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B nacmoswee epems 6 AO « MCC» umenu axademuxa M. @. Peuwiemnesa npogodsamces pabomul no oc-
B0€HUI0 NPOU3BOOCMBA 3A20MOB0K cUOKUX 601H0600HbIX cekyuti (I'BC) cevenusmu om 20x10 0o 70x30,
¢ moawunou cmenku 0,1 mm uz meonozo cnrasa bpb?2. I[lpedenvhbie OMKIOHEHUS PA3MEPOS GHYMPEHHE20
xkanana cocmaensiom e 6oree 0,1 mm. Taxue memoovl uzeomosnenus 3aeomogok I'BC Oasnenuem, xax
packamka u blmsxicka, 3anumaiom 0o 20 pabouux cmen u eKIONaOm 6 cebs 60IbUL0e KOTUYECTNB0 YUKI08
(om 6 0o 8), mpebyiom nposedeHusi mepmoodpaboOmKy U Mmpagienus oemaiel nocie Kaicoo2o YUKId.
B cea3zu ¢ smum 6vi1a nocmasnena 3a0aua no CHUNCEHUO mMpyooémMKocmu uzeomosienus 3a2o0mogox I’ BC.
Pewenuem 3a0auu modcem sensimvcs ceapka obeyaex u3 AUCmOBbIX 3a20MOBOK HA (popmupyioujem npu-
CHOCOONEeHUU ¢ NOCTEOVIOUUM BbINOIHEHUEM NPOOOIbHO20 Wed. B pamkax pewienus nocmasnenHol 3a0a4u
BbINOJHEH pacuem KOIUYeCmea SHepeuu, HeoOX00umo2o O NPONIAGNeHUs KPOMOK Oemanu, nposeoeH
AHANU3 8O3MONCHOCU COOPKU DASTUHHBIMU CHOCODAMU CE8APKU MOHKOCHEHHBIX 000J10YEK C MOYHbIMU
pasmepamu.

Ananuz mamepuana noxazain, Ymo ceapKa OO0INCHA NPOBOOUMbBCSL 8 UHEPMHbIX cpedax. s ceapku 06-
Pasyos ovLau 6biOPaAHLL CROCOOBL: 0Y208as C8APKA 8 cpede 3auWUMHO20 243d aP2OHA HeNIASIWUMCS JJIeK-
MPOOOM, MUKDONIA3MEHHAA U Na3epHas ceapka. B xode pabom oOwvinu ceapenvt 30 obpasyos 100x200,
noxaswigarowue, 4mo npu 0y2080U U MUKpPONIA3ZMEHHOU ceapke oopaszytomcesi degpekmul y 70 % 0bpasyos,
6 MO 8peMsi KaKk npu 1a3epHoll ceapke — moavko y 5 %. [lonyuenvl credyrowue 6b1600bl: npu 0Y208biX CHO-
cobax ceapKu Manvblx MOJWUH BO3HUKAIOM HEOONYCMUMbLE OeheKmpl U3-3a HeCMAOUILHOCU OVeU, M020d
KaK npu UCnoIb308aHul J1A3epHOU CEapKU HAOIIOAemcs PAGHOMEPHOe (GOPMUPOBAHUE CEAPHO20 WEA.
Ha obpasyax, ceapennvix nazepHoi ceapkoii, bvliu nposedeHbl Memanilocpaguyeckue Uccie008anus u uc-
NLIMAHUsL HA pa3psle, NOKA3bIearowUe YOeIbHYI0 RPOYHOCHb MEMAIAd C8apHo20 wea He mernee 90 % om
NPOYHOCMU OCHOBHO20 MEMANIA U OMCYMCmEUe 0eqheKmos 6 ceueHuy Memaind ued.

Knouesvie cnosa: 3aeomoeKa, 1da3epHas ceapka, 60JIHOB00.
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Currently, JSC “ISS” named after Academician M. F. Reshetnev is working on the development of the
production of billets of flexible waveguide sections (DHW) with sections from 20x10 to 70x30, with a wall
thickness of 0.1 mm made of BrB2 copper alloy. The maximum deviation of the size of the inner channel is
not more than 0.1 mm. Such methods of manufacturing DHW blanks by pressure, such as rolling and
drawing, take up to 20 working shifts and include a large number of cycles (from 6 to 8), require heat
treatment and etching of parts after each cycle. In this regard, the task was set to reduce the complexity of
the production of DHW blanks. The solution to the problem can be welding of shells from sheet blanks on a
forming device, followed by the execution of a longitudinal seam. As part of the solution of the task, the
calculation of the amount of energy required to melt the edges of the part was carried out, the analysis of
the possibility of assembly by various welding methods for welding thin-walled shells with exact
dimensions was carried out.

The analysis of the material showed that welding should be carried out in inert media. The following
methods were chosen for welding the samples: arc welding in the environment of argon protective gas with a
non-melting electrode, microplasma and laser welding. In the course of the work, 30 samples of 100x200
were welded, showing that 70 % of the samples are defective during arc welding and microplasma welding,
while only 5 % are formed during laser welding. The following conclusions are obtained: with arc welding
methods of small thicknesses, unacceptable defects occur due to the instability of the arc, whereas when using
laser welding, uniform formation of the weld is observed. Metallographic studies and tensile tests were
carried out on samples welded by laser welding, showing the specific strength of the weld metal at least 90 %
of the strength of the base metal and the absence of defects in the cross section of the weld metal.

