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Cmampsi cooepacum pesyiomamsl HAYYHbIX UCCACO008AHUL N0 MOOEIUPOSAHUIO MEXHOIOSUHECKUX Na-
pamempos 31eKmpoHHO-IyYesoll ceapku. Ilpu modenuposanuu ucnonvzosancs mamepuan BT-14 monuu-
noti 0,16 cm. Llenvto modenuposanus 6biOPAHO NOGbLULEHUE KAYECMBA C8APHO2O WBA 30 CYEm ONMUMATb-
HOU hopmbl u omcymemesue Oehekmos 8 ude nop u mpewun. B pacuemax npumenen KOHYEHMPUPOBAH-
HbLUL UCHOYHUK SHEP2Ull, IKGUSANEHMHBIU INEeKMPOHHO-TIYHe80MY NYUKY. B x00e ucciedosanus menniogozo
npoyecca Hazpesa Mamepuaid agmopamu paspabomanvl u onpob08ansl Kpumepuu, No360s0uWue Onmi-
MUBUPOBANb MAKUE NAPAMEMPbL CEAPKU, KAK CKOPOCMb C8APKU U NOJOJCEHUEe (OKYCHO20 NAMHA OMHOCU-
MeNbHO NOBEPXHOCMU HAzpedaemol demanu. A6mopsl 6 C6OUX pACYemax NPUMEHUIU OPUSUHATbHBIL Me-
MO0 HAXO0JICOEHUSI CKOPOCMU C8APKU U KOOPOUHAMbL (POKYCHO20 NAMHA NO (DYHKYUOHANAM MENIo8oU MO-
denu. Hcnonvsyemvie mamemamuyeckue MOOeIU NO360AUIUL NOCPOUMb KOHMYPbL 30H MePMUYECKO20
GIUSAHUSL, COUBMEPUMDBLE C (POPMAMU WBA, NOTYYEHHBIMU HA 00PA3YAX 80 8PEMS CEAPKU C MEXHOA0SUYECKU-
MU PeACUMAMU, COOMBEMCMBYIOUUMU PACHEMHbIM NPU MOOeauposanuu napamempos. Takotl cnocod uc-
Ce008aHUL NO360IUL CYUECMBEEHHO CIKOHOMUMb 3ampamsl HA OMPAOOMKY MeEXHOIO2UUECKO20 PeNCUMA
ceapku 01 Makemuoeo y3na. Paspabomanuwlii agmopamu aneopumm Obll ycneuwHo onpobosan Ha mame-
puane AMI-6 ¢ momyunoti 10 cm. B npoyecce mooeruposanus ceapku 01 OOAbUIUX MONUWUH NOTYYeHbl
pe3yibmamol, KOMopble HeoOX00UMO YYUMbIEAMb NPU ONMUMUAYUU NAPAMEMPOS CEAPKU U30eNUll
¢ bonbwol MoUuHOU. AKMYanrbHOCMb U3NA2AeMO20 MAMEPUATA NOOMBEPHCOAECSE BOCMPEOOBAHHOCHILIO
K Kauecmey MexHOA02UU C8apKU KOHCMPYKYULL dJeKMpPOHHbIM nyykom. Hccaedosanus agmopamu 3mozo
HAnpasieHust nO380JsIM CYUWECMEEHHO DACUUPUML 8O3MONCHOCU 6 NPUMEHEHUU INeKMPOHHO-TYY€e80U
mexHono2uU OJisk PAKeMHO-KOCMUYECKOU MEXHUKU.

Kniouesvie cnosa: ckxopocmo ceapku, ¢hoxkycHoe paccmosinue 31eKmpoHHO20 NyuKd, popma wea, Mouy-
HOCMb 2JIEKMPOHHO-TYYe8020 000PYO0BAHUs, NO2OHHAS IHEP2USL.
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The article contains the results of scientific research on modeling the technological parameters of
electron beam welding. The modeling used a material VT-14 with a thickness of 0.16 cm. The purpose of
the simulation is to improve the quality of the weld due to the optimal shape and the absence of defects in
the form of pores and cracks. A concentrated energy source equivalent to an electron beam is used in the
calculations. During the study of the thermal process of heating the material, the authors developed and
tested criteria that allow optimizing welding parameters such as welding speed and the position of the focal
spot relative to the surface of the heated part. In their calculations, the authors applied an original method
of finding the welding speed and the coordinates of the focal spot according to the functionals of the
thermal model. The algorithm developed by the authors was successfully tested on AMG-6 material with a
thickness of 10 cm. In the process of modeling welding for large thicknesses, results have been obtained
that must be taken into account when optimizing the welding parameters of products with large thickness.
The relevance of the presented material is confirmed by the demand for the quality of the technology of
welding structures with an electron beam. Research by the authors of this direction will significantly
expand the possibilities in the application of electron beam technology for rocket and space technology.

Keywords: Welding speed, focal length of the electron beam, seam shape, power of electron beam
equipment, linear energy.

