeTojja cBapku cThikosoro CC ¢ mmpo-
KUM 3a30poM Jo 2 MM. IlepBblil — cBapka ¢ IO-
MOIIbIO IBYX nasepHbIX mydeir Nd:YAD u mpuca-
TNOYHOM TIPOBOJIOKM, BTOpO — CBapKa C
nomoupio rubpunHoi cBapku YAG-mazep —
GTAW c mpucapodnoi nposonokoi. IIpu pByx-
JIy4eBOJl CBapKe HepyKasewlleil cramu Mapku 304
TOMIMHOM 5 MM MCIIOb30BaHbBl [Ba Jjasepa
Nd:YAG w™momuocteio 2 kBt, pacmonosxeHHble
TaH[[eMOM WIM IapajieibHo. bes mpucasounoi
IIPOBOJIOKY JIONYCK Ha LIMPUHY 3a30pa M/ IOMy-
yeHus npoynoro CII cocrasnan 0,7 n 1,6 Mmm nipu
TaH/IEMHOM M TIapajUle/IbHOM PacIlOIOKEHUN CO-
orBercTBeHHO. C IIpMMeHeHMeM IIPUCA[JOYHOI
nposonoku CC ¢ 3a30poM IIMPUHON 2,2 MM
YCHEIIHO CBapuIyu IIpU TaHJEMHOM pacIlooXKe-
Huy, Ho B HIDKHel yactu CHI npu mmpuHe 3a3opa
1,9 MM nponsouten npoxxer. OgHaKo Ipu cBapke ¢
Hapajjie/ibHbIM ~ PACIONOXEHNEM IIPUCAJJOYHOI
IIPOBOJIOKM KauecTBeHHasA CBapKa OblIa JOCTUTHY-
Ta IpM 3a3ope 0 2,2 MM 3a CYeT ONTMMM3ALNM
PacCTOAHMA MEX[Y ByTaMU.

B pabore [28] ompepmeneHbl um rpaduuecku
IpeCTaB/IeHbl 00/1aCTY PeXVMOB I'MOPUIHON J1a-
3epHO-[IyTOBOJl CBapKM — CBapKM IUIABAIIMCS
97IEKTPOJOM B 3amuTHBIX rasax (Gas Metal Arc
Welding — GMAW) ¢ npucaakoit B KOOpAMHATaxX
«IIMPVHA 3a30pa — CKOPOCTb CBapKI», B KOTOPBIX
¢dopmupytorcs ClIII ¢ HeNOMHBIM NIPOIIIAB/ICHNEM,
obpasoBaHMeM OOPaTHOTO Ba/lMKa M MOTHBIM IIPO-
IUIaBJIeHNeM Ipu (UKCUPOBAHHBIX IapaMeTpax
(cune Toka 150 A m CKOpPOCTM IOAAYM 9TEKTPOJ-
HOJ IIPOBOJIOKU V; = 6,3 M/MMH).

J3yyeHo BIMAHME IIVPYUHBI 3a30pa Ha POpMU-
posanue CIII, nony4eHHOro IMOpPUAHOI CBapKOIl
nazep + GMAW, mpu IOCTOSHHBIX IapaMeTpax
peXxmMa I ABYX BUJOB IIEPEHOCA 3JIEKTPOJHOTO
MeTaIa: MMITY/IbCHOTO 1 «xonopHoro» (Cold Met-
al Transfer — CMT) [18]. YcTanoBneHo, 4TO He3a-
BUICUIMO OT BUJja TIEPEHOCA 3IEKTPOZHOrO MeTalIa
IpM paclIpeHnn 3a3opa 6oee HEKOTOPOTO IIpe-
JleTbHOTO 3HaueHus BepxHee ycwaenue CII mpu-
HJYMaeT OTpMLATE/NIbHOEe 3HaueHue (IIPOUCXOINT
ocnabnenne CII), npu mmpuHe 3azopa 0,8 MM B
CTBIKe 00pa3yeTcsi TOMBKO MOCTHMK >KMIKOTO Me-
TaJlIa, a MU elile Oojlee MMPOKOM 3a30pe HabIio-
JLaeTCsI IPOJKOT.

VccnenoBaHo BMAHME IIMPUHBI 3a30pa Ha
reoMeTpyyecKye IapaMeTpbl U MeXaHU4YecKue
cporictBa Merayta CIII mpm cBapke crmoco6om
HLAW cygpocrpoutensHoit cranu RSE36 Tommu-
Hoit 7 MM [29]. ITpu mmpnne 3a3opa b = 0...0,3 MM
Habmoanoch Hamnydlree kKadectBo CC 6e3 BHeI-
HuX gedexTos, mpu b = 0,6...0,9 MM — xopotiee,
HO ¢ mozipe3amy, a ipu b = 1,2 mm CC — otpura-
tenbHOe ycwieHue CII. B nmamasone mupuHbI
3asopa 0,3...1,2 mm mmpuHa CIII cBepxy He u3Me-
HAACD, a IPU b =0...0,3 MM HECKOIBKO YMeEHbIIIA-
nmach. Taxoke OOHapy>KeHO, YTO YBeIM4YeHMe IIV-
puHBI 3a30opa ¢ 0 0 1,2 MM cHIDKaeT 3deKTnB-
HOCTb cBapku ¢ 30,6 fo 22,7 %.