Keywords: billet, laser welding, waveguide.

Beenenue

PazBuTHE TEeXHONOTHI B MPOU3BOACTBE KOCMUYECKON TEXHUKHU HJIET B COOTBETCTBHUHU C IEIISIMU U
3a/la4aMi, KOTOPBIE ONPEIEIIOTCS TOTPEOUTESIMHA CITyTHUKOBBIX YCIYT Ha ONVOKaWIIyI0 M AITUTEIh-
HYIO MEPCHEeKTHBY. B HacTOSIUil MOMEHT pa3BepHYTHI IPHOPUTETHBIC PA0OTHI IO CO3/IaHUI0 MHOTO-
CITyTHUKOBOU cucteMbl «Cdepay, B KOTOPYIO OYAYT BXOIUTH TaKue OpOUTaIBHBIC TPYIITHUPOBKH, KaK
«Oxcnpecc-PB», «Ckud» u «Mapadony», cocrosme u3 6onee yeM 270 KOCMUYECKHX aImapaToB
(KA). IIpu mmanupoBanmu mpon3BoacTBa KA yka3aHHOW CHCTEMBI OIpeaeieHbl CIeIYIONINe HalpaB-
JICHHS U 3371a4u, TPeOYIOIINE OCBOCHHUSI U PEIICHHUS:

— CYIIECTBEHHBIH POCT KOJUYECTBA U3rOTaBINBaeMbix KA;

— CHM)KCHHE CTOUMOCTH IMPOU3BOJACTBA KA u CPOKOB UX U3I'OTOBJICHUS,

— COBEpIIEHCTBOBaHNE TEXHUUECKUX XapakTepucTuk nojie3Hor Harpysku (I1H) KA, paborarormmx
B Aualria3oHax BBICOKHX 4aCTOT,

— yBenn4yeHne B cocraBe mpousBoauMbIx KA nomu ITH coOCTBEHHOTO M3TrOTOBNIEHHUS, B TOM YHCIIE
C 1IEJIBI0 00ECTICUECHUS] MMITOPTO3aMEIIEHUS ¥ UMITOPTOHE3aBUCUMOCTH.

Hcxons m3 ykazaHHBIX 3ajlad, ONpeAeIeHbl IPUOPUTETHRIE HAMPaBICHUS TEXHOJOTHYECKOTO pas3-
ButHst AO «MICC», oqHIUM U3 KOTOPBIX SBIISETCS Pa3BUTHE COOCTBEHHOTO BOJHOBOJIHOTO MPOU3BOI-
CTBa, 00ECIEYNBAIOIIETO COBPEMECHHBIN HayYHO-TEXHUYECKHI yPOBEHb MpoayKimu [ 1-3].

376



Pazoen 3. Texnonoeuueckue npoyeccel u mamepuansl

VY CIIOBUS DKCIUTyaTallii COBPEMEHHBIX BOJTHOBOJIHBIX TPAKTOB TPEOYIOT IPUMEHEHUS B COCTaBE UX
KOHCTPYKINI THOKMX BomHOBOAHBIX ceknmii ('BC). YuuTeiBas 10, 4TO Ha CETOAHANIHMIA 1eHb B Poc-
cun Het nmpousBoauteneid ' BC tpeGyemMoro ypoBHA, a TOCTaBKH MPOAYKINU TaKUX BEXYIIUX MHPO-
BBIX mpou3BoauTene, kak Cobham Microwave, 3aTpyIHEHBI WJIH HEBO3MOXKHEI, m3roToBiearne ['BC
COOCTBEHHBIMU CHJIAMH SIBIIIETCS Oe3aIbTEPHATHBHBIM yclioBHeM KomiuiekToBanus ITH KA mpowus-
BoacTBa AO «MCCy». BHenpeHne TEXHOJIOTHH JIa3e€pHON CBApKH 3arOTOBOK THOKHWX BOJHOBOIHBIX
CEKIINH — OJTHO W3 PEIICHNH, MO3BOJIAIONINX 3HAYUTEIHHO COKPATUTH CPOKH U CTOMMOCTH U3TOTOBIIE-
HUS BOJTHOBOJIOB, 00€CTIEYHUTh TPeOyeMyI0 TOYHOCTh TEOMETPUYECKUX pa3MepPOB BOJIHOBOJHBIX KaHa-
JIOB, a, CTIeIOBATENFHO, ¥ TOYHOCTH MPOXOISIIEr0 CUTHAIA.