Beengenne

st cozmanus Hepa3bEMHBIX COSMHEHNI 3a4acTyl0 Ha MMPOU3BOJICTBE PAKETHO-KOCMUYECKOH TEX-
HUKH UCTIONB3YeTCs 3JeKTpoHHO-Ty4yeBas cBapka (DJIC). B mporecce momydeHus: CBapHBIX COEIUHE-
HUH [0 PasHOTo pojia MPUYMHAM MOSABISAIOTCA AC(PEKThl, KOTOPbIE CHIDKAIOT MPOYHOCTh ACTANN WU
METaJUIOKOHCTPYKLINH, HAPYIIAIOT T€PMETUYHOCTH BBINOIHSAEMBIX TOCPEACTBOM CBAapKU EMKOCTEH,
a TaKkXKe CIOoCOOCTBYIOT YMEHBIICHHUIO HAZEKHOCTH AKCILTyaTallui JAHHOTO y3J1a B LIEJIOM.

Coenunenue aeraneil TpeOyeT paBHOMEPHOCTH 30HBI HarpeBa CTHIKA, TaK KaK MPHU HEPaBHOMEPHO-
CTH €ro HarpeBa BO3HUKAIOT Je(EKTHl CBAPHBIX COeNWHEHUH. TpedyeMble mapaMeTphl TEXHOIOTHYE-
CKOT0 TIpoliecca CBAapKH OOBIYHO MOMOMPAIOTCS MPH MOMOIIM HATYypHBIX 3KCIepuMeHTOB. OIHAKO
NpOBeJICHHE HATYPHBIX SKCIIEPUMEHTOB SIBJISIETCS] MAaTEPHAJIbHO 3aTPaTHBIM U TpeOyeT OOJBIIOrO KO-
JIMYECTBA BPEMEHHU.

Pemennto BOmpocoB MOBBIIEHUST KaYeCTBA MPOLECca CBAPKH MOCBSIIEHBI HCCIETOBaHUSI MHOTHX
OTEYECTBEHHBIX U 3apyOexxHbIx aBTopoB (3yeB U. B., Tpymnukos . H., Hara K., Bunorpanos B. A.,
Sasaki S., KpusenkoB B.A., Kyman lO. I'., Anderl P. u np.) [1-4]. B cBoux wuccienoBaHusx
Ponskuna P. B. [5] pa3pabaTeiBaeT METOAMKY MOJACIMPOBAHHS MPOLIECCa MPOXOKACHHUS MTyyKa 3JIEK-
TPOHOB Yepe3 CIIOM UcnapeHHoro Metamia. ABropsl MotacoB M. U., [lossinos . A., Anekcees B. C.
[6] paccMaTpuBalOT UMHTAIIMOHHYIO MOJENb CUCTEMBI YIpaBieHUs (POKYCHPOBKOHN JIyda C HUCIIOJNIB30-
BaHHMEM IporpamMMHON cpenbl Simulink, Bxoasmieit B coctaB maketa MATLAB. JIpo3n A. A. [7] uc-
MOJIB3YET YUCIIEHHBIH METOJ, KOTOPBI ITO3BOJISIET MOJEIHPOBATH MPOLIECCH Pa3BUTHS TEPMHUECKUX
HaIpsDKEHUH 1 JedopManuid PH TOYCUYHOH DJICKTPOHHO-IYICBOM CBAapKe, B MOJEIH YIUTHIBAIOTCS
(hazoBbIc MEpexo/ibl PH HArpeBe, IJIABJICHWH, MCIIApPEHUU M KpucTauim3ainuu. TapacoBa B. H. [8]
paspaboTana MeTOJl KOMITBIOTEPHOTO MOEIUPOBAHUS, MO3BOJSIONINM CYIIECTBEHHO CHU3WUTH Bpe-
MEHHBIE 3aTPaThl Ha W3TOTOBJIEHUE CBAPWBAEMBIX M3AEIUI M MPOTHO3UPYIONMINI pe3yNbTaThl B 3apa-
Hee 3aJaHHBIX YCIOBUAX. ABTOPHI MemokoB B. B. u Tapabykun J[. A. [9] npemioxmm MeTo MaTe-
MaTHYECKOTO U YUCIIEHHOTO MOJEIMPOBAHUS TEIUIOBOTO MpOoIecca CBAPKH ISl OTPEAETICHHSI MOIITHO-
CTH CBApPOYHOTO MCTOYHHMKA M COKPAIIEHHS BPEMEHH U 00beMa HaTypHOT'O 3KCIIEPUMEHTA MPH OTIa/-
K€ pexnuMa.