YcranosneHo [30], 4TO yBemuueHMe IMIMPVHBI
3a3opa b MpMBOAWT K yBeIMYEHUIO TTyOMHBI IPO-
IUIaBJIeHNUA H, IUIO[aAM 30HbI IIPOIUIABICHMA U
IPOV3BOAUTEIBHOCTY CBAPKM IIPY IOCTOSHHBIX
napaMmeTpax cBapkm crnocobom HLAW (puc. 6).
I'eomerpuyeckue mapamerpsl CII u TermmoBble Xa-
paktepuctuky nponecca HLAW mpu pasmmyHbix
3HAYEHNAX LIMPVHBI 3a30pa NPUBEfIEHbl B TaO/M-
ue, rge E, — mmpuna CI ¢ nuieBol cTOpOHDI;
VY — koapdunuent popmsl npomnasrenus, ¥ =
=Ey/h; Sn. — miomanb 30HBI IPOIUIABICHNSA;
Qw — cymMMapHas MOILIHOCTb CBapOYHBIX MCTOY-
HUKOB; Qj — MOLJHOCTD, nomydeHHasa CC; nu —
TEI/IOBOJ KO3 PUIMEHT IO/IE3HOTO AeCTBYA.
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a o 8

Puc. 6. Makpouumugsr CC, HOTy4eHHBIX
crrocooom HLAW, B HI>KHEM IIOTOKEHUU
npu mwupuHe 3a3opa b =0 (a), 0,5 (6) u 1,0 mm (8)

I'eomerpuueckue napamerpsi CIII 1 TernmoBble Xapak-
tepucTuku npounecca HLAW npu pasnmyHbIx 3Haye-
HILAIX IIMPHUHBI 3a30pa

En, sz, QW) Qj>

by pima MM CEU mM?> kBt = kBr N %
0 59 | 151 | 0,39 | 31,2 | 20,5 | 5,16 | 25,2
0,5 | 46 198 0,23 40,2 | 20,9 6,65 31,8
1,0 @ 3,7 20 0,19 | 42,6 | 20,8 | 7,04 | 33,8

TakuMm o06pa3oM, yCTaHOB/IEHO, YTO IIpPU TU-
OpMIHOII J1a3epHO-IAYTOBOI CBapKe BJMSHMUE 3a30-
pa Ha pasmepnl CIII aHa/IOTMYHO TaKOBOMY IpU
IYTOBOII CBapKe.

OKOHOMMYECKMEe acIleKThl BIMAHKS 3a30pa Ha
CBApOYHYIO TEXHOJIOTHUIO OLieHeHbI B paborax [31,
32]. Ob6cnenoBaneM HEKOETO MIBELCKOTO TIPEfi-
IpUATUA YCTAHOBJIEHO [31] HammuMe 3HAYUTEINb-
Horo pasbpoca mupuns 3a3opa B CC. Kpome To0-
ro, o 35 % CIII, nccnefoBaHHBIX Ha 9TOM IIpefi-
OpUATUY, MMENIU [ONOTHUTENbHBII KOPHEBOM
IIPOXOJl, BBI3BAHHBII HEOIPABJAHHO OO/BIINM
3a30poM Ipy cOOpKe, YTO CTANO0 HEOXKUAAHHO-
CTbI0. VI3MeHeHMe IIMPMHBI 3a30pa BINUAET Ha
3¢ PeKTUBHOCTD NPUMEHEHUS PECypCcoB, YBeEIN-
4yyBas oOpasoBaHMe AedeKkToB, BpeMs IPOU3BOJ-
CTBa M MCIIOJIb30BaHME CBAPOYHBIX MaTepUajoOB.
PesynbraTtel mccnemoBaHusa [32] ykasbIBalOT Ha
00710} TTOTeHIan HoBbInIeHus 3ddexTuBHO-
CTM IIPOM3BOJCTBA, KOTOPOTO MOXKHO JOCTUYD 6e3
KPYIHBIX HBECTULVII YMeHbIICHNEM AVICIIePCUN
IIVMPYHBI 3a30pa.