[IpopaboTka BO3MOXHOTO criocoba cOopku 3arotoBok ['BC mokasanma HEIOCTATOYHBINH YPOBEHB
M3YYEHHUS BOIMPOCOB (POPMHUPOBAHNS KAUeCTBEHHBIX CBAPHBIX COSTMHEHNH TOHKOJIMCTOBBIX 3aTOTOBOK
W3 MEIHBIX CIUIaBOB. Pa3paboTka W BHEIpPEHUE TEXHOJIOTHIECKOTO Tporiecca JiazepHoii ceapku ['BC
MoTpeOOBAIM aHATIMTUYECKOTO pacueTa TEIUIOBBIX PEKMMOB CBAapKH, C MOCICAYIOIIMM MOATBEPIKIC-
HHUEM PE3yJIbTaTOB pacuera MeToAamMu (H3MUECKOr0o MOJCIUPOBAHUS, T0100pa 000pyI0BaHUS, TIPO-
eKTHPOBAHUS U W3TOTOBJICHUS CIEIUATM3UPOBAHHON OCHACTKH, OOecreumBaronieii Tpedyemsple reo-
METPHIO 3arOTOBOK, (DOPMUPOBAHHE CBAPHOTO IIBA, a TAKXKE YPOBEHB 3allUThI CBAPHOI'O IIIBAa B IPO-
1ecce cBapku. TepMOMEXaHWYECKHE BO3JCHCTBUS, KOTOPHIC HCIBITHIBAIOT BOJHOBOJIHBIA TPAKTHI
B TEUCHUE CPOKA aKTUBHOTO cymecTBoBaHUsI KA (1o 15 ser), TpeOyIoT Tak ke OICHKH HaIpPsKEHHO-
nedopmupyemoro cocrosiusi ' BC mociie cBapku U OLEHKY HMPOYHOCTHBIX XapaKTEPUCTUK CBApPHBIX
coenunaenuii ' BC. Psin u3 ykazaHHBIX BOIPOCOB SBJISCTCS MPEIMETOM JTAHHOM CTAaThH.

BxoaHble 1aHHbBIE

OcnoBHbIM 31emenToM ['BC siBisiercst Todpa ¢ KecTKUMH TpeOOBaHUSIMH KOHCTPYKTOPCKOH T10-
KyMEHTAlLlMU [0 TOYHOCTH BHYTPEHHUX pa3MepoB KaHaina B npeaenax 0,1 MM 1 OTKIOHEHHSIM 1O TOJI-
muHe cteHkd B npeaenax 0,01 mm. HeoOxoauMocTh OTCYTCTBUSI CKBO3HBIX /1e(DEKTOB METallia U BbI-
COKOIl TOYHOCTH T€OMETPHUH BHYTPEHHEro KaHaja oOycJoBjieHa TPeOOBaHUSIMH PaJHOTEXHHYECCKHUX
napamMeTpoB, a TAKXKE Macca-rabapuTHBIMU M IPOYHOCTHBIMH TPEOOBAHHSIMHU.

B nactosaumit MmomenT B AO «MCC» BHeApeHBl psii TEXHOJIOTHH MO M3TOTOBJIEHUIO 3arOTOBOK
I'BC npu nomoinu Mexanudecko nedopmaruu. M3BECTHBI METOIbI M3TOTOBJICHUS 3aroToBok ['BC,
TaKkHhe KaK packaTka M BHITSXKKa [4; 5]. brnaromaps 3TUM TEXHOJIOTHSAM TOJIy4atOTCS T€OMETPUUYECKU
TOYHBIE 3aTOTOBKH, C BRICOKMM KaueCTBOM BHYTpEHHeW moBepxHocTH. OHAKO 3TH METOJbI 00paboT-
KH JaBIIEHUEM 00JIQIal0T CYIECTBEHHBIMH HEJOCTATKaAMH.

Tak, nporiecc U3roTOBJICHUS 3aTOTOBOK METOJAaMHU JABJICHUS XapaKTEPU3YEeTCsl 3HAUUTEIBHOU Tpy-
JIOEMKOCTBIO ¥ MOXKET 3aHUMaTh 10 20 pabounx cMeH. KomnvecTBo MOBTOPSIOMIMXCS ONepanui, He-
00XOJIMMBIX IS TOCTHKEHHS TPeOyeMoro pasMepa, COCTaBIseT OT 6 10 § IMKIOB — 3TO HaNMEHBIIee
YHUCIIO MEePEXO0JIOB, BBITIOIHIEMBIX ¢ HauOOIbIIeH CTeNeHbl0 Nedopmarn 6e3 nedeKkToB B BUae pas-
pPBIBOB MeTaiuia. B cBOXO ouepe/p, YHCIIO IUKIOB TaK)Ke 3aBUCHT OT pa3Mepa ceueHus Oymymieit ruo-
KoM cekiuu (4em OoIbIlie cedeHHe, TeM OOJIbIlle YMCIO IMKIOB). bonee Toro, m3-3a CTPyKTYypHO-
(hazoBBIX MpeBpalleHuii B OCHOBHOM MeETajule, IOCIie KaKIOro IHMKIA 3arOTOBKH HEOOXOAWMO TO/I-
BEpraTh TEPMUYECKOH 00pabOTKe, a TakKe MPOBOAHTH OIEPAIlMH TPABIECHUS TMOBEPXHOCTU JETATH
nepen MpoBeIeHUEM HOBOTO IUKJIA.

B manHO#t paboTe ObUTa perieHa 3aa4a 1Mo MOTyYSHHUI0 TEXHOJIOTHHA H3TOTOBICHHS 3aroToBOK [ BC
C MUHAMAJLHBIMH 3aTpatamu Tpyaa mist cedeHuit ot 20x10 mo 70x30, ¢ tommuuoit crenku 0,1 Mm
u3 megnoro cmasa bpb2 JAITPHM I'OCT 1789-13.