1. IlpuMeHeHHE TeOPHHU TEIJIOBBIX mpoueccoB k IJIC

VY GONBIIMHCTBA MMEIOMIUXCS Pa3padOTOK eCTh pPsJl HEJOCTATKOB — OTCYTCTBYET BO3MOXKHOCTh
peann3oBaTh pa3zpaOdOTaHHBIE METOJBI B TPOM3BOJICTBEHHBIX YCIOBHSX B CBSI3H C MX CIOXHOCTBIO,
Y3KOHAIPABICHHOCTh, OTCYTCTBHE BO3MOXXHOCTH ONTHMH3AIMH TEXHOJOTHYECKUX IMMapaMeTpOB MpPHU
BBOJIC B TEXHOJOTHYECKHI MPOIECC HOBBIX MarepuasioB. ONTHMHU3AIMS TEXHOJIOTHYECKUX MapaMeT-
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POB TIpoliecca CBapKH MPH BBOJIE HOBBIX MaTepHajIoB TpeOyeT MPOBEACHUS HATYPHBIX AKCIIEPUMEHTOB,
YTO BEJET K YBEIMUEHHUIO MaTepHUaIbHBIX U TPYAOBBIX 3arpart. [IpensoxeHHbIe METOANKN U MOAEIH
B JIAaHHOM HCCIIeZIOBaHUH, a Takke paspadoranHas ACY DJIC mo3BOSIOT PEIINTH BBHIMICYKa3aHHBIC
MpOoOJIEMBI U CHU3UTH KOJMYECTBO AE(PEKTOB, BOSHUKAIOIINX B MPOIIECCE CBAPKH, KaK IS CYIIECT-
BYIOIIMX PEXUMOB CBApPKH, TaK M TPH BBOJIE B IKCIUTyaTaIlMI0 HOBOTO M3AEIHSI.

J1a aBTOpOB HaMOONBIINI MHTEPEC TMPEACTARISAET TEXHOIOTH, KOTOPask UCIOMB3YeTCs ISl IHUPO-
KO HOMEHKJIATYPhI TOJIINH COSANHIEMBIX KOHCTPYKIHi. B padorax [10—17] aBTopaMu mpeatoKeHbI
MaTepuaibl 1Mo MoJenupoBanuto mpormecca DJIC ¢ 1enblo HaXOKIACHHUS ONTUMAILHOTO PeXuMa s
tonmuH oT 0,1 70 30 mM. [TomydeHHBIH ONMBIT MOACTUPOBAHMS TIPUBEI ABTOPOB K UEE UCCIIECIOBAHUS
BO3MOXKHOCTH TipuMeHeHus DJIC a1 3HaYUTEILHO OOJIBITNX TOJIINH CBAPUBACMBIX M3JIeuid. Takum
o0Opa3oM, ObUTa peaTn30BaHa IeNIb OIICHUTh BO3MOXKHOCTH MOJICIIMPOBAaHUS TEILIOBOTO IpoIlecca Ha-
rpeBa UCCIEAYEeMOro MaTeprana KOHIICHTPUPOBAHHBIM HCTOYHHUKOM SHEPTHUU B IITUPOKOM JTHAIAa30HE
TOJIIIUHBI U TIPUMEHEHHS PE3YJIbTATOB MOJISITMPOBAHUS JIJIS IPAKTHUECKOTO UCTIOIH30BAHMS Ha DIICK-
TPOHHO-TYYEBOM 000PY/TIOBAHHH.

[lpu MopmenupoBaHUM IpoIecca BJICKTPOHHO-ITYYEBOH CBapKU MPUMEHSUICS KIACCHUECKUN CITOCO0
Mpe/ICTaBIeHus Tporiecca (puc. 1) B BUIE JBIDKYIIMXCS MIHOBEHHBIX MCTOYHHKOB SHEpPrum (puc. 2), Ko-
JIMYECTBO M PACTIONIOKEHUE KOTOPBIX B TIOJIHOW MEPE COOTBETCTBYET PEATLHOMY YICKTPOHHOMY ITYUKY.

Puc. 1. IIpencrasnenue DJIC B rpaduueckoM Bue

Fig. 1. Representation of the EBW in graphical form

JL—I‘ Q4

Puc. 2. Ilpencrasnenue JJIC B rpaduueckoM BUE:
0 — TonmuHAa AeTany; Q; — MTHOBEHHBIH TOYEUHBIH HCTOYHUK; (Q, — MTHOBEHHBIH

JIMHEHHBIN HUCTOYHHK; Q3 u Q4 — (1)I/IKTI/IBHI>IC TOYCYHBIC UCTOYHHUKHU

Fig. 2. Representation of the EBW in graphical form:
8 — part thickness; Q, — instant point source; Q, — instant linear source;

Q, u Q, —fictitious point sources

Temmeparypa HarpeBa MaTepuala BCIICJACTBUE BO3JICHCTBISI BRIOPAHHBIX HCTOYHHKOB B COOTBETCT-
BuH ¢ [ 18] u mpuHIINTIA CYTIEPITO3UIINY BEIYHCIIsIeTes 1Mo (1):
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BHUSI COOTBETCTBYIOIIMX MTHOBEHHBIX UCTOYHUKOB (CM. pHC. 2).

