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COBPEMEHHBIE CITIOCOBbI UMITYJIbCHO-AYT'OBOM CBAPKH,
PABPABOTAHHBIE 3A PYBEXKOM
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B nporecce ananuza 3apy0eXHOH JHUTEPaTypbl PACCMOTPEHBI COBPEMEHHBIE CIIOCOOBI HMITYIBCHO-IyTOBOM
CBapKH, KaK OJHOTO M3 HawOolee NPOrpecCHBHBIX M BOCTPEOOBAHHBIX HAIPABICHUH B COCIMHCHUH METAJIOB
¥ UX CIUTABOB B MAIIHHOCTPOCHHH, CBAPKE TPYyOOIIPOBOIOB H PEMOHTHO-BOCCTAHOBUTEIIBHBIX PAOOTaX Pa3INIHON
CIOKHOCTH. PaccMOTpeH croco6 CBapKu TOHKOIMCTOBOTO METAJIIa U KOPHEBBIX IIIBOB «XOJIOIHOMN IYTOit», a TakKe
MPOBEJCHO CPAaBHCHUE ¥ BBISBJICHBI OOIINE YEPTHI Y MPOLECCOB CBAPKU «XOJOIHOM Ayroii», mpemiaraeMble pas-
JTUYHBIMHA IPOU3BOIUTEISAMA. TaKKe PACCMOTPEH BBICOKOTIPOU3BOMUTEIBHBIN CIIOCOO CBAPKH JABYMS SICKTPOIAMU
M €r0 TeXHOJIOrHIeCKre 0c00eHHOCTH. Takike paccCMOTPEHO PUMEHEHHE UMITYIbCHO-IyTOBOI CBapKH IPH PEMOH-
Te JIONATOK TypOHMH B FHAPOINICKTPOCTAHINIX Ha OCHOBE TEPMUUESCKUX LUKIOB. Kak anbTepHAaTHBA 3apyOeKHBIM
crmoco6am, pacCMOTPEHO YCTPOMCTBO ISl HMITYJIECHO-YTOBOI CBApKH, KOTOPOE MOKHO MPUMEHSTH Ha 0ase mc-
Tounuka nutanus BJY-504.

KuroueBsble cjioBa: HMITYJIbCHO-AYIroBasi CBapkKa, cBapka «XOJIOTHOM ﬂyFOﬁ)}, CBapKa ¢ IByMsl 3JIEKTPpOIaMHu
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The analysis of foreign literature, deals with modern methods of pulsed arc welding is one of the most
innovative and sought after destinations in the compound of metals and their alloys in engineering, pipe welding
and repair works of varying complexity. A method of welding sheet metal and root welds «cold arcy», as well as a
comparison and identified commonalities in welding processes «cold arc» offered by different manufacturers. Also
considered a high-performance method of welding two electrodes and its technological features. Also examined the
use of pulsed arc welding in the repair of turbine blades in hydroelectric power plants on the basis of thermal cycles.
As an alternative to foreign ways, considered a device for pulsed arc welding, which can be applied on the basis of