IMpenyoxxeHHBbIH MOAX0]

Pemennem moctaBiaeHHOM 3a1aun sSBIsieTCsl cOopka 3arotoBok I'BC mpu momomu cBapku. B cpas-
HEHHUHU C METoJIlaMH OOpabOTKH JaBIICHUEM, CBapKa HanboJiee SKOHOMHYHBIN MPOIECC MOTYUYCeHUs 3a-
TOTOBKH, KOTOPBIN 3aKTIOYAETCS B COSAMHEHUH ITPOIOIHHBIM IITBOB JIICTOBBIX 3aTOTOBOK C TpeOyemoun
TOJIIIIMHOM CTEHKH Ha orpaBke (GopMHUpYIOLIero npucnocodiaenus. B pesynabTare nporecc u3rotosie-
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Hug 3arotoBok I'BC no konuuecTBy omnepanuii cokpaTuTcst ¢ 6—8 MHOTOJAHEBHBIX LIUKJIOB, BKIIIOYAIO-
IIUX 10 HECKOJBKY OIepaluii U MepexoJIoB, 10 3 onepanuii, COCTOANINX U3 TPABJICHUS 3arO0TOBOK ITe-
pen cBapKoi, COOpPKY ITOJ CBapKy U CBapKy, 0e3 ydéra orneparuii o TpaHCIIOPTHPOBKE M KOMITICKTO-
BaHMIO, 3aHUMAIOIIMX B OOIIEH CII0KHOCTH He OoJjiee 4 4.

IIpenBapurensHO TIEpe MPOBEACHIEM CEPHH IKCIIEPUMEHTABHBIX paboT 1O cBapke o0pa3IioB OIl-
peIeNeHbl CIOCOObl, BUABI M IPEIBAPUTEIBHBIC PEXUMBI CBAPKH, OCHOBAHHBIC HA TEOPETHIECCKOM
aHaIM3e CBapMBACMOCTH MaTepraja W pacueTe IMOTOHHOH SHEPTrud, HEOOXOAMMOW IS JOCTHKCHUS
TpebyeMoro mporuraBa. Takke ydTeHBI TPeOOBaHMSI KOHCTPYKTOPCKOW JTOKYMEHTAIlUW, CBS3aHHBIC
C TONIIWHOHN meTanw W mojeM momycka 0,1 MM Ha TeoMeTpHUYecKHe pa3Mephl BHYTPECHHHX KaHAJIOB
BOJTHOBOJIOB.

AHaJH3 CBAPUBAEMOr0 MaTepHuaJia

BrimonHen ananmu3 cBapuBaeMoctu Matepuana 'BC u3 menHoro crutaBa. Meap M ee CIUIaBHI IO
CPaBHEHUIO C JPYTUMH METaJJIaMH, HAIIPUMED, HEPIKABEIOIICH CTallblo, 00JIaJal0T BBICOKOW aacopo-
LIMOHHOM CIIOCOOHOCTHIO, BCIICJICTBUE YETO ISl CHIDKCHUSI IOPUCTOCTH B HAILIABIICHHOM METaJljia MPU
CBapKe MEJM U €€ CILIaBOB TpeOyeTcss 0OCOOSHHO THIaTeNbHAas MOATOTOBKA MOBEPXHOCTH, a TAKXKE Ha-
JIS)KHAs 3alllUTa CBAPHOTO COCIUHEHHS B mporecce cBapku. OcHoBoll craBa bpb2 sBnsercs mens u
okoJio 2 % Oepminiust (cM. TabnHIly), KOTOPBIA MPH B3aMMOACHCTBUU C OKPYXKAIOUIEH Cpeloi JIErKo
OKHCIIIETCS C 00pa30BaHUEM OKHCJIOB Pa3jMYHBIX COCTaBOB, M3 KOTOpbIX Be,O; mmeer Ty, = 733 K
U Ty = 2397 K, mo 3Tol mpUYMHE MOJXOMASIIMM BHJOM CBapKH SIBISICTCS CBapka B WHEPTHBIX
cpenax [6].

Xumnueckuii cocraB bpb2

OnemMeHT Fe Si Ni Al Cu Pb Be IIpumecu
Conepxanue, % 1m0 0,15 1o 0,15 0,2-0,5 1o 0,15 96,9-98 | mo 0,005 | 1,8-2,1 0,5

AHAJH3 METOI0B CBAPKH

BrimonHeH aHanu3 pa3iuYHBIX cr1oco00B n3rotoBieHus ['BC, cOOTBETCTBYIOMIMX MOCTaBICHHBIM
3amayaM. B mutepaType mmpoKo OmMcaHbl METOJIbI CBAPKH TOHKOCTEHHBIX 000JI0YeK, KOTOpBIe 00pa-
3YIOTCS U3 JIGHT C MOMOIIBI0 (DOPMYIOIIUX YCTPOMCTB pa3iMyHBIX CIIOCOOOB CBapKH KPOMOK ATHX
JIEHT. AHAJIHU3 JIUTEPATyphl TIOKa3all, 4TO JJIS pacCMaTPUBAEMON KOHCTPYKIIMHA HAauOOJIee TTOAX O ISIIIH-
MH MOTYT OBITH CIEYIOIINE BUABI CBapKH: KOHTAaKTHAs IIOBHAs, MHUKpOIUIa3MEHHas, 3JIeKTPOHHO-
JmydeBasi, JyroBas CBapka B Cpele 3allUTHOTO Ta3a HEIUIABANIUMCS DJIEKTPOAOM, a TaKkke
naszepHas [7].