Hcnonp3yemas MoJenb TEIUIOBOro mpouecca (1) uccnenosanack U HacTpauBaach Ui MaTepuaa
BT-14 ¢ Tonmunoit npornasienus 1,5 £ 0,5 mm. [l cpaBHeHUs] GOPMBI IONEPEUYHOTO CEYECHUS I1IBa
1 CMOJAEIMPOBAHHOHN 30HBI TEPMHUYECKOTO BIHSHHUSA ObUIO MPUHAITO COOTBETCTBHUE COOTHOLICHHS Pa3-
MEpOB IKPUHEI K T1yOuHe mBa. Ha puc. 3 npuBeaeHsl pe3ynbTaThl MOAEIUPOBaHUS U GopMa mrda
COOTBETCTBYIOIIETO PeXHMa CBapKH. I'paduk 30HBI TEPMUUECKOTO BIUSHUS MOTYYEH BBIYHCICHHEM
(1) 1 BBIOOpOM cedeHust 30HbI HarpeBa Mo KOOPAWHATaM, COOTBETCTBYIOIIUM HanOOJIbIIEMY OTKJIOHE-
HUIO TeMnepaTypbl Tepmudeckoro BiuusHus (a7t BT-14 — 600 °C) ot nmonoskeHust ICTOUHUKA HarpeBsa.

210 [a]

Puc. 3. Uzobpaxkenns ¢popmbl numda v 30HbI TEPMUUECKOTO BIUSHUS
U1l IPUMEHSEMOT0 B IPOU3BOJICTBEHHBIX YCIIOBHUAX PEKUMA CBAPKU

Fig. 3. Images of the shape of the slot and the zone of thermal influence
for the welding mode used in production conditions

2. Pa3padoTka maTemMaTH4eckoro ¢pyHKIuoHa a

Jlns BEIYMCIICHHS TaKUX MTapaMeTPOB TEXHOJIOTMYECKOTo Mmpolecca, Kak CKOPOCTh CBapKH, (OKyc-
HOe paccrosHue U Tpebyemas MomHocTh 1 DJIC aBropamu pa3paboTaHa MOAENb MaTeMAaTHYECKOTO
¢yHknmoHana (2) (aHanmora cpeJHEKBaJIPaTHUECKOMY OTKIIOHEHHIO), KPHTEpUH onTUMalibHOCTH (3)
KOTOPOTO MO3BOJISIET ONPEICINTh yKa3aHHbIE NMapaMeTphl TEXHOIOTHYECKOro Mpoliecca Ul MaTepHa-
J1a 1r000M TOJIIUHBL:

1 n _ \2
J,= | —=3(Tropwi~Tropw) @)

n=15
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n —\ 2
= 2 Twopni~Tuopu) -~ min G)

CortacHo pa3paboTaHHOMY KPUTEPHIO, IMapaMeTpamMy TEXHOJOTHYECKOTo Tporiecca OyIayT pelire-
HUS CUCTEMHI (4)

,
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TJie V — CKOPOCTh CBapKH; z — TOJIOKEeHUE OKYCHOTO IsATHA; Q — SHEPTHsl HICTOYHHKA Harpesa (paBHA
CyMME MTHOBEHHBIX TOUeUHOTO Q; U THMHEHHOT0 Q) HCTOYHHUKOB).

Jlst morcka TpeOyeMBIX TeXHONIOTHIecKuX mapameTpoB DJIC (3HEprus, BpeMs, CKOPOCTh CBAPKH)
OB pa3paboTaH aNTOPUTM, NIPEACTABICHHBIN B BUIE OJIOK-CXEMBI Ha puC. 4.

AJNTOPUTM OCHOBaH Ha MpeIaraéMbIX B TaHHOM uccieaoBannu Moaensax (1)—(4). [Tocne nauima-
JMU3aIUN TEXHOJIOTMYECKHUX MapaMeTpoB 3aJaf0Tcs CleAylomue mapamerpsl: T — temmepartypa rpa-
HUYHOHN 30HBI TEPMHYECKOTO BIHSHUSA (OT MHHUMAJIBHON 10 MaKCHMAalbHOW), { — BpeMsl HHTETPHUPO-
BaHUS, V — CKOPOCTh CBapku, Q — SHEPTUsl NCTOYHUKOB HArpeBa, X — KOOPIAWHATHI MO IJTMHE M3AEIHS,
¥ — KOOPAWHATHI TI0 MIMPHUHE U3/IETHs, z — KOOPAWHATHI 110 BBICOTE M3Aenus. Jlamee 3HaUeHUS coxpa-
HAIOTCS B 0a3y JaHHBIX 7S AalbHEHIIEro NCroab30BaHus B Oy IyIiX BRIYHCICHUSIX. B ciydae, ecnu
SKCIIEPUMEHT HOBBIH, TO ISl BEIYHUCICHHUS SHEPTUH UCTOYHMKA HAarpeBa 3a/1al0TCs 3HAYCHHUS TeMIlepa-
Typbl, BpEMEHH WHTETPUPOBAHUS U CKOPOCTH CBAapKH ITOCIE BBIUMCISIETCS Temreparypsl Harpesa (1)
MIpU NEUCTBYIOMNUX (UKTUBHBIX W JCHCTBUTENBHBIX HCTOYHHMKAX. Jlamee, TpUMEHsS KpUTEpUU
OTNITHMAJIBHOCTH (2), BRIUUCISICTCS TpeOyemast SHepTHsi, 00eCIeInBalonas paBHOMEPHYIO 30Hy Harpe-
Ba CBapHOro ImBa. /[ HaxXOXXACHHWA BPEMEHH HWHTETPHPOBAHMA 3aJacTCi MONydeHHAs SHEpPrHs
Y TeMIepaTypa IpaHu9IHOM 30HBI TEPMUYECKOTO BIHAHUS, 3aTEM BBIUMCISIETCA TEMIIEpaTypa Harpesa,
BappUpys OCTaJbHBIE MMapaMeTphl B HEKOTOPOM [Hamna3oHe. 3Has ONTHMAalbHbIE 3HAYEHHS SHEPTHH,
BPEMEHH WHTETPUPOBAHHS MTPOU3BOAUTCSA BBIUYMCICHHUS CKOPOCTH CBApPKH, aHAJOTHYHO IMPEIbIIyIINM
JTarmam.

