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AHHOTALUSA

Hacrosmas paboTa mocBsiieHa acnekTaM KOM-
OMHMPOBAaHHOW CBapKU TOJCTOCTEHHBIX KOPITyCOB XH-
MHUueckux ammaparoB. OnHUM K3 Haubojee TpyHoEM-
KHX ATaloB, OCJIOXHEHHBIX TpeOOBaHHWEM MpeaBapH-
TEJILHOTO TOJI0rPEBa, SBISIETCS BHIOJHEHHE KOPHEBO-
ro IIBa CBAapUIMKOM BHYTPU 3aMKHyTOro oObéma. Jlis
yCTpaHeHHUs1 ATOW NMpoOJIeMBl B 0030pe PacCMOTPEHBI

CcebLika 018 yumuposanusi.

MEPCTIEKTUBHBIC ~ TEXHOJIOTHUECKHE TOMXOAbl. X
MIPUHIMITHATILHOE OTINYNE — HUCKIIOUYCHHE OTEPaIiy
CBapKH KOpHS ¢ OOpaTHOW CTOPOHBI COCAWHCHHS, YTO
MO3BOJISCT CYNMICCTBEHHO ONMTHMHU3UPOBATh U 00€301a-
CUTh YCIIOBUS TpY/Ja.
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Abstract

This paper is devoted to aspects of combined
welding of thick-walled cases of chemical equipment.
One of the most labor-intensive stages, complicated by
the requirement of preheating, is making of the root
bead by a welder inside the closed space. To eliminate
this problem, promising technological approaches are
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reviewed. Their fundamental difference is the exclu-
sion of the root welding operation from the reverse side
of the joint, which makes it possible to significantly
optimize and secure working conditions.
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BBenenue

XUMUYECKHE ammaparbl MpPeACTaBIsIOT
cobolf KJTacC WHXCHEPHBIX COOPYKCHHH,
(YHKIIMOHATTLHOE HAa3HAYEHUE KOTOPHIX 3a-
KJIFOYaeTCsl HE TOJIbKO B XpaHEHUHM U TpaHC-
MOPTHPOBKE PEareHTOB, HO U B OOECIIEYCHUU
MPOTEKaHUsS IIUPOKOrO CHEKTpa (PHU3UKO-
XUMHUYECKHX MPOIECCOB: OT TEIIOMAacco00-
MeHa (WcmapeHue, KOHIEHCAIUs) OO0 CIIOX-
HBIX XMMHUYECKHX CHHTE30B |5, 2]. KoHCTpyK-
THUBHBIE PELICHUS U BHIOOp MaTepHanoB s
TaKWX alMaparoB SBISIOTCS KPUTHUYECKU
BOXHBIMU U JETEPMUHUPYIOTCS COBOKYITHO-
CTBIO IKCIUTyaTallMOHHBIX (PAKTOPOB, Cpenu
KOTOPBIX JOMUHHUPYIOT arpecCUBHOCTh TEX-
HOJIOTHYECKOM cpejibl, paboune TeMnepaTypbl
1 AaBjieHUs. B culy ykazaHHBIX TpeOOBaHUH,
HOMEHKJIATypa TPUMEHSIEMBIX MaTEpHUaJIoB
yale BCero OrpaHNMYMBAETCS BBICOKOJIETHUPO-
BaHHBIMH CTaJSIMU M CIICIIHATU3UPOBAHHBIMU
CIUIaBaMHU, MCHOJIb3YEMbIMU B BHUJE CPEIHUX
U OOJBIIMX TONIIUH IpokaTa. JlaHHbI ¢akT
npotuBopeurB. C OMHOW CTOPOHBI, MaCCHB-
HOCTh KOHCTPYKIIMH OOBEKTUBHO JUKTYET
HE0OXOIMMOCTb BHEJPEHHUS BHICOKOIIPOU3BO-
TUTENBHBIX METOJIOB CBApKH, TaKUX KaK Me-
XaHU3UPOBAaHHAsl CBapKa IJIABALIMMCS dJIeK-
TPOJOM B  Cpele  3allUTHBIX  Ta3oB
(MAG/MIG), aBTOMaThyeckas CBapkKa IIOJ
¢dmrocoM uaM anekTpouuiakoBas cBapka. C
Ipyroil CTOpOHBI, CAaMHU IPUMEHSEMbIE MaTe-
pHUAaJbl, OTHOCSIIUECS K TPYIIIaM OTPaHUYCH-
HOW U TPYAHOH CBApUBAEMOCTH, BBIABUTAIOT
UMIepaTUBHOE TpeOOBaHHE K MPUMEHEHHUIO
MPeIBAPUTENILHOTO U COMYTCTBYIOILIETO MO0~
rpeBa, a TaKXke MOoclenymmeil TepmMoodpa-
OOTKM AJIsi CHSTHUSI OCTATOUHBIX HAMPSKEHHI

W YIOpaBi€HUsS] CTPYKTYpOH MeTajjga 30HbI
TEPMHUYECKOTO BIHSHHUSL.