Kax m3BectHO, KOHTaKTHO moBHas cBapka (KIIC) sBnsercss cI0XHBIM TEPMOMEXaHHYECKUM IIPO-
LIECCOM, TIPH KOTOPOM HarpeB W pacIUIaBIeHHE MeTalula JeTalieil, CKaThIX POJIMKAMH, OCYIIECTBIIIET-
Cs 32 CUET TEIUIOTHI, BHIJIEISIEMOI TOKOM Ha COMPOTHBIEHUH y4JacTKa AIeKTpos — anmektpon [8]. I1po-
HW3BECTH CBApKy MOKET MO3BOJUTH oOopymoBanme (MILIK-20025K), kortopoe mpeaHazHAUCHO IS
IIOBHOM CBAapKH JieTajell U3 BETHBIX METAJUIOB U UX CILIaBOB TONIIMHOM oT 0,05 10 0,4 MM.

Crioco6 KHIC o6amaeT HEeCKOIBKIMH HEAOCTATKAMH:

— oOpa3oBaHKe HaxJIECTa MOCIE CBAPKU BEJCT K HAJTMYUIO HEOJIHOPOJIHOCTH BO BHYTPCHHEM KaHa-
Jie B BHJIC HECTUIABIICHHON KPOMKH, BIHSIONICH HA Ka4eCTBO MeTauindeckoro mokpeitus 'BC u Bmo-
CJICICTBHH Ha Ka4eCTBO PaTUOCHUTHANA,;

— CIIO’KHOCTDH o0OecrieueHus1 COOpPKH KPOMOK TOJT CBapKYy;

— BBITIOJTHEHHE CEYCHHM 3aroTOBOK MeHbIe 60 x 30 He mpeacTaBisieTcsi BOZMOKHBIM, TaK KaK BBI-
3BIBACT 3HAYUTEIFHOE 3aTPYJAHCHHUS IO OOECICUCHHIO MPSMOJMHEHWHOCTH (HOPMHUPYIOMIEH ONpaBKU
MaJIOTO CEUCHUS M3-3a YCHUIIUS, CO3/1aBAEMOT0 JIEKTPOIAMHU.

CrenyromuM paccMaTpUBAaeMBIM BHIIOM CBApKH SBISIETCS dJEKTpOHHO-ITydeBas cBapka (DJIC).
TexHomorus 3aKiI04aeTcst B 3IEKTPOHHON OOMOApANPOBKE MaTEpHaAIOB B BaKyyMe, KOTOPBIN SIBIISET-
sl HEOOXOIMMBIM YCIIOBHEM YCTOHYMBOTO MPOBECHHUS TpoLiecca cBapku [9].
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Amnanu3 crocoba mokasan, uyTo BHegpeHue npouecca IJIC Ha MpeanpHusITHH COMPOBOKAACTCS BbI-
COKOH TPYJOEMKOCTBHIO BCIIOMOTaTEJIbHBIX OIEpalrii, YTO CHIXKAET TEXHUKO-3KOHOMHUYECKYIO 3 dek-
TUBHOCTB TIpolecca. [IpyruM HeJOCTaTKOM SIBJISIETCS] BBICOKasi CTOMMOCTD KOMIUIEKTa 000pYIOBaHMS,
COCTABJIAIOIIAS OT 2-X JI€CSTKOB MJIH PYO.

B nutepartype onmucaHbl criocoObI 1O CBapKe AeTaneil U3 UBETHBIX METAJUIOB TOMIIMHON 110 0,2 MM
B UMITYJIbCHOM PEXHME B CpPEJie 3aIIUTHOTO ra3a aproHa Kak MUKpOIUIa3MEHHOM, TaK U JyTOBOH CBap-
KOM HemaBsuMCs MIEKTpoAoM. MukporiasMeHHas cBapKa XapakTepusyeTcs 00j1ee KOHLEHTPHPO-
BaHHOH YJIEJIbHOM SHEPruel 3a cUeT UCOIb30BaHud cxxaTou nyru [10; 11].

PaccmaTpuBast AyroBy:0 U MHKPOILIa3MEHHYIO CBapKy MOKHO CAEIATh IPEATNOJIOKEHHE O BO3-
MOYXHOCTH MOJYYEHHUS! KAUECTBEHHOTO CBAPHOIO COCOMHEHUS] C MUHHUMAJIbHBIMU 3aTpaTaMH Ha 000-
pyZIOBaHME U TPYIOEMKOCTH OINEPaLnii.