IIpu anexrponHo-mtydeBoit cBapke (Electronic
Beam Welding — EBW) o06pa3uos ¢ packpbiBaio-
I[MMCs 3a30POM VCC/IEJOBAaHO BJIMSHME ero -
PVHBI ¥ CHJIBI TOKA 3/IEKTPOHHOTO ITy4Ka C ITOCTO-
SIHHOV CUJION TOKa (POKYCHpYIOLIell CUCTEMBI Ha
rIybuHy nporiaBneHus [33]. YcraHoB/IeHO, 4TO
BO BCEX NCC/IEOBAaHHBIX CIy4yadX CBapKM IUIOT-
HOCTb MOIIHOCTY B IIATHE HAarpeBa IafiaeT BCTIefi-

h, MKM
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Puc. 7. 3aBucumocTy rmy6uHBI IpOTIIaBIeHns h
OT IIMpPUHBI 3a30pa b mpu cute Toka
37IEKTPOHHOTO IMy4Ka Iynn =9 (—), 10 (—)
nll MA (—)

b, MKkM

CTBME TIONAJAaHNMA YacTU 37IEKTPOHHOIO ITy4Ka B
3a30p MeX[ly CBapyBaeMbIMI KPOMKaMM, YTO Ipu-
BOAMT K YMEHbBLICHMIO I'TyOMHBI NPOIUIABIEHNS C
POCTOM LIMPVHBI 3a30pa.

3aBUCUMOCTY T/IyOMHBI NpPOIUIABEHUA h OT
IIMPUHBI 3a30pa b Ipu cume TOKa 3/1eKTPOHHOTO
nydka Lyqn =9, 10 m 11 MA npuBesieHbl Ha puc. 7.
BupHo, 4TO yBenmmMueHne mupuHbI 3as3opa c 0,53 no
0,56 MM mpu cune Toke Lyn = 9 MA, fo 0,63 MM
npi Iyrn = 10 MA 1 10 0,67 MM 11pH Iosq = 11 MA He
HIPUBOJUT K M3MEHEHUIO IJTyOMHBI IPOIUIAB/IeHMS.
JanbHeiilee BO3pacTaHye MIVPUHBI 3a30pa BBI3bI-
BaeT pes3Koe MajjeHyue ITyOMHBI INPOIUIABICH:
npyu mupuHe 3asopa b = 0,67...0,70 MM u cuse To-
Ka Iyn= 9 um 10 MA — ¢ 1,0...1,2 MM [0 Hy74,
a Lnn=11 MA cHOCOOCTBYeT MafeHMI0 ITyOMHBI
nporiasnaeHus ¢ 1,5 mm go 0 mpu mupuHe 3a3opa
0,79 mMM. Takum 06pa30M, YCTaHOBJIEHO, YTO IIPU
3/IEKTPOHHO-/Iy4€BOIl CBapKe BJIMAHME 3a30pa Ha
DIyOMHY TIPOIUIABJIEHUS AQHATIOTMYHO TAaKOBOMY
IIpY J1a3€PHOI CBapKe.

['mcrorpaMMbl pacmpefenieHNsl INPOAHAIN3MN-
POBAHHBIX IyO/IMKAIWI, TOCBSAIEHHBIX MCCIIeN0-
BaHNIO BIMAHMA 3a3opa Ha cBoiictBa ClII, mo
criocobaM CBapKy U pes3yabTaTaM (Lje/IsiM) MCCre-
IOBaHUA NpUBeNieHbl Ha puc. 8 a u 6. BupHo, yto
HalMeHblllee KOINYEeCTBO COCTABJIAIOT ITyO/IMKa-
UM IO 3JeKTPOHHO-Ty4eBO}l CBapKe U CBapKe
HeIUIaBAILIMMCS 39/IEKTPOIOM, a Haubojbliee —
10 CBapKe IUTaBAIMMCH 3/IEKTPOAOM B 3alIMTHBIX
rasax. /I3BecTHble pabOTBI B OCHOBHOM IIOCBAIIE-
HBl ITIOMCKY AManasoHoB (o6macTeil) M3MeHEHUs
IIMPUHBI 3a30pa, 00ecreYnBamOIINX KadeCTBEH-
Hoe ¢opmuposanue ClI mpy MOCTOAHHBIX mapa-
MeTpaxX peXmuma cBapku. HecMoTpsA Ha 3Hauu-
Te/lbHBIN IIOTEHLMasa, MOCTPOeHMe MaTeMaTude-
ckux Mmogeneil (0cOGEHHO YMCIEHHBIX) B Ha-
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Puc. 8. Pactipenenienne my6IMKarinit, OCBSIIEHHBIX MCCIEOBAHMIO BIVSTHIS 3a30pa
Ha cBorictsa ClII, mo criocob6am cBapku (a) U MONTy4eHHbIM pe3ynbTaTaMm (6)

CTOoALIEE BpEMsA HE OTHOCUTCA K IIPUOPUTETHDBIM
HallpaB/I€HUAM I/ICCTIC].IOBaHI/If;[.