the power supply VDU-504.
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BypHBIi pOoCT IPOMBIIIIICHHOCTH C ITPUMe-
HEHHUEM Pa3IMYHBIX METaJUIOB, TSKEIO MOoJIa-
FOIUXCST 00pabOTKe ¥ MOCIEAYIONMEMY COE/IH-
HEHUIO, TPWBEN K MOTPEOHOCTH B CO3IaHUH
HOBBIX CIIOCOOOB 00pabOTKM M CBApKH ITHUX
METaJJIOB U cIIaBoB. [Ipuxoaurcs cBapuBaTh
KaK METaJUIbl TOJIIIMHOM OT HOJIEM IO AECST-
KOB MIJITUMETPOB. CIIHCOK MaTepraioB TOXE
BBICOK — HayWHas OT BBICOKOJETHPOBAHHBIX
CTalell W 3aKaH4YMBasl Pa3TUYHBIMH CILIaBAMHU
U X COUCTaHUSIMH. TpaJUuIMOHHBIC CIIOCOOBI
CBapKH YK€ HE MOT'YT 00ECIIeYUTh TpeOyeMbIe
rokasarenu kadectBa. Cozmaercst OoJbIIoe
KOJIMYECTBO y3KOCTIEIIUAIM3UPOBAHHBIX CIIO-
co0OB Ha OCHOBE UMITYJIbCHO-/TyTOBOM CBapKH.
1 cBapKy TOHKOJIMCTOBOTO METajlia MpuMe-
HSIFOTCSI CTIOCOOBI CBAPKH «XOJOTHON TyTOi»,
JUISL TIOBBILICHHS TPOU3BOJAUTEIIBHOCTH IKE
MIPUMEHSIIOTCS JBYX/IyTOBBIE CIIOCOOBI CBAPKHU
pacuierieHHbIM  AnekTpogoM.  [locmoTrpum,
KaKHe CIIOCOOBI MpeJIararoTcs B 3apy0ekHOM
JUTeparype.

B pa6ore [7] omucanbsl UMITyIbCHBIEC CTIO-
cOoOBI CBapKu «XOJNOJHOW nyroii». B mpo-
necce coldArc, mpenyio)KeHHONW KOMITaHHEH
Fronius, menpro sBISEeTCS MOCTHIKEHUE HH3-
KODHEPTeTHIEeCKOTO Ipolecca 0e3 MexaHHU-

YeCKOro BMEIIATENIbCTBA B MPOILECC MOAAYH,
/I BCC M3MCHEHHUSI TPOUCXOJISAT TOJIBKO B UC-
TOYHUKE NMUTaHUs. B mporecce ncmnonb3yer-
¢ mupoBOM mpormeccop 00padOTKH CUTHA-
J1a, KOTOPBI CHUXAET MOIIHOCTH B MOMEHT
MOBTOPHOTO 3a)KUTaHMsI JYTU MOCIe KOPOT-
KOTO 3aMbIKAaHUsl, BCICJCTBUE YETr0o 3a)KHUra-
HUE JITH MIPOXOJUT MSATYE, YTO OYCHb BAXKHO
NpU CBapKe TOHKOJIUCTOBOrO Merasuia. [lo-
CJie 3a)KHTaHUsl JYTU TOK MOBBIIIACTCS JUIS
o0pa3zoBaHusl Kallld Ha TOpIE D3JIEKTPOJa,
MOCJIE Yero CHOBa MPOUCXOIUT €r0 CHHKe-
HUE, U IUIABJICHUE 3JIEKTPOJa YMEHbLIAeTCs,
MoKa CHOBA HE MPOU30UIET KOPOTKOE 3aMbl-
kanue (puc. 1).

O6macts mpuMeHeHHS Tporiecca coldArc:

e CBapka TOHKOJIMCTOBOTO METallia, TOJ-
muHo# ot 0,3 MMm.

e BricokoTemmnepaTrypHas naika.

e (CBapka pa3IMYHBIX METAJUIOB U CILUIABOB
(UTFOMUHHI-CTANTb, MapTraHeIl-CTalb ).

e CBapka CITaBOB MarHwsl.

Eme omauM mporieccoM HMMIYIBCHO-IY-
TOBOH CBapKH C KOPOTKHMH 3aMbIKAHUSIMH
apisiercst STT (Surface Tension Transfer,
Lincoln) — mepeHoC 3a cYeT CHII TOBEPXHOCT-
HOTO HaTsDKeHHs. B o0opynoBaHHM OTCYT-
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CTBYET pydYKa PErYJIMPOBKH HAIPSKEHUS, T.K.
Ipolecc caM mpucrnocaliuBaeT HalpsLKEHHE,
Y CKOPOCTH TIOJIa4d MPOBOJIOKH, HE JOITyCKast
reperpeBa OCHOBHOTO MeTalla.