BBeny Bbllle CKa3aHHOTO, BO3HHKAET
KJIFoUeBasi TEXHOJOruueckas mpobiieMa, WH-
TEHCUBHBIM TEIIOOTBOA OT 30HBI CBapKH B
MpPeIBAPUTENILHO TMOJOTPETYI0 MAaCCHUBHYIO
3aroTOBKY CO3/1aeT YCIOBHUS HJsi OBICTpOit
JTUCCHUITALIUU Teria, 4yTo TpeOyeT 3HAYUTENb-
HOTO YBEJMYCHHUS MMOTOHHOM SHEPTUU CBAPKU
JUIS TIOJIepKaHUsI CBApOYHOW BaHHBI, YTO, B
CBOIO OY€pe.lb, MPOBOLHPYET HEKOHTPOIUPY-
€MBbIii pa3orpeB BHYTPEHHEro o0bema arma-
para. Cutyanusi KapJUHAJIBHO ycyryossercs
pU HEOOXOUMOCTH BBITIOJIHEHUSI KOPHEBOTO
(mepBoro) mnpoxojaa CBapHOIO COEIUHEHUS,
KOTOPBIN 3a4aCTyIO BBITIOJHAETCS PyYHOU 1y-
ropoii capkoil (MMA) BHYTpU 3aMKHYTOTO
anmapara. PabGora cBapiiuka B TakKUX yCIIOBH-
SIX COMNpPSKEHA C IKCTPEMAaTbHBIMH TEMIIEpa-
TYPHBIMHM Harpy3kaMu M IpPEJCTaBISIET Cepb-
€3HBI PHUCK U1 3J0POBbS, a TAKKE CTABHUT
MOJ1 yTpo3y KayecTBO (hOPMHUPYEMOTO IIIBa.

Takum oOpaszom, KitoueBas Leb JaH-
HOM paloThl 3aKiI0YaeTcs B JETAJIbHOM aHa-
JM3€ U MOCIEAYIOIIEM CpaBHEHHH COBPEMEH-
HBIX CMOCO00B (OPMHPOBAHUS KOPHEBOTO
CJIOSl B CBAapHBIX IIBaX TOJCTOJIUCTOBBIX XU-
MUYECKHX allapaToB. JTOT aHalu3 MOAYHU-
HEH peIICHUI0 MPAaKTUYEeCKOM 3aja4yu: HIeH-
TU(PUKAIMHA TEX METOJ0B, KOTOPHIE CITOCOOHBI
TeHEpUPOBATh CHHEPTUIO HECKOJBKUX KPUTHU-
YecKd BaXHbIX (akTopoB. K HUM oTHOCSTCS:
pPOCT TMPOHU3BOAUTEIBLHOCTH TPYAA, TapaHTHU-
POBaHHOE KaueCTBO U MOJIHAS T€PMETUYHOCTh
COEIMHEHNS, a TaK)Ke oOecredyenne Oe3ormac-
HBIX M MPHEMJIEMBIX YCIOBHM s pabOThI
CBapHOTO MEPCOHAA.

MeToaMKH M TEXHOJOTHYeCKHe MOAX0/AbI K ()OPMUPOBAHUIO KOPHEBOIO (I1ePBOI0) CJI051 CBap-

HOI'0 COCIMHEHHUS

OcHOBHBIE (PHU3UUECKUE MPHUHLUIBI H
TEXHOJIOTHYECKHE OCHOBBI METOJla 3aKJIIoya-
IOTCSl B CTPATETHYECKOM HCIIOJIB30BAaHUU TIPU
MHOTOCJIOMHON HarulaBKE MaTepuajioB C
i PepeHIIMPOBAHHBIMA ~ MEXaHUYECKHUMHU
cBoricTBaMu. llepBble, KOpHEBBIE BaJUKH,
BBINOJIHSAIOTCS. HE BBICOKOIPOYHBIM, a Ooiee
IUTACTUYHBIM U BSI3KMM CBapOYHBIM MaTepHa-
JoM, JUtst obecrieueHust Jydiei nedopmanun
U KOMIIEHCAIlMM HAINpPsDKEHUH Mpu mocienry-
IOLIEH CBapKe MpOYHBIMM Marepuanamu. Ilo-
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CIIEYIOIIME )K€ CJION HAIUIABJISAIOTCS MaTepu-
aJioM, MEXaHWYECKHE CBOICTBa KOTOPOTrO CO-
IJIaCOBaHbl C OCHOBHBIM METAJJIOM KOH-
ctpykmuu (puc. 1a) [3].

AnbpTepHaTUBHOW MoIudUKaIMend TaH-
HOM TeXHONIOTUU sIBISeTCS (opMHUpOBaHUE
MOJOOHBIX TJIACTUYHBIX MPOCIOEK HE TOJIBKO
B KOpPHE, HO U Ha IMPOMEXYTOUHBIX CTaJUAX
3aMoJTHEHHS Pa3JeNIKi, CO3/1aBas CBOEOOpas-
Hble OydepHble 30HBI, JIOKAJIM3YIOIIHE
HanpspkeHus (puc. 10).



KitoueBoe TEXHOIOTHYECKOE MPEUMY-
IIECTBO JAHHOTO METOJa 3aKIII0YaeTCsl B BO3-
MOKHOCTH TIOJIHOTO OTKa3a OT MpPOIEIyphI
MPEIBAPUTEIILHOTO IMOJOTPEBAa MAaCCHUBHOMN
KOHCTPYKIIUH, TaK IUTACTHYHBIA OydepHbIi
CIIOM YCIENIHO aKKyMYJIHPYeT CBapOUYHBIC
HaNpPsDKCHUs, TpeNoTBpamas oOpa3oBaHHE
XOJIOJTHBIX TPEIIHH.

OnHako ciemyer OTMETUTh, YTO JaHHas
METOJIMKAa BHOCHUT ONPEICIICHHYIO CIIOKHOCTh

B TCXHOJIOTMYCCKYIO IMOATOTOBKY HPOU3BO/-
cTBa, TpeOys TIIATEIILHOTO pacyera PeKUMOB
U 1o00pa MarepHaioB. B cBs3u ¢ aTuM, ee
IpUMEHEHHE ABIsETCS Haubosee 000CHOBAH-
HBIM M SKOHOMHYECKH IIeJIeCO00pa3HbIM MpU
CBapKe M3JEIUN U3 BBICOKOYIVIEPOAUCTBIX U
BBICOKOJICTHPOBAHHBIX CTaJed, CKIOHHBIX K
3aKaJIke U 00pa30BaHMIO TPELIMH B 30HE TEp-
MHYECKOTO BIIHSTHUSL.