[IpuMmeHrB yKa3aHHBIN anroput™ Ui Aetaned ¢ TtonmuHod A0 100 MM, aBTOpBI CTOJKHYJIUCH
C OCOOCHHOCTBIO, KOTOpasi MposBUiIa ceOS MPU BBIYMCICHUH KOOPIUHATHI (POKYCHOTO IATHA DJIEK-
TPOHHOTO TYYKa W PaclpelelCHUH SHESPTUil MIHOBEHHBIX UCTOYHHUKOB. [Ipy yBEIMUEHUH TOJIIUHBI
CBapMBacMOro Marepuana SKCTpeMyM ¢yHKuuoHana (3) ucuezaeT. DTO OOBSCHSIET TOT (aKT, YTO
CBapKy OOJBIIUX TONIIMH OCYLIECTBIISIOT JIEKTPOHHO-TYYEBOU MYIIKOH € Y3KHUM (DOKYCOM.

Wnes mpocroro mepebopa yka3aHHBIX MapaMETPOB C NMPUMEHEHHEM KpUTepus onTumm3anuu (3)
npencraBisier co0oil 3aaauy, TpeOYIIyr OONBIINX BPEMEHHBIX 3aTPaT, YTO 3a4acTyl0 MPUBOIUT
K MIPaKTUIECKOU Heleaecoo0pasHOCTH NPOBEACHHS padOT B ’TOM HAIPABICHUH.

3. PazpadoTka ¢pusnyeckoro GyHKIMoHaIA

[Tpu u3yyeHNH TEXHOIOTHH CBAPKU KOHCTPYKIUH C pA3TUYHON TONIUHON MPOIUIABIICHUS, aBTOPHI
CTOJIKHYJIUCH C 3a7adei BEIOOpa KOHKPETHBIX 3HAYCHHWM dHEPTHH I UCTOYHUKOB Q; u Q,. Ilpuyem
croco0 BBIOOpa ATHX BETUYHH 3aBUCHUT OT MCCIENYyEeMbIX TONIIWH AeTaneil. YacTo Bo BpeMsi MOjemu-
POBaHHA TETJIOBBIX MPOIIECCOB MCCIENOBATENH BRIONPAIOT BEIMYNHY SHEPTHH TOYSUHOTO UCTOYHHKA,
OTHPasiCh Ha IKCIEPUMEHTAIBHBIA MaTepHall C MEJIbI0 MOTYYCHUS aJIeKBAaTHONH MaTeMaTHYeCKOi Mo-
nemu [19-22]. ABTOpBI TOCTYITHIN aHAJIOTHIHBIM 00pa3oM, BEIOMpas HAMITydIliee COOTBETCTBHE B CO-
OTHOIICHUY MKy IIIAPHUHON ITBA U €T0 TITyOWHOM.
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Hauano

Muuunanusanus termiodgu3nyecknx

MapaMeTpoB MaTepHalIa;

hoep.d.ab
[

T = [Tinin: Tonax]
V = [Viins Vimax]
1= [tinstmax]
Q i [Qn\m;Qmax]
X = [Xmin>Xmax)
¥ = [ViintY max)
z.= [Zl\|||1:Z|11ax]
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Puc. 4. bnok-cxema anropurMa rnoucka TpedyeMbix

TEXHOJIOTHYECKHUX [aPaMETPOB MPOLECCa CBAPKH

Fig. 4. Block diagram of the algorithm for finding the required

technological parameters of the welding process
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J1ist coKpallieHusi BpeMEHH TIOMCKa YKa3aHHOTO COOTHOIICHHUS, aBTOpaMH pa3padoTaH GpU3HYeCKi
¢dyHKIHOHAT (5) U KpUTEpHI ONITUMHU3AIUH 11 TOoro GyHKIMoHaa (6):

2

=/ (Q — (0. ; )
I (VJHOPM (Qt)HopM
2
I~ (?) - (Q't) HOPM >, (©)
HOPM

rae Q — sHeprus UCTOUHHUKA HArpeBa, BKIIOYAIOIIETo mogo0panHble HCTOYHUKH Q; U Qp; v — CKOPOCTh
CBapKH, ¢ — BpEMsI TOCTHKEHHSI TPAHULIBI 30HBI TEPMHUUECKOTO BIMAHUSA HW)KHEN I'paHUIIBI 30HBI Ha-
rpesa.