JlazepHas cBapka o0janaeT BHICOKMM 3HAaYEHHWEM ITOTOHHOW SHEPrHHU U IO 3TOMY IOKa3aTelo Cy-
IIIECTBEHHO MPEBOCXOAMT APYTHE CIOCOOBI CBapkH, B oTnu4nMe OoT AyrW W IIIa3Mbl, Ja3epHBIA Ty
uMeeT OO0JBIIYI0 CTAOMIBHOCTh IPOLIECCa BCIEACTBHE OTHOCUTEIBHOM MIPOCTOTHI YIPABICHUS SHEpre-
TUYECKUMHM XapaKTEPUCTHKAMH JIA3€PHOro n3iIydeHus [12].

Pacuer pe:kuMoB cBapKkH

[IpoBenen aHanM3 TETIOBBIX MPOIECCOB, MPOTEKAOINX MPH (HOPMHUPOBAHIH CBAPHOTO COENWHE-
Hus. Tak, pacueTHO-aHATUTHYECKUM METOJIOM OIpEACNICHbl OPUECHTUPOBOYHBIE PEKHUMBI TEIJIOBJIO-
JKEHUS, HEOOXOIMMOTO U TOCTATOYHOTO T (hOPMHUPOBAHUS CBAPHOTO COCIUHCHHUS TpeOyeMbIX rada-
puToB. {7151 pacueTa TEmIOBBIX IpolieccoB 3aroToBok I'BC onpeneneHs! ycaoBus, MPU KOTOPBIX I0C-
TUTaeTcs Tpedyemoe (OpMHpPOBaHHE CBApHOTO IIBa. Mojenh HarpeBaeMoro Tella — TOHKOCTEHHas
MUIMHAPUIECcKas 00071049Ka, KOTOpas MOXKET OBITh NMPUpPABHEHA C TOCTATOYHOU CTEMEHBIO TOCTOBEP-
HOCTH K MOJICJT! HarpeBa IUIaCTUHBI MTPH IIOMOIIA MTHOBEHHOTO JIMHEWHOTO MCTOYHHKA TEIUIOTHL. M-
MOJIb30BaHNE MTHOBEHHOTO JTHHEWHOTO0 MCTOYHMKA OOOCHOBBIBAETCS pa3MepaMH CBAapHOTO IBa (ILH-
puHa Meree 1 MM u TiyOuHa nporuiaBieHus 0,2 MM), BRICOKOH TEIUIONPOBOJHOCTHIO OEpHILTHEBOM
OpOH3BI B CPaBHEHHH C TETUIONPOBOTHOCTHIO CTALHON KIMHOBOM ONPaBKH, HA KOTOPO# GopMupyercs
CBapHOE COCJAMHCHUE, M UHTCHCUBHBIM 00 yYBOM 3aIlUTHBIM Ia30M MECTa CBAPKU. YUUTHIBAs OTH (akx-
TOpBI, TIpeHeOperast GaKTOPOM PacCIPOCTPAHEHHSI TETUIOTHI B TUTACTHHE C MOBEPXHOCTHOW TETJIOOTa-
Yeid, KOJIMYECTBO BBOJIMMOM TEIUIOTHI BhIpaXkaeM Gopmymon [13]

AT:Q—/Se—rZ/élat’ (1)
4mepat

rae r=+/x”+y’ — PacCTOsHHME IO PACCMATPHBAEMOIl TOUKHM OT Hayaja KOOPIMHAT, I ObLia BBe-

JeHHas teriota Q; 6 — ToNmuHA IacTuHbl; AT — mpupalieHre TeMIepaTypsl B pacCMaTpHBaEMOi
TOYKE C KOOPAMHATAMH X, V, Z; { — BPEMSI, OTCUNTHIBAEMOE C MOMEHTA BBEACHUS TEIUIOTHI; P — IUIOT-
HOCTh T€jIa B HOPMAJIbHBIX (PM3UYECKHUX YCIOBHSIX; ¢ — YACNbHAs TEIUNIOEMKOCTh; a = A / (cp) — KO-
(DUIMEHT TEMIIEPaTyPOIPOBOTHOCTH.

Haxoanmo KoJM4ecTBO TEIIOThI, HYKHOTO 1Sl GOPMHUPOBAHUS TOYEIHOTO CBAPHOTO COEIMHCHHUS

4matdcpAT
2 ’
e’ /4at

0= 2)

[Toy4yeHHOE 3HaUECHNE KOMYECTBA TEIUIOTHI cocTaBiseT 3,9184 JIx.
Ucnonw3ys ¢popmyiy (3) pacuera 3hpeKkTHBHON TETIIOBOM MOIIHOCTH, yTH HAXOJAUM OPHEHTUPO-
BOYHBIE PEKUMBI JUIS TyTOBOW M MUKPOTUIA3MEHHOM CBapKH B CpeJie 3alllUTHOrO ra3a aproua [ 14].