Puc. 1. TexHOJIOTHS CBapKH TIACTUYHBIMU MIPOCITORKAMH:
a — moaTarHoe GopMUpoBaHue 1IBa (HATUIaBKa BAJIMKOB); O — CTUIOIIHOE 3aIOTHEHHE PA3IeIIKI
Fig. 1. Technology of welding with plastic layers:
a — step-by-step formation of the seam (welding of rolls); b — continuous filling of the groove

K cnenyromieit crpareruu, nojexanien
THIATEILHOMY  PacCMOTPEHUIO, OTHOCHUTCS
OJIHOCTOPOHHSIS CBapKa CTBHIKOB C HCIOJIb30-
BaHUEM TOJAKJIAIHBIX 3yeMeHToB [l1]. DToT
METO/I IIUPOKO MPUMEHSETCSI B COBPEMEHHBIX
MIPOM3BOJICTBEHHBIX Tporeccax. DyHIamMeH-
TaJbHBIA TPUHLUI JaHHOTO METOoJa 3aKIIIo-
4aeTcs B TOM, 4TO ¢ 0OpaTHOW CTOPOHBI CBa-
pPUBAaEMBIX KPOMOK YCTAHABIIMBAETCS CIICLIU-
aJIbHOE yCTPOWMCTBO-MOJKIAAKA, KOTOPOE BbI-
MOJIHAET KOMIUIEKC KPUTHYECKH BaKHBIX
(GYHKIUI: OHO TPENOTBpAIlaeT BBITCKAHHE
pacruiaBieHHOTO0 MeTajlla CBApOYHOUN BaHHBI
(mpenoTBpamiass TeM cambIM 0Opa3oBaHHE
MPO’KOTa), O0ECHEeYMBAET Ta30BYIO 3alUTy
wi (popMHpOBaHUE MITAKOBOW BaHHBI ¢ 00-
paTHON CTOPOHBI IIBa, U B KOHEYHOM CYETE,
rapaHTUpyeT KadecTBEHHOE (QOopMHUpOBaAHUE
KOpPHEBOM YacTH IIBa ¢ TpeOyeMoil TeoMeTpH-
eil. B CcOBpeMEHHONM IPOMBILIICHHOCTH
HallUId TPUMEHEHHE HECKOJIbKO KOHCTPYK-
THUBHBIX Pa3HOBHIHOCTEH MOJIKIAI0K, Kaxas
13 KOTOPBIX 00J1a7aeT creruuIecKuMH dKC-
TUTyaTal[MOHHBIMU U TEXHOJIOTUYECKUMHU Xa-
paKkTepUCTUKAMH.

Ocraromiasics ~ CTallbHas — TOJKJIAJKa
(puc. 2) u3roraBauBaeTCs M3 Marepuasa, XH-
MUYECKHI COCTaB KOTOPOTO MJIEHTHYEH WU
OMM30K K COCTaBy CBapUBAaEMBIX JETaJCi.
[Tocne 3aBepiieHus mpolecca CBapKU MOJ-
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KJIaJika He JEMOHTHUPYETCS, CTAaHOBSCh HHTeE-
TPaJIbHOM YacThl0 TOTOBOTO M3AETHs. ITO
MPOCTOE M HA/EKHOE pelIeHHe, OJHAKO, OHO
UMEET CYNIECTBEHHBIH HEAOCTATOK — HAaU-
Yyhe OCTAaoIIeNCs MOJKIAAKH CO3JaeT KOH-
[IEHTPATOp HAMpsDKeHWH B 30HE CTHIKA, a
TaK)k€ MOYKET CIOCOOCTBOBAaTH BO3HHUKHOBE-
HUIO KOPPO3HMOHHBIX TMPOIIECCOB B 3a30pe
MEK1y OCHOBHOM JIETAJIbIO Y MOJIKIIAIKOM.
CweMHass MemHas WIM KepaMUvecKas
MOJIKJIaJIKa, B OTJIMYHME OT OCTaIOLIEHCs, TaKas
MOJKJIAJIKa TIOCTE BBHITIOJHEHHS CBapOYHBIX
paboT MOJJIEKUT AEMOHTaxXy. MenHble Moj-
KIIAJKU 00JIaar0T BBICOKOW TEIIOMPOBOIHO-
CTBIO, UTO 00ECTIeYnBaeT MHTEHCHUBHBII OTBOJ
TeIIa OT 30HBI CBAPKU U MPEMSATCTBYET IMPO-
xory. Kepamuueckue MOAKIAIKA, B CBOIO
oyepesib, XapaKTepU3yIOTCs BBICOKOH TEpPMO-
CTOMKOCTBIO U MHEPTHOCTBIO 1O OTHOIICHUIO
K pacIiaBI€HHOMY METaJLTy.
Menno-¢urocoBass moaymka (puc. 3)
NpPEACTaBIseT  COOOM  KOMOMHHMPOBAHHOE
YCTPOMCTBO, COCTOSIIEE U3 MEIHOW OCHOBBI,
BBITIONHSIONIEH (QYHKIHMIO TEMJIOO0TBOMA U
dhopmooOpazoBanus (KaHaBKAa B MEIU MpHUIA-
eT 00paTHOHl CTOpOHE IIBa TPEYroJIbHBIN
npoduib), ¥ TOHKOTO ciosi (iroca, HaHECEH-
HOTO Ha pabouyro moBepxHOCTh. Diroc obec-
MeYNBACT IUIAKOBYIO 3aIIUTy OOpaTHOU CTO-
POHBI CBapOYHON BaHHBI, padUHUPYS METaII