MogenupoBaHue mpolecca HarpeBa MpH CBapKe C UCTIOJIB30BaHUEM OOOMX KPUTEPHEB ONTHUMAIIb-
HOCTH TOKA3aJI0 XOPOIIYIO0 KOPPEISIHIO pa3pab0TaHHBIX (YHKIHUOHAIOB. DTO MOCIYKHUIO0 OCHOBaHH-
eM U1 00bEeJUHEHUS] KPUTEPHEB ONTUMAIbHOCTH B TONYyYEHHH OOIIEro pelieHus B moucke tpelye-
MBIX TeXHoOJorn4ueckux napamerpos DJIC.

[Ipumenenune usnueckoro GyHKUMOHAIA pU MoAenupoBaHuu npouecca IJIC 3HaYUTENBHO CO-
KpalllaeT BBIUYMCIUTEIBHBIN PECypC, TaK KaK HCIOJIb3YeT UCXOAHYIO0 CUCTEMY YPaBHEHHM TEMJIOBOTO
nporecca (1) B ynpomeHHOM BapuaHTe (47151 ONpeneneH sl TOIBKO vV — CKOPOCTH CBapKH U ¢ — BpEMEHHU
JOCTHKEHHS TPAaHULIBI 30HBI TEPMUUECKOTO BIMSHUSA HIKHEN TPAaHULIBI 30HBI HATPEBA).

B kauyecTBe UCXOQHOTO MaTepuasa aBTOpaMH ObLI BEIOPaH TEXHOJIOTHYECKUH PEXUM, MPUMEHse-
MBII B IPOM3BOJICTBEHHBIX ycinoBusax. Mcmonesys mogenu (1), (3), (5) mpoBeneH pacyeT nmapaMeTpoB,
BXOJSIIIUI B COCTAaB 3THX ypaBHEHUH. Pe3ynbTaThl BEIYMCICHUI IPEICTABICHBI B TaOJIHILIE.

Pe3yabTaThl Belunciaenus ajast BT-14 Toammuoii 0,16 cm

Q Q, Q, Delta = 0,16 cm (f=0)
[Kam.] [Kamn.] [Kamn.] v !
5 Q/v [em/c] [c] Q-t 5
800 560 240 0,062243 484,8485 1,65 0,236 188,8 0,000291516
810 567 243 0,062089 486,4865 1,665 | 0,2346 190,026 0,000208469
820 574 246 0,061959 488,0952 1,68 | 0,2332 191,224 0,00014109
830 581 249 0,061844 489,6755 1,695 | 0,2318 192,394 8,82512E-05
840 588 252 0,061739 491,2281 1,71 | 0,2304 193,536 4,88335E-05
850 595 255 0,061649 492,7536 1,725 0,229 194,65 2,17259E-05
860 602 258 0,061591 4942529 1,74 | 0,2276 195,736 5,82972E-06
870 609 261 0,061522 495,7265 1,755 | 0,2262 196,794 6,22367E-08
880 616 264 0,061473 497,1751 1,77 | 0,2248 197,824 3,35895E-06
890 623 267 0,061452 498,5994 1,785 | 0,2234 198,826 1,46767E-05
900 630 270 0,061436 500 1,8 0,222 199,8 3,29965E-05
910 637 273 0,061431 502,7624 1,81 | 0,2203 200,473 1,4464E-05
920 644 276 0,061438 505,4945 1,82 | 0,2186 | 201,112 3,10314E-06
930 651 279 0,061451 508,1967 1,83 | 0,2169 | 201,717 1,45467E-07
940 658 282 0,0615 510,8696 1,84 | 0,2152 | 202,288 6,89928E-06
950 665 285 0,061547 513,5135 1,85 | 0,2135 202,825 2,4751E-05
960 672 288 0,061954 516,129 1,86 | 0,2118 203,328 5,51664E-05
970 679 291 0,062063 518,7166 1,87 | 0,2101 203,797 9,96923E-05
980 686 294 0,062167 521,2766 1,88 | 0,2084 | 204,232 0,000159957
990 693 297 0,06226 523,8095 1,89 | 0,2067 | 204,633 0,000237674
1000 700 300 0,062375 526,3158 1,9 0,205 205 0,000334638
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Mo pe3ynbraTaM TabIuUIB TOCTpoeHbI rpaduku 1ist GyHknuonanos (3) u (5) (puc. 5).

n I -4
35 =10 .
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[Kam] [Kamx1]
Puc. 5. I'paduku 3aBucHUMOCTEl PYHKIIMOHATIOB

Fig. 5. Graphs of functional dependencies

[onck onTUManbHBIX MapaMeTPOB BBIOIHSACTCS MO NPUHATHIM KputepusaM (4) u (6). B xauectse
peleHNs MPUHUMAIOTCS] KOOPAWHATEIL, TJIE SKCTPEMYMBI IO 000MM (PyHKIIMOHAJIaM COBIAAAIO0T.