G,y =0,241UM, 3)

rae [ — cuna toka; U — Hanpsbkenue nyru; 1 — KITJ] qyru (mpu ayrosoii cBapke koaddunment 0,5-0,6;
MIPY MUKPOILIa3MEeHHOM cBapke koadduuueHt 0,6-0,8; npu nazepHoii cBapke kodddumment 0,6-0,8).
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OpHUEHTUPOBOUHBIE PEXXUMBI TyTOBOM CBAapKU B cpelie 3amuTHoro raza: 1 = 2,47 A; U= 11 B. lna
MuKporiazmMennoit / = 1,85 A; U=11 B.
Pexumamu 17151 na3epHON CBapKH SBILIFOTCA: INIOTHOCTh MOITHOCTH M3JIy4€HHs, CKOPOCTb CBapKu
1 KO3 (DUITMEHT TTePEKPBITHSA.
3HadeHHe TIIOTHOCTH Ha IHIOMAaIs o0paboTkm [15]
g=27 @)
nd
rae W — sHeprus UMIyJibca; d — TUaMeTp TOUKH; T — IJIUTEIIHOCTh UMITYJIbCA.
[onyuennoe 3Hauenue 1,1 - 10° Br/cm®.
CxopocTh cBapku mipu Koddduirente nepexpoitus k£ = 0,6

v, = df (1-k), ()

rje f— yacrora cienoBanus uMiyiscoB (10 I'm).

3HaueHre CKOPOCTH CBapKu 12 MM /MUH.

W3 xapaKkTepuCTUK CBAPOYHOr0 00OPYIOBAHMS U PACUCTHO-aHAIUTUYECKUX MCCIIECA0BAHUM YCTAaHOB-
JIEHBl PEXKUMBI CBapKH, oHAKO B [14; 15] yka3zaHo, YTO IpU KCHOJB30BAaHUM JIA3EPHOM U MHUKpPOILIA3-
MEHHOH CBapK{ TOHKOCTEHHBIX 00€4aeK BO3MOXKHO YAOBJICTBOPUTEIILHOE (JOPMUPOBAHHUE CBAPHOIO CO-
€IMHEHMs, TOTAa KaK P yrOBOM CBAapKe €CTh BEPOATHOCTH IOIYUIEHUs Ne(PEKTOB U3-3a HEYCTOWIHNBO-
CTH CBApOYHOM AyTH NpH TpeOyeMoM TOKe. BbIBOA KOCBEHHO MOATBEP)KAACTCS IPAKTUIECKUM OIIBITOM,
[IOJIy4€HHbIM Ha OJHOM M3 OTEYECTBEHHBIX NPENNPHATHH, CIEUAIN3UPYIOUIMXCA Ha pa3paboTke u
IIPOU3BOJICTBE PAJHOJIOKALOHHBIX KOMIUICKCOB, II€ IIPOM3BOAUTCS aBTOMATHUYECKas TyroBas CBapKa
3arotoBok ['BC tommuHo# 0,5 MM 13 METHBIX CIUIaBOB ¢ KoddduimeHToM Opaka aeraieit = 0,5.

[anee Oblia BeIIOIHEHA paboTa, HAIIPABICHHAS HA NOATBEP)KACHUE aHAJUTUYECKUX PAacueTOB ITy-
TéM (PU3NUIECKOTO MOJICSITMPOBAHUS, BKIIFOUAIONIasi B ceOs cBapky obOpasmnoB 3aroroBok ['BC Ha pas-
mraHOM obOopymoBanuu (puc. 1). Ha ycranoske mis cBapku obedaek ¢ YCIIIIH (mpon3BoguTenb
000 «HIT®-UTCy», r. Cankr-IleTepOypr) ¢ HICTOYHHKOM IIyTOBOM CBapKH B Cpee 3allUTHOrO rasza
aprona ¢upmsl Miller Mmogens Dynasty 210. MukporuiasMeHHast cBapka obecrieuynBaiach Ha yCTaHOB-
ke SWD (Seam Welding Device, ABctpus) ¢ uctounnkom PMI-50 (mpousBogurens ¢pupma SBI, AB-
ctpus). ConpoBoXKACHNE JTa3epHON cBapku ocymecTisiack Ha yctaHoBke HTS PORTAL 150 (mpo-
mBoautens OKb «bynaT», . 3enenorpan).

Puc. 1. YcTaHOBKY 17151 CBapKu:
1 — ycranoBke SWD; 2 — ycranoska YCIIIIH; 3 — ycranoBka s nasepHoit ceapku HTS PORTAL 150

Fig. 1. Welding installations:
1 — installation of SWD; 2 — installation of USPSHN; 3 — installation for laser welding HTS PORTAL 150

B xone pabot 6sutu cBapens! 30 oOpasnoB miactuH 100 x 200 Tommmuoi 0,1 MM mo 10 Ha Kax-
Ibli BUI cBapku (puc. 2). IlnacTuHbl CBapUBAIUCh C MOJHBIM NpoIUIaBieHueM. OCHOBHBIMHM KpUTE-
PUSIMH IIPU OLICHKE CBAapHBIX COEAWHEHUH SIBISIIMCH HPOYHOCTHBIE XAPaKTEPUCTUKH M COOTBETCTBHE
TpeOOBaHUSM OTPACIEBOM HOPMATUBHO-TEXHUIECKOM JOKYMEHTAIlMU B YACTH KaueCcTBa CBapKU.
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Puc. 2. O6pa3siipl CBapHBIX COEAUHEHU:
1 — myroBast cBapKa B cpejie 3aIlMTHOTO ra3a HEeIUIABSIIUMCS JJIEKTPOIOM;
2 — MUKpoOIIIa3MeHHasl cBapka; 3 — Jla3epHasi cBapKa