U ylydmas KayecTBO (OpMHPYEeMOro IIBa.
Kputnuecku BaXXHbIM yCIIOBHEM [UIs MOJTy4de-
HUSl KAyeCTBEHHOI'O COEAMHEHUs SBISAETCA
IUIOTHOE TpHXKaThe (PIIOCOBOTO CIIOSI K CBa-
pUBaeMbIM KPOMKaM, YTO HUCKIIKOYAeT MOJTe-
KaHue Metaia. IIpenMymiecTBoM 1aHHOTO
METO/A SBJSIETCS €ro yCTOMYMBOCTh K HE3HA-
YUTEIbHBIM  KOJIEOAHUSAM  3a30pa  MEXAY
KpoMkaMu. OOGacTh NMPUMEHEHHsI OrpaHuYe-
Ha CIy4yasiMH, KOTJa CYILECTBYET TEXHHUYE-
CKasi BO3MOYKHOCTb YCTAHOBKU TaKOM MOAYIL-
KA C OOpaTHOW CTOPOHBI CTHIKA /0 Hayaia
CBapKH{ U €€ MOCIEeIYIOLEro U3BJIECYECHNUS.

Puc. 2. CBapka Ha ocTaroleicst NoJKIaaKe
Fig. 2. Welding on the remaining lining

Puc. 4. Capka Ha rocoBoii moayrike
Fig. 4. Flux-cored welding

Puc. 6. Cxema ycTpoHCTBa 1 pacIIONIOKEHUS ITOIKIIaI-
HOW JIeHTHI (C pacmuPOBKON MO3UITHI):

1 — hopMupyrouUii CIOH; 2 — TYTOTUIABKHUI 3aIIUTHBIH
CII0M; 3 — OCHOBHOI MeTaJl1 KOHCTPYKIUNH; 4 — MOH-
TaxkHas (oibra; 5 — KjaeeBoi cioi Ha doibre; 6 —
(hopMooOpa3yrolas MOBEPXHOCTH JIJIsl 00PaTHOTO Ba-
JUKa; 7 — HUTEBask OCHOBA (POPMUPYIOIIETO CIOs; 8 —
HHUTEBasi OCHOBA TYTOIIABKOTO CIIOS
Fig. 6. Diagram of the device and arrangement of the
backing tape (with the positions explained):

1 — forming layer, 2 — refractory protective layer; 3 —
main metal of the structure; 4 — mounting foil; 5 — ad-
hesive layer on the foil; 6 — forming surface for the
reverse roller; 7 — filament base of the forming layer; 8
— filament base of the refractory layer
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®dmrocoBast nmoaymka (puc. 4), Kkak Ba-
pHUAHT yAep:KaHHs MeTaia U GOopMUpPOBAHUS
00paTHOM CTOPOHBI IIBa OCYIIECTBIISIETCS UC-
KITFOUUTENBHO 33 CUET ChIydero ¢roca, Ko-
TOPBIA YAEPKUBAECTCS B CIELMAIBHOM IpHU-
CHOCOOJIEHUM MAarHUTHOW WJIM MEXaHUYECKOU
MOAyIIKe. DTOT METoa Takke 3(PQHEeKTUBHO
MpEeA0TBPALIAET MPOXKOTH U He mpoBapbl. Kak
U B Cllydae ¢ MeAHO-(IFOCOBOW TOMYIIKOM,
rapaHTHeil KauecTBa SBIISIETCS MJIOTHOE IMPHU-
neranvue (IOCOBOM Macchl K KPOMKam I10
BCEH JJIMHE CTHIKA.

Puc. 3. CBapka Ha MeHO-(IIIOCOBOH TTO/IKIIAIKE
Fig. 3. Welding on a copper-flux lining

Puc. 5. CBapka B 3aMKHYTOM COEJMHEHUU
Fig. 5. Welding in a lock joint

OTaenpHOr0 pacCMOTPEHHUS 3aCTyKUBa-
€T MCTOA, OCHOBAHHBIA He Ha MPUMCHCHUU
BHEIIHUX YCTPOWCTB, @ Ha CIEIUaJIbHON Ieo-
METPHUUYECKON IMOATOTOBKE KPOMOK — 3aMKO-
Boe coenuHenue (puc. 5). B ganHOM ciydae
caMH CBapHBacMble KPOMKH HMEIOT CHEIH-
aNbHBIA TIpOoQMIIs (HAIpUMEpP, THUIA JIACTOY-
KHMH XBOCT), KOTOPbI MEXaHWYECKHU IpENsT-
CTBYET BBITEKaHHUIO METaJlia, TEM CaMbIM 3(¢-
(eKTUBHO MpenoTBpamas o0pa3oBaHHUE IPO-
KOTOB.

OpnHako, AaHHBIA MeTOX O0NamaeTr ps-
JIOM CYIIECTBEHHBIX OrpaHuueHuii. Bo-
IIEPBBIX, OH HE TapaHTUPYET IIOJIHOI'O IIpOBa-
pa 1o Bceil riyOnHe 3aMKa, Tak Kak KOHTPOJIb
HaJ GOpMHUPOBAHUEM KOPHS IIIBa BU3YaJIbHO
3arpyaHeH. OH Takke MpeabsBIsSeT IOBbI-
IIICHHBIC TpGGOBaHI/IH K TOYHOCTU MECXaHHYC-
CKOM 00pabOTKHU CTHIKYEMBIX KPOMOK, TaK KaK
Ja>K€ HE3HAUYUTCIIbHBIC OTKIOHCEHHUA B TI'€O-
METpUM TPUBEAYT K HEKAYeCTBEHHOMY CO-
€IMHEHUIO.

[Ipouiecc MOArOTOBKM KPOMOK SIBIISI€TCS
0oiee TPYAOEMKHM U JOPOTOCTOSIIHAM TIO



CPaBHEHHIO C TOJATrOTOBKOW IOJ CBapKy Ha
MOAKIIAIKAX.