[Iponecc STT MOXKHO pa3aeuTh Ha CICIY-
forue hasbl:

1. ObOpazoBaHue Kamjik pacIiIaBJICHHOTO
MeTaJll.

2. Kopotkoe 3ambplkaHuE, B MOMEHT KOTO-
POTO TIPOUCXOIUT CHIKEHHUE CHITBI TOKA

3. [loBbIlIeHNE CHUIIBI TOKA W OTCJIEKHBA-
HUE MOMEHTa pa3pblBa MEPEMbIUKH, I CHU-
JKEHMsI CUJIBI TOKA B 3TOT MOMEHT.

4. BoccTaHOBNIEHHE CBAPOYHOM TyTH.

5. locrme TMOBTOPHOTO 3a)KUTaHUS JYT'H
MIPOUCXOINT BO3pPAacCTaHHE CBapOYHOTO TOKa
u 006pazoBaHNe HOBOU KaIlIH.

Pazanna  mexny mpomeccamu  STT
u ColdArc mpakTHYeCKd OTCYTCTBYET, 3TO
BUHO MCXOJSl U3 OCLHUIOTPAMM U CYIIHOCTH
CaMUX TMPOIECCOB. AHAIOTUYHBIMH TaKXkKe SIB-
nsrotes mporiecchl Regulated Metal Deposition
(Miller Electric) u FastROOT (Kempii) [1],
YTO MOXHO YBUJETh, TOCMOTPEB Ha puC. 2.

B craree [2] mpencraBieHn crmocod IAC
(Intelligent Arc Control) 1 poBezieHO ero cpas-
HEHHE cO CBapKoii kopoTkoii ayroit. IAC obecre-
YHMBaeT XOPOIINH MpoBap ¥ (JOPMUPOBAHKE II1BA
Uit TACTOB TomHON oT 2 10 10 mm. Taroke
CHIDKEHO TEIUIOBIOXKEHHE B CBApHBAaEMOE H3Jie-
nue. Ocrmmiorpammel porieccoB IAC u cBapku
KOPOTKOH Jyro¥ ITpUBEEHBI HA pHC. 3.

B crarbe [6] mokazaHbl 00nacT prUMeHe-
HUS TaHHBIX TporieccoB. B craThe Takxke yka-
3BIBAETCS, YTO ITU MPOIECCHI Ooiee 3aTpaTHBbI,
geM TpanuinonHas MAG cBapka, TO3TOMY UX
1esecoodpa3Ho MPUMEHSTH B MPOU3BOJCTBE,
rae TpeOyeTcs BBICOKOE KaueCTBO, KOTOPOE He
MoxeT obecrieunts MAG cBapka.

B pa6ore [8] onrcaH crioco0 UMIYIIbCHO-
JIyTOBOW CBAapKH B 3al[UTHOM Ta3e C JIByMs
AIIEKTPOJIaMU, TIPH KOTOPOM IHKOBBIE HM-
MyJIbCHBIE TOKH TOJAIOTCS OIHOBPEMEHHO,
a yIpaBIAIONMNA WMITYJIBC IIOAaeTca  C 3a-
nepxkoit 0,5 MC 11T BEZIOMOTO DJICKTPOJA,
4TOOBI MPEIOTBPATHUTD TrameHue 1yru. Kpome
TOTO, KOHTPOJIb JJIMHBI JIYTH 00CCIICYHBACTCS
YaCTOTHO-UMITYJIbcHOH Mopnymsiinu  (UUM)
JUTSL BEAYUIETO DSIEKTPOJAa U NMUKOBOW HWM-
nynbcHOM Monyisiiuu (ITMM) nns Bemomoro
QJICKTpOJAa CUMHXPOHU3UPOBAHLI C UMITYJILCOM
BeJIyIEro 3Jiekrpoja. B pabore Obutn ycTa-
HOBJICHBI PAIlMOHANIBHBIC MapamMeTpbl IS
JIAHHOTO PEeXHMa: CKOPOCTh CBapKH, KOTOpas
COCTaBWJIa OT 2 1O 3 M/MUH; PacIoJIOKCHHE
3IEKTPOIOB OTHOCUTENBHO IPYT ApyTra U yroj
HaKJIOHa BEJIOMOTO 3JICKTPOJa K BEIyIEMY,
KOTOpPBIH cocTaBui 9°; paccTosiHHE MEXIy
ANEKTPOJAMH, KOTOPOE HAXOJMTCS B JiMaIia-
30He OoT 9 70 12 MM; a Takke COOTHOIIEHHE
TOKa BeAYLIECH W BEAOMOU NyI, HAXOIAIeecs
B auanazone ot 0,31 mo 0,5.