B Hamem cinydyae uMeeTcsi HEKOTOPOE PacXoXkKJeHHE, TO3TOMY ObLIa BEIOpaHa KOOpAWHATA TPaBOTO
IKcTpeMyMa Uil pyHKIMOHaANa J,. B Tabnuie BhIAENCHB TEXHOIOTHUECKUI PEKUM U PEXKHUM, KOTO-
pBIH IPUHAT Kak ONTHUMANbHBIN. Pa3Mepsl TEXHONOIMYECKOro pekuMa IMpecTaBlIeHsl Ha puc. 3. Ha
puc. 6 TpuBeneHbl pe3yabTaThl MOAEIMPOBaHUS M QopMa nuimda COOTBETCTBYIOLIETO BHIOPAHHOTO
ONTHMAJIBHOTO PEXUMa CBAPKH.

2.0 [»mm]

Puc. 6. Uzo0paxkenns: popmbl numda U 30HbI TEPMUUECKOTO BIUSIHUS
JUIS OTITUMAJIBHOTO IO TabJMIle pexXuMa CBapKH

Fig. 6. Images of the shape of the slot and the zone of thermal influence
for the optimal welding mode according to Table

Kax Buano, onTuMu3aus He fajga 3HAYUTENbHBIX YIYUIICHUN B CTOPOHY CHIDKCHHUSI IIIUPUHBI 1IBa
OTHOCUTENBHO TIIyOWHBI. DTO CBA3aHO, MPEXIE BCEro, ¢ TeM, YTO (POKYCHOE MSATHO SIEKTPOHHOTO
IMy4YKa HaXOJUJIOCh Ha TIOBEPXHOCTHU JICTAIN. ABTOPHI MIPOBEIH UCCIEAOBAHUS M0 BIUSHUIO HA QyHK-
nroHan (3) nonoxeHus GoKyca OTHOCUTEILHO MOBEPXHOCTH JCTall. BbUTO BBISIBICHO, YTO 3HAYCHUC
(hyHKIIMOHAMAa Oy/IeT HAMMEHBIIMM B cliy4yae, Korjua (POKyC SIEKTPOHHOTO Iy4YKa HaXOAUTCS BHYTPH
JISTaJId IPUOJN3UTEIBHO Ha TITyOWHE, paBHOM MOJIOBUHE TITyOWHBI TIpoIuIaBieHus (puc. 7).
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Jiy4
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Puc. 7. I'paduk u3mMeHeHus: pyHKIpoHana st Toamussl 0,16 cm

Fig. 7. Functional change graph for 0.16 cm thickness

C y4yeToM U3MEHEeHHS TMOJIOKEHUs (OKyca aBTOPHI IIPOBETH HKCIIEPUMEHT C MPEUIOKCHHBIM paHee
pexuMoM cBapku. Ha puc. 8 mpuBeneHsl pe3ysibTaThl MOAEIHPOBAHUS U (hopMa IumHa COOTBETCT-
BYIOILIETO BEIOPAHHOTO ONTUMAJIbHOTO PEKUMA CBapKH.

2.0 1.0 0 o 20 D

Puc. 8. 306paxeHus GpopMsl nuH(a 1 30HB TEPMUYECKOTO BIUSHUS
JULSL ONITUMAJIBHOT'O PEXMMA CBAPKU C YUE€TOM U3MEHEHHOTO (DOKYCHOTO PacCTOSHUS

Fig. 8 Images of the shape of the slot and the zone of thermal influence
for optimal welding mode taking into account the changed focal length

Pe3ynbTaThl MOZAENMPOBAHKS M ONBITHBIC JaHHbBIC IOKA3aJIM, YTO C HMPHUMEHCHHEM IOJTYyYCHHBIX
IKCIIEPUMEHTAIBHBIX HCCIICIOBAaHUH OOKOBBIC CTEHKHU IIIBa OMBITHOrO 00pasla crajiu Oonee mapai-
JIeBHBI, YTO YIOBJICTBOPSIET TPEOOBAHUSIM 110 CHH)KCHHIO OCTATOYHBIX HANpPSHKEHHWI B CBApOYHBIX
JIeTaJIsIX, YTO 3HAUMTEIIBHO MOBBIIIACT KAYeCTBEHHBIC OKA3aTEeH TEXHOJIOIMYECKOT0 TIpolecca.