Fig. 2. Samples of welded joints:
1 — arc welding in a protective gas environment with a non—melting electrode;
2 — microplasma welding; 3 — laser welding

Bremramit BU3yansHBIA OCMOTpP 00pa3iioB, CBAPEHHBIX TyTOBOW W MUKPOIUIA3MEHHOMN CBapKOH, BBI-
ABUI Ie(EKTHI B BU/IE IPOKOTOB U HempoBapoB y 70 % o0pa3uoB. Y JOBIETBOPUTEIbHBIE PE3YIbTAThI
MoKasasa JiazepHas cBapka Ha 95 % oOpasmos. Ha 5 % BcTpedanncs neeKTsl B BHIE POKOTOB, BBI-
3BaHHBIX HEJOCTATOYHBIM IMPUJIETAHUEM CBAPUBAEMBIX KPOMOK BO BpeMsi COOPKH B MPHUCIIOCOOJICHHH.
OO0pa3s1ipl, BHINIOJIHEHHBIE AYTOBOW W MUKPOIUIa3MEHHOW CBapKOW ObUIM 3a0pakoBaHBI U B JANIbHEM-
IIIEM B MCCIIEZIOBAHUAX yU4aCTHE HE IPUHUMAIIH.

Ha ocraBmmxcst o0pa3snax, BEITIOJHEHHOH Jla3epHON CBapKO, MPOBOAMIINCH UCTIHITAHUS HA Pa3phIB
mIMpHuHON 00pasioB 15 MM (puc. 3).

120

0ot

80t - S

6ot -/ A

Load (kgt)

40_.........‘... .

23 4567891011

12
13

o 1 2 3 4 5 s 7
Lengthening (mm)
Puc. 3. I'paduk Harpy3ku Ha pa3pbIBHOM MalIuHE
Fig. 3. Load graph on the breaking machine
O6pasnp! ¢ 1 1o 3 — OCHOBHOH MeTaJul 3ar0TOBKHM CO CPEJHMM 3HA4YCHHUEM Ipejeia MPOYHOCTU
654 MIla (narpy3ka 100 kgf).

O6pa3sip! ¢ 4 o 13 — 06pasikl CBAPHOIO COEAUHEHHS CO CPEJHUM 3HAUYEHHEM Ipezesia IPOYHOCTH
575 Mlla (narpy3ska 88 kgf), uto coorBercrByer 0,80, nmpeaeny NpOYHOCTH OCHOBHOTO MeTalIa.
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Pazpymenue oOpasua B 30HE TEPMUYECKOTO BIMSIHUS CBAPHOTO COCTUHEHUS.
Mertannorpaduueckuii aHanu3 (puc. 4) moATBEpANI TpeOyeMoe KauecTBO CBAPHBIX IIIBOB.

x100. cut N°1 Welded seam

Puc. 4. Meraiutorpadust CBApHOTO COSIHHEHUS

Fig. 4. Metallography of the welded joint

3akinroyeHune

B pesynbrare paboThl ObUIH ClIENaHBl CIEIYIOIIUE BBIBOABI: MOJYYeHHUE KaYeCTBEHHOTO CBAPHOTO
coeiMHeHHs U3 OepriuTueBoi OpoH3bl ToHHEL 0,1 MM BO3MOKHO TIPH UCIIOJIb30BAHUU UMITYJIHCHON
na3zepHoOl cBapku. MUKpoIUIa3MeHHas! M IyroBasi CBapka He 00ecreunBaoT TpedyemMyro CTaOHIbHOCTh
IOYTH Ha MaJlbIX TOKaX, HEOOXOAMMBIX JJIsl (JOPMUPOBAHHS COCAMHEHUS HM3JIEIUH M3 OPOH3BI, C TON-
muHOM KpoMoK 0,1 MM ¥ MOXET MPUBOAMUTH K 00pa30BaHUIO HEKOHTPOIUPYEMBIX MPOKOTOB M HeE-
CIUIaBJICHHS CBAPUBAEMBIX KPOMOK.

B nactosmee Bpemsa Ha npennpusatun AO «MCC» BHenpena TexHosnorus usroronineHus ['BC
¢ TonmuHou 0,1 mm u3 megnoro cmaBa bpb2 JINTIPHM I'OCT1789-13, ceuennii ot 20x10 go 70x30.

Hcnonb3oBanue 3aroToBOK, NOTY4YEHHBIX P IOMOIINM UMIYJIbCHOW JIa3€pHON CBApKH, MO3BOJISET
B pa3bl YMEHBIIUTh TPYAO0EMKOCTh, YTO CHHYKAET CTOMMOCTh NPOM3BOJICTBA U MOBHIIAET KOHKYPEHT-
HBIE TIperMylIecTBa BoHOBOAHON npoaykuuu AO «MCC» u npu 3ToM obecrieunBaeT e€ dKCIIIyaTa-
LUOHHBIC XapaKTEePUCTUKU HAa YPOBHE JYUIIUX MUPOBBIX aHAIOTOB.
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