OnnuM u3 Hambosee MPOrpecCHBHBIX
METOJIOB, TIO3BOJISIONINX JOOUTHCS BBICO-
Yailllero KayecTBa KOPHEBOTO 1IBA, SIBJISETCS
TEXHOJIOTUSI C MPUMEHEHHEM MHOTO()YHKIHU-
OHAJIBHOW KOMIIO3UTHOU JIEHTBI. 3aKperuise-
Masi ¢ 0OpaTHOM CTOPOHBI CTHIKA, OHA CIIY>KHUT
aKTUBHOM (GopMOOoOpasyromed 1 TeXHOJIOTHU-
yeckoil moaknaakon [8]. E€ ocHoBHOe OTH-
Yhe OT MACCHUBHBIX aHAJOrOB 3aKJIOYAETCs B
KOMIUIEKCHOM ~ BO3JCHCTBHM: 00ecredeHUH
Tpebyemoro mpoduias oOpaTHOro BallMKa U
Moau(UKAIMK CTPYKTYphl MeTajia IIBa Ha
MHUKpPOYPOBHE, YTO HAIIPSMYIO YJIy4dllaeT ero
SKCIUTyaTallMOHHBIE XapaKTEPUCTUKH.

OCHOBOI JICHTBI CIYKHUT CyOCTpar u3
HETOPIOYEro0 M BBICOKOTEMIIEPATYPOCTONKOIO
CTEKJIOBOJIOKHA. J[aHHBIN MaTepuan obnagaer
KOMIUIEKCOM  HCKIIFOUMTENIbHBIX  CBOWCTB,
KPUTUYECKH BAXKHBIX JUIsI YCIOBUM CBapKH.
Bricokas MexaHuWyeckas MPOYHOCTh Ha pac-
TSOKEHHE, M3TUO W C)KaThe, MO3BOJIAIOIIAs
BBIJIEP/KUBATh JABJICHUE PACIIJIABJIEHHOTO Me-
Tajula. MUHHMMalIbHasi TUTPOCKOIUYHOCTD,
HCKJIFOYAKONIasi PUCK HACBIIEHUs BIJIAaroMl H,
KaK CleJCTBHE, 00pa3oBaHHs TOp B IIBE.
JleHTa uWMeeT ABYXCIOWHYHO KOMIIO3UTHYIO
CTPYKTYpPY, TA€ KaXIblil CJIOW BBITOJHSAET
CTporo ormpeneieHnyo ¢yHknuo. Dopmu-
pytoiuii (JIETKOIJIABKUI) CJION - pacioJioKeH
CO CTOPOHBI CBapuBaeMbIX KpoMokK. [lox Tep-
MHYECKHM BO3JCHCTBUEM CBAapOYHOU JyrU
3TOT CIIOM TUIaBUTCS, 00pa3ys KHUAKYIO IILia-
KOBYIO BaHHY. DJTa IUIaKoBas (pa3a BBIMOJIHS-
€T TPU KJIFOYEBBIE 3a7a4H.

1. ®opmupoBaHuEe TeOMETpHUH — oOec-
[IEYMBAET CO3JaHUE PABHOMEPHOIO U IJIaJKO-
ro o0paTHOro BajJlHMKa C ONTUMAIBHBIM IPO-
¢duneM mporuiaBa.

2. Merannypruueckasi 3amura — H30-
JUpYeT pacIUIaBICHHBIM METalll OT KOHTaKTa
c arMoc(epoit, mpeaoTBpaIlas OKUCICHUE U
a30TUPOBAHUE.

3. PadunupoBanme meramia — 3a cYeT
pPEryaupyeMoro XMMHYECKOTO COCTaBa CJOS
BO3MOXXHA  II€JICHANPABJIEHHAsl KOPPEKLIHUs
XMMHUYECKOr0 COCTaBa MeTajula IiBa (Hampu-
Mep, JETUPOBAHNE WIIM PACKUCIIEHHE).
TyrommaBkuii  (BHemrHUI) cioi. CiayXuT
TEPMOCTOMKUM KapKacoM, KOTOPBIM yIepxKu-
BaeT pacCIUIaBJICHHBIN (OPMUPYIOUTUN CIIOU
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Ha MecTe, MPEAOTBpallas ero MpexaeBpe-
MEHHOE CTEeKaHHE WJIU pa3pylleHue KOH-
CTPYKIIUH JICHTHI.

TexHonornueckue mnapaMmeTpbl JEHTHI,
TakMe KakK IJIOTHOCTH (IIOPUCTOCTb) U TOJI-
IIMHA KaXJI0TO CJIOs, a TaKXKe MX COOTHOIIe-
HUE, SIBJISIFOTCS IEPEMEHHBIMU U TTOAOUPAIOT-
C B CTPOrOM COOTBETCTBHUHU CO CIIOCOOOM
CBapKM W  TPHUMEHSIEMBIMU  PEKHUMAMH.
Hanpumep, niga aBToMmaTH4eCKOM CBapKH MO
(GIrocoM XapakTepHO MPUMEHEHHUE JICHTHI C
MEHBIIIEH TUIOTHOCTHIO W YBEIUYEHHOW 00-
[IEN TOJIIMHON, YTO 00ecIeynBaeT OOIBIINI
00BbEM IIUIAKOBOM BaHHLI W HEOOXOIHUMOE
TeriocoAepkanne. PerynmpoBka TIIOTHOCTH
OCYILIECTBIISIETCSl Ha 3Tare MPOM3BOACTBA 3a
CYeT U3MEHEHHS I1ara U TIOTHOCTHU TIJICTCHHUS
CTEKJIOBOJIOKOH. [l HagekHoW (uKcanuu
JICHTHI 1O BCEW NJUHE CTBhIKA HCIOIB3YETCS
MeTaJlJIH4yecKasi WIM TOoJUMepHas Qojbra c
MPEeIBAPUTEIILHO HAHECEHHBIM TEPMOCTOM-
KHM KJIEEBBIM COCTaBOM, UYTO FapaHTHUPYET ee
IJIOTHOE TIPUJIETaHue K KpoMKaM 6e3 o0pazo-
BaHUS 3a30pOB.