[Tpr MOJIETMPOBAHUU TEXHOJOTHYECKOTO MPOIecca CBAPKH Uil OONBIIMX TOMIMH (0T 3 ¢M U 00-
Jiee) aBTOPbI CTOJIKHYJIHCh CO CICAYIOLIMM SIBIICHHEM: TIPH ONPEETICHHH ONTHMAIBHOTO (HOKYCHOTO
paccTosiHUS 110 MUHUMYMY QYHKIHOHAaNA (2) 3KcTpeMyM GYHKIIUH He HaOmoaaercs (puc. 9).

VY aBTOpOB He OBUIO BO3MOXKHOCTH IMOJYYHTh TEXHOJIOTMYECKHE MapaMeTpbl Ha 00pasibl CBAPHBIX
IIBOB OOJIBIIUX TOJIIMH, IOOTOMY OHH CIENaIH MPEAHOJIOKEHHE B TOM, YTO HOJIOKEHHE (POKYCHOTO
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MATHA HE OKa3bIBA€T BIMAHUS Ha mpoliecc cBapkd. OOBSCHEHHEM 3TOTO MOXET CIY)KHTb BO3MOXK-
HOCTh CBapOYHOT'0 000PYAOBaHUS MPOBOAUTE CBAPKY TakuX riyOmH. Kak mpaBwmiio, 1ist 3Toro mpume-
HSIOTCSl SHEPTOYCTaHOBKH, YKOMIUIEKTOBAHHBIE 3JIEKTPOHHO-TyYEBBIMH MYIIKAMH C Y3KO (POKYCHBIMHU
XapaKTepUCTUKAMH TYIIKH. ABTOpPHI MPOBEIM MOJIEIHPOBAHNE, AHAJOTHYHOE H3IOKECHHOMY IS
AJTFOMHUHHEBOTO ciutaBa AMI'-6 pOrHO3UPyeMOi MOJCIIH TEIUIOBOTO MPOLIecca CBAPKH OOJIBIIHX TJIy-
OWH MPOIUTaBJICHNUS, MO3BOJISIIOIINX MPOBECTH OLIEHKY BO3MOXKHOCTEH CBapKH M3/IEIHMN Ha CYIIECTBYIO-
1eM 000pYIOBAaHHK WITH BBIOOD MOJXOJIAINEH JUTS 3TOTO 3HeproycranoBku. Kak BuiaHo u3 puc. 10, mo-
MUMO 001Iel KoopauHaThl s Kputepues (3) u (5), Hamu4KUe y BTOPOro (yHKIIMOHAJIA HECKOJIBKHX
SKCTPEMYMOB paCIIUPSIET KaPTUHY MOMCKA ONTUMAJIBHBIX MMapaMETPOB 3JIEKTPOHHO-TYUYE€BOM CBapKH,
HE OIPaHUYHMBASICh TOJIHKO OOIIUM C MEPBBIM (hYHKIIHOHAIOM 3KCTPEMYMOM.

L e S B E— T
022

0.2r

01

0.06 [

0.04 1 1 1 1 1 1 1 1

=-h z=0

=t+h

Puc. 9. I'paduk nuzmeHenus: GpyHKIHoHana i TOMIHHLL 10 cM

Fig. 9. Functional change graph for 10 cm thickness
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Puc. 10. I'paduku nmoBeneHus GyHKIHUOHAIOB OT BBOJAUMON SHEPTHH

s AMI'-6 tomuuoi 10 cM

Fig. 10. Graphs of the behavior of functionals from the input energy

for AMG-6 with a thickness of 10 cm
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CoBMecTHOE TIpUMEHEHHE (HYHKIIMOHATIOB MO3BOISCT TPU MOACTHPOBAHUY OOBEINHUTD JBa (QH3H-
YeCKMX CBOWCTBA MpOIlecca HarpeBa MaTepHasia: TeMIIEPATYPHBIC XapaKTEPUCTHKH 30HBI HAarpeBa u
3¢ (HeKTUBHOE SHEPTOBIIOKEHUE HCTOUHUKOB Harpesa.

3akaoueHne

Pe3ynbTaThl HAyYHBIX HCCICAOBAHUM, MPOBEACHHBIC aBTOPAMH, TIO3BOJIIOT TEOPETUUECKHU OMpee-
JIUTh TaKue BO3MOXKHBIC MapaMeTphbl TEXHOJIOTHH DJICKTPOHHO-ITYYEBOM CBapKH, KaK CKOPOCTH Iepe-
MEIIEHUS CBAPUBAEMOTO MaTepHaia U Tpedyemas SHepTHsi HCTOYHUKA HarpeBa Ul eTajeil ¢ mmpo-
KUM JUala30HOM CBapHBACMBIX TOJIIUH. [IprMeHEHNE DIIEKTPOHHO-TYyYeBON TEXHOJOTHH IS U3TO-
TOBJICHUSI WM3ACIANA PAKETHO-KOCMUYECKON TEXHHKH CYIIICCTBEHHO OKAKET BIUSHHE HAa KadeCTBO
CBapHBIX COCIMHECHUHN 3a CUET ONTHMAILHOTO BRIOOpA YKA3aHHBIX MTAPAMETPOB CBAPKH.
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