BoiBoab1

1. 3asop B crhike CC HapAny ¢ mapaMeTpamu
peXxuMa sBIIAETCSA BaXHeNNM PaKTOpOM, OIIpe-
nenatomuM pasmepst ClII n xavectso CC. Hesep-
HOe COOTHOLIEHME MEXIY 3a30pOM M IlapaMeTpa-
MU peXVMa MO>KeT IPUBECTU K TaKMM JedeKraM
CC, Kaxk Npo>XOTr MIM HENpoBap, HECIUIABIeHME
KpoMoK 1 usMeHeHue sbinykaoctu CII Ha oTpum-
narenbHylo. Kpome TOro, M3MEHAITCA YCIOBUSA
Harpesa, OXJaX/JeHNUsA U KPUCTA/UIM3ALMUN U, KaK
ClIefiCTBUE, CTPYKTYpa U MeXaHMYecKue CBOIl-
cra CC.

2. BbIAB/IEHBl 4YeTbIpe TPYINIbl MCCIEOBAHUI
BIMAHUA 3a30pa Ha csolictea CC. B nepsoi rpym-
ne 1enb UCCIEJOBAHUI COCTOUT B IIOMCKE €JMH-
CTBEHHOTO 3Ha4YeHMsA LIVMPMHBI 3a30pa, obecredn-
BAaIOLETO IIPM 3a[jaHHBIX IIapaMeTpax peXMUMa U

HOZITOTOBJIEHHBIX KPOMKaxX KayeCTBeHHOe (popmim-
posanue CIII. Bropyio rpynmny o6pasyror nccueso-
BaHIsI, TO3BOJIAONINE rpadyuecKy OnyucaTb 06ja-
ctu ¢opmupoBanua CIII (xadecTBeHHBIE U [ie-
(dexTHDBIE) KaK (PYHKIMIO HEKOTOPBIX ITapaMeTpOB
peX1Ma CBapKy Ipy (PUKCHPOBAHHBIX NTapaMeTpax
CC. B cocraB TpeTbell TPYIIIbI BXOAAT UCCIEf0Ba-
HMA, Pe3y/IbTaT KOTOPBIX IIPE/ICTaB/IeH B BUJE aHA-
JIMTUYECKMX BBIPQXEHMII, MO3BOJIAIOIINX PacCyM-
TBIBATh OINTMMA/IbHBIN 3a30p B CTBIKEe KaK (PYHK-
oo TOoMbKo mapamerpoB CC mmm mapaMeTpoB
pexxuma n CC. YersepTas rpynmna ucciefioBaHMil
HaIpaBjIieHa Ha Pa3pabOTKy YMC/IEHHBIX MOfeseit
B/IMAHNA 3a30pa U IapaMeTpoB PeXuMa Ha Qop-
muposanue CC.

3. Hanbonee mmpoko mpencTaBaeHbl IMy0IKa-
LMY IO JYTOBBIM CIloco6aM cBapku (1o ¢rocom
U IUIaBAIIVMCS 9/IeKTPOIOM B 3aIMTHBIX Ta3ax).
B mocnennee Bpemst 60/bIIoil 06beM MCCIIEROBaA-
HUJI BBINIOJTHEH /1A JIa3€PHOI CBapKU U TMOPUA-
HOJ1 /1a3€PHO-IYTOBOJ CBapKIL.
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4. Ilpu masepHOI U 371€KTPOHHO-TY4€BOJI CBap-
Ke I/Ty0MHa IPOIUIaB/IeHNs YMEHbIIAeTCA C YBeM-
YeHMeM MMPUHBI 3330Pa, YTO IPOTUBOIIOIOKHO €€
BIMAHMIO TIPU [yTOBOM ¥ TUOPMIHON J1a3epHO-
IYTOBOJI CBapKe.

5. HecMoTps Ha cyllecTBeHHOe BIMAHME 3a30pa
Ha ¢opmupoBanme CIII, mccnemoBaHuUit, MOCBs-
IEHHBIX 3TOJ TeMe HeJOCTATOYHO, OCOOEHHO JIA
CBapKM HeIIaBAMIMMCA 3/IeKTpofioM. Takxe B He-

IIO/THOV Mepe MCCIeJOBaHbl MeXaHM3Mbl BIIMSHUS
IapaMeTpOB IOATOTOBJIEHHBIX KPOMOK Ha CTPYK-
TypHble ¥ MeXaHn4ecKue cBolictBa CC.

6. YMeHbllleHMe [UCIEPCUM LIMPUHBL 3a3opa
IpM CBapKe CIIOCOOCTBYeT IOBBIIEHMIO 3ddek-
TMBHOCTU JICIIO/Ib30BAHVS PECYpCOB, YMEHbIIAsA
obpasoBaHme nedeKTOB U COKpallas BpeMs Mpo-
U3BOJCTBA.
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