SApkumM  mpuMepoM  KOMMEPUYECKH
YCIEIIHOW peaau3alii JTaHHOW TEXHOJOTHH
SIBIIICTCSL TPOIYKIUST aMEPUKAHCKON KoMIIa-
Huu Fiback [6]. ACCOPTUMEHT Mpejyiaraercs
B JIBYX 0a30BBIX HMCHOJHEHUSIX, ONTHMH3UPO-
BaHHBIX JUId pabOThl B Pa3IMYHBIX JHAIa3o-
Hax cBapouyHoro Toka: 10 200 A u no 600 A
(puc. 7a). Jnsg Kaxaoro W3 WCTHOJHEHUU
MPEIyCMOTPEH BBIOOP IIMPUHBI  TOJOCHI
CTEKJIOBOJIOKHA — 28,5 MM mimm 38 MM, 4TO
MO3BOJISIET THOKO aJanTHPOBATh TEXHOJIOTUIO
MOJI KOHKPETHYIO TOJIIMHY MeTalja U KOH-
¢burypamuro pazaenku KpoMoOK.

AJTOpUTM NMpPUMEHEHUS STUX MaTepua-
noB (puc. 8a, 0), COrIaCHO TEXHUYECKUM YKa-
3aHUSIM, COCTOUT U3 CIIEAYIOLIUX TAIOB.

1. [MoaroroBuTenbHBIN 3Tan (cOOpKa U
3aUMCTKA) - BBIMOJIHAETCSA B TOYHOCTH IIO
TEXHOJIOTUH OyaylIei CBapKu.

2. lleHTpoBKa - KOTZa JIEHTa MO3UINO-
HUPYETCS TakK, 4TOOBI €€ IEHTP TOYHO COOT-
BETCTBOBAJI OCH CBAPHOTO 3a30pa.

3. @ukcauus ¢ obecrieyeHueM repme-
TUYHOCTH. C KJIEHKOro CJIod CHHMAeTCs 3a-
IIUTa, TIOCTIE Yero JieHTa HakienBaetrcs. O0s-
3aTeIbHBIM YCIIOBUEM SIBJISIETCS MPOTJIaXKHBa-
HUE KpaéB ISl CO3aHUS BO3AYXOHEIIPOHUIIA-
€MOT0 YIJIOTHEHHUS.



4. 3apepmaromuid stan (cBapka). IIpo- CTOMKHX KPEMHE3eMHBIX HHUTEeH u HutTed E-
BEJICHHE CBAPOYHBIX pabOT MO YTBEPKIEHHOM CTeK/Ia, O00eclneynBaloUMX MEXaHHYECKYIO
METOJTUKE. MPOYHOCTh M CcTabunbHOCTH (opMmbl. CraH-

[Tomumo 3TOrO, aHAIN3 KOHKYPEHTHOMU JapTHas IIUPUHA JIEHTHl COCTAaBIAET 35 MM
CpeIbl BBISBISIET HAIMYUE HA PHIHKE JPYTUX (puc. 76), uyTOo AenmaeT ee MPUMEHUMOU IS
MEXIYHApOAHBIX aHAJIOTOB, TAKUX KaK JIEHTa CBapKH COEIMHEHUHN C MIMPOKUM JTMANa30HOM
JI®C-3 [7]. Ee KOHCTpYKTUBHOM OCHOBOMI 3a30pOB.

CIIY’)KUT KOMOMHALUS BBICOKOTEMIIEpATypO-

a)

Puc. 7. O6pa3ubl ruOKUX JEHT: a — npoaykT Fiback; 6 — mpoaykt JIOC-3
Fig. 7. Flexible tape samples: a — Fiback product; b — LFS-3 product

6)

Puc. 8. Vcnonp3oBanue rudkoil pukcHpyromen JIeHTH! IpH cOOpKE KOHCTPYKIMH: a — TIOJI0KEHUE JICHTHI
Ha 00paTHOM CTOpPOHE CTHIKA IIepe HauaIoM CBapHBIX paboT; O — BUX TOTOBOIO CBAPHOTO COCIMHEHHS
Fig. 8. Use of flexible fixing tape during construction assembly: a — position of the tape
on the back side of the joint before welding; b — view of the finished weld

JUis  ciaydaeB CBapKd JABYCTOPOHHHX paMHYECKHX MAaTepuajoB, YKJIAIbIBAIOTCS B
pa3zienok B Ka4yecTBe ajJbTEPHATUBHOTO METO- 3a30p Tepe CBapKOW, Iie, pacIijIaBIssACh MO
na (GOopMUPOBAaHUS KOPHEBOTO IMPOXO0Ja MO- BO3JICHCTBUEM OYTH, 00eCreunBaOT (opMu-
KET MPUMEHSATHCS TEXHOJIOTHS C UCTIOIh30Ba- poBaHUEe 00OpPAaTHOTO BAIMKA M METAJUTypruye-
HUEM TUOKUX (POPMOBOYHBIX CTEp>KHEH aua- CKYIO 3aIluTYy.