IToxoxue manHbIe OBUTH TTOTYUYEHBI Ha 000-
pynoBanuu ESAB, uto oTpakeHo B padote [5].

B pabore [4] paccmoTpena npobnema pe-
MOHTa JIONATOK TypOWHBI Ha THUIPOAIIEKTPO-
CTaHIMSX. J[TUTETHhHOCTh UX 3aMEHBI B CBS3HU
¢ U3HOCOM gocturaet ot 15 mo 30 nueit, usz-3a
YEero BO3HUKAIOT OOJBIIHE MPOOJIEMBI ¢ Iepe-
0O0SIMH DIIEKTPOIHEPTHH.

Yacrora ummynbcoB HaunHaetcst ot 30 [,
41O oOOecreunBaeT CTaOWIBHBIA TEPEHOC
ANIEKTPOAHOTO MeTajuta. 3a)KUTaHue JYTH MPOo-
HUCXOMUT 03 TepMUYECKHX KolleOaHWH, IoKa
mpoiiecc He ycranoBurcs (puc. 4). [Tocie uero
CJICJIYIOT TEPMUYECKUE KOICOAHUSI MK/ BbI-
COKMMH CPEJHUMHU U HU3KUMHU CPEITHUMH 3HA-
YEHUSIMH.

Phase 1 Phase 2 Phase 3
Arc burming Short-carcudt Short-circunt resoluton
and renewed burning phase
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Ho Bce mpemsyioxkeHHBIE CIOCOOBI UMEIOT
OJIMH CYLIECTBEHHBIH HETOCTATOK — BBICOKYIO
1eHy oOopynoBaHus. ABTopaMu B padote [3]
IIPEIJIOKEHA albTepHATUBA Ha UCTOYHUKE IU-
taans BJIY-504, xoTopbie B H30BITKE 10 CHX
NOp HAxXO[AITCS Ha MHOTHX TPENNpPHUSTHSIX,
HO 3a4acTyl0 YK€ HE HCIIOJB3YIOTCS B paboTe
(puc. 5). [Ipumenenue ycTpoicTBa MO3BOJISET
MOBBICUThH NPOAYKTUBHOCTH CUCTEMBI [T UM-
MyJIbCHO-IYyTOBOM cBapku Ha 10-15%, Taxxke
obecreunTh CcTaOUILHOE TOPEHWE AYTH U IIe-
peHoc ¥ obecriedeHueM YCIOBHS TepeHoca
«OIIUH UMITYJIBC — OJTHA KaIlIsD).
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Puc. 5. Yempoiicmso, ¢ noooepesom svinema
ANEKMPOOHOU NPOBOJLOKU MENCOY KOHMAKMHBIMU
HakoHeunukamu (PS-ucmounuk numarnus;

I, —mox nayset, I, — moK umnyibca, CTlI,

pulse
CT2 — koumaxmHule HAKOHEUHUKU)

Kak BuaHoi M3 MaHHOW CTaThH, s 00e-
CIICUCHMSI HAMITYYIIIETO KaYeCTBA CBAPHBIX COE-
JTUHEHHUI HEOOXOUMO BBHIOpATh OMTUMAIHHBIN
croco0. Taxxe He CTOUT 3a0BIBATH O KAYECTBE
MTOJITOTOBKY CBapUBAEMBIX M3ACIUI U MaTepHU-
aJIOB JJISl CBAPKHU.
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