MetpoM 8...12 mm. JlaHHBIE CTEp)KHHU, W3TO- Crnenuduka pabOThl ¢ THOKUMHU JICHTA-
TOBJIEHHBIE M3 (DITFOCOOOPA3yIOUINX MU Ke- MU TpeOyeT HEyKOCHUTEIHHOTO COOIOACHUS
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pernmamMeHToB  MoArotoBku. IIpoBeneHHbIE
SKCIIEPUMEHTAJIbHBIE UCCIIEIOBAHUS KauecTBa
(hOpMHUPOBAaHUS CBAPHBIX COEAMHEHUN OJHO-
3HAYHO TMOKAa3ajy, YTO JAJIsl o0ecredeHus Tpe-
OyeMBbIX XapaKTEepPHUCTHK IBa (B MEPBYIO OYe-
penb, AN UCKIIOUEHUsl «porosity» - o0pa3o-
BaHUs TIOp) HeoOXouMa o0sI3aTeNbHAs TIPEI-
BapHTeNbHas Mpokanka JeHT. Harpes 1o tem-
nepatypsl 150...200 °C ¢ BbIIEpXKOH B Te-
yeHue 1...2 gacoB [15].

JlarHasi oreparysl HampaplieHa Ha TOJI-
HOE YyJalleHue aJcopOMpOBaHHONW U THUIPO-
CKOIIMYECKOM BJIard U3 IOPUCTON CTPYKTYPBI
neHTsl. Hamnune nmaxke ciemoBoil Biaru npu
KOHTaKTe C PACIUIABIICHHBIM METAJIOM TIpPH-
BOJUT K €r0 OypHOMY Ta30HACHIIIEHUIO U 00-
pa3oBaHuIoO 1e(hEeKTOB.

Oco0oe BHHMMaHUE CIEIYeT VYIAEIUTh
BpeMEHHOMY pernameHTy. Ilocne npouenypsl
MPOKAJIKK JIGHTAa CTAHOBHUTCS KpailHe Turpo-
ckonu4HOi. Bo wu30exaHwe MOBTOPHOTO
HACBILIEHUS BJIarod U3 aTMOCHEPHOTO BO31Y-
Xa, BpeMsI C MOMEHTA U3BJICUCHUSI JICHTHI U3
Me4yu 10 Hayala CBapKU HE JOKHO MPEBBI-
matb 30 munyT. Hapymenue atoro uHrepsa-
Jla CBOJIUT Ha HET BeCh 3PHEKT OT MpeBapH-
TEJNBbHOM TepMO0OPaOOTKH U rapaHTUPOBAHHO
MIPUBOIUT K OpaKy.

B kauecTBe mpakTHUecKOW ampobanuu
PAacCMOTPEHHBIX METOJIOB OblIa pa3paboTaHa
U BHEJpPEHA YCOBEPIIEHCTBOBAHHAs TEXHOJO-
TUsl  W3TOTOBJIEHUS KOpIyca JIpeHaKHOM
HAINOpHOM eMKOCTH (puc. 9) U3 HU3KOJIETUPO-
BaHHOU ctamu 0912C. Kputndeckum TexHO-
JIOTUYECKUM BBI30BOM IIpU CBApKE CTOJIb MaC-
CUBHBIX KOHCTPYKIUH (TonmuHa 10 70 MM)
aBsieTca cobmronenue TpeboBanuit IlpaBumi
oesonacHoctu I[1b 03-576-03, mpenmnuchiBa-
IOUIMX O00s3aTeNbHBIA MECTHBIM TpenBapu-
TEAbHBIA  TOJOTPEB OO  TeMIepaTryp
130...150 °C st meraneit TONIIMHOM CBBIIIE
30 MM, 9TO OOYCIIOBJIEHO HEOOXOIUMOCTHIO

Ki1oueBble TeXHOJI0THYECKHE npeumyumiecTrna,

1. IToBbIlIEHWE TMPOU3BOAUTEIBLHOCTH.
HcknroueHa TpynoeMkas oOIepanus py4dHOU
CBapKHU U3HYTPH.

2. Yayumienune ycnoBuil tpyna. Caap-
IIUKA W30aBJIEHBI OT PabOThI B DKCTpEMab-
HBIX YCJIIOBHSIX.
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MPEeIOTBPALICHUST O0Pa30BaHMs 3aKaJTOYHBIX
CTPYKTYP ¥ XOJIOAHBIX TPEILHH.

CymiecTBoBaBIas paHee TEXHOJIOTHYE-
CKas cxema IpeJrosarajia CleAylmui mpo-
1ecc. ABToMaTHu4eckasi cBapka mnoja (hiocom ¢
BHEIIIHEW CTOPOHBI CThIKa 00edaiiku (4) ¢ 37-
JUNTAYECKUMH JAHUIIaMHu (5, 6). Pyunas wnu
nosyaBToMatuyeckas cBapka (MAG) xopHe-
BOTO CJIOS C BHYTPEHHEH CTOPOHBI €MKOCTH
11 obecriedeHusl MOJTHOTO IPOIUIaBa.

JlaHHBI MOAXOJ MMEIl CYLIECTBEHHBIE
JKCITyaTallMOHHbIE ~ HejocTaTku.  Pabora
CBapIIMKa B 3aMKHYTOM O0BEME TpPHU BHICO-
KOH TemrmepaType OT IpeIBapUTEILHOrO IO-
norpesa. Huzkasi mpou3BOAUTENHHOCT U BbI-
cokasi TpyAoeMKocTh. [loTeHIanbHbpie pucKu
JUTS Ka4ecTBa U3-3a 4elloBeueckoro pakropa B
CTECHEHHBIX YCIIOBUSX.

IIpemiaraeMoe TEXHOJIOTMYECKOE pe-
IIeHHe KapAUHAJIbHO MEeHseT moaxoi. Buen-
peHre MeTo/la OJJHOCTOPOHHEH CBApKH C HC-
MOJIb30BaHUEM THOKUX (OPMOBOYHBIX JICHT
MTO3BOJIMJIO TTOJTHOCTBIO UCKIIIOUUTH BHYTPEH-
Hue paborel. KopHeBOW CiOM KOJBIIEBBIX
IIIBOB TeTeph GOPMUPYETCS 32 OJUH MPOXO]T C
BHEIIHEH CTOPOHBI B Ipoliecce aBTOMaTHye-
cKo#l cBapku moj ¢urocoM. JleHTa, ycTaHOB-
JIeHHasi ¢ oOpaTHOM CTOPOHBI CThIKA, rapaH-
TUPYET ONTUMAIBHYIO T€OMETPUI0 0OPATHOTO
BAJIMKA U 3alIUTY METajjla OT OKUCIIeHus [8].

Jlnst oOecrieueHrsT BBICOYAMIIIETO Kade-
CTBa COEIUHEHUS OBLI MPOBENEH KOMILIEKC
paboT TO ONTUMHU3AIUU PEKUMOB CBAPKHU
(Tab1.), yIUTHIBAIOIINH, KaK XapaKTePUCTUKH
caMmol JIeHTHI (TEepMOCTOHKOCTH, Ta3000pasy-
I0Iasi CrocOOHOCTh), TaK M MapaMeTphl OC-
HOBHOTO Marepuana. lIpuMeHeHue mpoBe-
PEHHBIX PACXOJHBIX MAaTepUAIOB — MPOBOJIO-
ku OK Autrod 12.22 u dpmoca OK Flux 10.71
(ESAB) — obecrieunsio cTaOUILHOCTh MeETal-
JYPrUYECKUX IPOILIECCOB B CBAPOYHON BaHHE
u TpedyeMble MEXaHWYEeCKUE CBOMCTBa CBap-
HOTO COSAMHCHHSI.

NMOATBEPKICHHbIC BHECAPCHUEM

3. TloBTOpsIeMOCTh M CTAOMJIBHOCTH Ka-
yecTBa. [Ipouiecc aBTOMaTu3upoBaH, BIUSIHUE
YeJI0Be4YeCKOoro (hakTopa MUHUMHU3UPOBAHO.

4. CobmtofeHne HOPMAaTHBHBIX Tpebo-
BaHuU. TexHonorus o0ecreuyrnBaeT BHITIOJIHE-
Hue Bcex ycnosuit 11b 03-576-03.



Puc. 9. EMKocTh HanopHas IpeHakHas
Fig. 9. Pressure drainage tank

Jns aBTOMAaTU4eCKOW CBapKd MOJ CJIO-
eM ¢uroca ucHoib3yeTcss mpoBoiioka OK

Autrod 12.22 n dmoc OK Flux 10.71 ¢upmsr
ESAB [8].

Ta6numa
[TapameTpsl pekrMa aBTOMATHIECKON CBAPKHU MO/ CJI0eM (JIr0ca KOJBIIEBBIX IITBOB
Table
Parameters of automatic welding mode under flux of annular seams
Ne mpoxoma CBapo4HEI TOK, A CapouHoe HanpshkeHue, B CKOpOCTh CBapKH, M/4

1 (kopeBoit) 400-450 26-28 39-42

2 500-600 28-30 39-42

3 600-650 29-31 36-39

4 600-650 30-32 30-33

5 u nocneayouue 700-750 31-33 27-30

[IpermyriecTBOM THMOKHMX JIGHT SIBJISIET-
CA BO3MOKHOCTb MX IMPUMCHCHHUC IJId COCOU-
HEHUH CIIOKHOW (OpPMBI M JPYTUX CIydaesB,
KOTJla WCIONB30BaHUE JAPYyrux (Gopmupyro-
IMX YCTPOMCTB TpyaHOpeanuzyemo. Pa3Bu-
THE COBPEMEHHOU IPOMBIIIJIEHHOCTH I103BO-

BuiBOaBI

[IpuMeHeHne pa3InYHBIX MeTaJlInde-
CKUX, KePAMHUYECKUX, (IIFOCOBBIX U CHHTETH-
4ecKUX (OPMUPYIOUINX YCTPOMCTB MO3BOJISET
3aMEHUTh JBYCTOPOHHUE LIBBI HA OJHOCTO-
POHHUE TIPU CBAPKE TOJICTOCTEHHBIX XUMHYE-
CKHX aIllapaToB.

['nOkuie CHHTETHYECKUE JICHTHI SBIISAIOT-
Csl IEPCIIEKTUBHBIM MPUEMOM (OPMUPOBAHUS
KOPHEBOT'O CJIOS IIBA CJIOXHOH (opMmbl. Pa3-
paboTaHa TEXHOJIOTHs CBapKH KOpITyca Ape-
HAOKHOM HAMOpHOW €MKOCTH, IO3BOJIMBIIAS
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JI€T H3roTaBJIMBATh JICHTBI C Ppa3IMYHBIMU
reoOMCTPpUIYCCKUMU TMapaMCTpaMH, MCXaHUYC-
CKHMH CBOMCTBAMHM M XHMHYECKHMH COCTa-
BaMH, YTO paclIupsACT BO3MOKHOCTU HUX IIPU-
MCHCHHUA.

UCKJTFOUYUTh HEOOXOAMMOCTh PYYHOTO BBITIOJI-
HEHUsI KOPHEBOTO CJIOS IIIBa.

Takum 00pazoMm, BHEIPEHHE PACCMOT-
PEHHBIX METOJIOB, B YaCTHOCTH TUOKUX (op-
MOBOYHBIX JICHT, SIBIIIETCSI HE TIPOCTO TEXHH-
YECKUM YCOBEPIIIEHCTBOBAHUEM, a CTPATETH-
YeCKHM MIaroM B TIOBBIIIEHUH TEXHOJOTHY-
HOCTH, KauecTBAa U IKOHOMHYECKOU 3Pdek-
TUBHOCTH TIPOM3BOJICTBA CBapHBIX XHMHYE-
CKUX alllapaToB, YTO TMOJHOCTHIO COOTBET-
CTBYET TCHICHIIMSIM pPa3BHTHS COBPEMEHHOMN
1U(GPOBOI TPOMBIIIIICHHOCTH.
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