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K BOMPOCY BIIUAHUA NOrOHHOW 3HEPTUN CBAPKU
HA CKOPOCTb OXNAXAOEHUA METAJIJIA LLUBA

M.A. UeaHoe, A.M. YnaHose, B.B. Pode, I1.A. JaHunkuH

TO THE QUESTION OF THE INFLUENCE OF WELDING HEAT
ON COOLING RATE OF THE WELD SEAM METAL

M.A. Ivanov, A.M. Ulanov, V.V. Rode, P.A. Danilkin

IIpeacraBiaenbl MaTepuabl N0 O0OCHOBAHUIO M HeO00XOAMMOCTH ABTOMATH3aLMH
pacuera pe:KHMOB JyroBOii cBapKu noj ciaoeM (uaroca. PaspaGoran nporpaMMHbIi KOM-
MJIeKC 10 pacyeTy NMapaMeTpoB pe:KUMA JYroBoil cBapku moj cjioeM d¢uiroca 1151 HH3KO-
yriiepoaucThiX craseil. /s pacyera pesknMa CBapKH YCTAHOBJIEHbI 3aBHCHMOCTH BJIMSI-
HMS IOTOHHOI HEPIHH CBAPKH HA CKOPOCTh OXJIAKIeHUS MeTaJlJIa IBa.

Kniouesvie cnosa: ceapka, no2onnas suepeus, CKOpOCMb OXAAHCOEHUS.

Materials on substantiation and necessity of automation of calculation of the arc
welding modes under a layer of flux are presented. The software complex for calculating
the parameters of the arc welding mode under a layer of flux for low-carbon steels is
developed. Dependences of welding heat effect on the cooling rate of the weld seam metal
in order to calculate the welding mode are established.

Keywords: welding, welding heat, cooling rate.

MerantyprudeckoMy M MallMHOCTPOUTEIHLHOMY
CeKTOpaM MPOMBIIUIEHHOCTH TpeOyeTcst MHOoIydeHne
CJIOKHBIX CBapHBIX METAJUIOKOHCTPYKIMH C IPOTA-
JKEHHBIMH CBApPHBIMU IIBaMH. /711 TapaHTHPOBAHHOTO
MOJTyYeHHUsT KadeCTBEHHOT'O CBApPHOTO COEAMHEHUS
HEOOXOAMMO 3a/aTh PEKHUM CBAPKH, KOTOPBI oOmpe-
JIENsieT CTPYKTYpPY M CBOMCTBA CBAPHOTO ILIBA, M 30HBI
TEPMHUUYECKOTO BIHUSHHUA.

Pacyer onTuManbHOro pexuma IyroBOM CBapKu
nox cioeM (hIroca, a TaKkKe CKOPOCTEeH OXnakaeHWs
SABJIACTCA aKTyaJbHBIM W OHNPEACTIACT KaK KadCeCTBO
CBapHOTO WIBA, TaK M HEPHOJ IPOBEAEHMS ITyCKOHa-
JaJ0YHBIX paboT Il M3TrOTOBJIEHUS HOBOHM JeTanu
WIN M3/IeNusi, 9YTO, B CBOIO OY€pe.b, MOBBIIIAET MPO-
W3BOAMTENBHOCTh TPYAA, CHOCOOCTBYET pecypcocode-
pexenmro [1].

B nemsix yckopeHus! IpoeKTUPOBaHMUS TEXHOIO-
THH CBapKu U (POPMHUPOBAHUS TEXHOJIOTMUYECKUX OC-
HOB pacueTa AyroBOW CBapku moja cioeMm (iroca,
aHajn3a M pasBUTHA CYHICCTBYIOMIUX IOAXOJI0B B
JaHHOM HaIllpaBJICHUHN H€06X0[ll/IMO JAOMOJHUTL CY-
IIECTBYIOLIME METOJUKHA MAaTEeMaTHUYECKUM aJITrOpPHUT-
MOM 3aBHCHUMOCTH CKOPOCTEH OXJIQXICHHS OT IIO-
TOHHOW SHEPTHU CBAapKH M TOJIIWHBI CBApPUBAaEMOM
TUTACTHHBI.

Paspaborannpiii Ha Kadenpe «OOopyHOBaHHWA U
TEXHOJIOTHH CBAapOYHOTO MPOU3BOJICTBAY» IPOrPAMMHBIN
KOMIUTEKC [2] 10 pacdeTy mapaMeTpoB pexknMa TyTOBOH
CBApPKM TIO3BOJISIET HA CETOJHAIIHWN JEHb IOITYy4YHTh
OINITHMAJIbHBIE TEXHOJIOTHUECKUE TTapaMeTpsl Iporecca
JIYrOBOW CBapKH: CHJa TOKa, HalpsDKCHHE HA JyTe,
CKOPOCTb CBAapKH JUIsl HU3KOYTJIEPOIUCTHIX CTajeH.

UroOBl UCIIONB30BaTh yKa3aHHBIH MTPOTrPaMMHBIN
KOMIUIEKC JUISl pacyeTa peXuMa JyrOBOW CBapKH Je-
TUPOBAHHBIX M CPETHEYTICPOMUCTHIX CTajleid, HeoO-
XOJMMO B aJITOPUTM pacdeTra pekuMa JyTOBOW CBapKH
BHECTM MAaTeMAaTUYECKUH ammapar, MO3BOJISIIOIINN
YYUTBIBaTh CKOPOCTh OXJIAXKICHHUS B 3aBHCHMOCTH OT
MOTOHHOW »Hepruu cBapku. CKOPOCTH OXJIaKACHUS
OTIPEeNeIIIOT CTPYKTYPY CBApHOrO MeTajula IBa M
30HBI TCPMHUYCCKOI'O BJIMAHUA, a TaKKE OKa3bIBAIOT
BIIUSTHUE HAa YPOBEHb OCTATOYHBIX HaNpspKkeHuu [3].

I'paduku st onpeneneHus: CKOPOCTH OXJIAXIe-
HHS OKOJIOIIOBHOW 30HBI IPH CBAapKe IEPBOrO CJOS
CTBIKOBOTO IIBA B 3aBUCUMOCTH OT IIOTOHHOM SHEPTUH
MpHUBEICHEI B BUAe HOMOrpaMmM [4]. C HCIoNp30BaHH-
€M MaTeMaTH4YecKOro MpPOTPaMMHOTO KOMILIEKca
MathCad nocTpominy MareMaTH4ecKyl0 MOJENb, YUIH-
THIBAIOIIYIO0 3aBUCHMOCTH MTHOBEHHOI CKOPOCTH OX-
JKICHUS OT TIOTOHHOM SHEPTHH U Pa3HBIX TOJNIIHH
CBapHUBaeMBIX AeTaiel (CM. PHCYHOK) NPH yCIOBUHU
TemrepaTypHoro nepenaga B 600 °C 0e3 momorpesa.
I[aHHI)Ie 3aBUCUMOCTU HUMCIOT BUJ KPUBBIX, OIHCHI-
BaeMbIX CJICIYIONUMH (OYHKIHSIMU:
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Puc. 1. Homorpamma ans onpepeneHusi CKOPOCTU OXIaXAEHUSA OKOJIOLIOBHOM
30HbI NpPY CBapKe NMepBOro crosli cTbikoBoro wea T,— To=600 °C Ans TOMLWMHbI
cBapuBaeMmbIx getanen S =5, 8, 10, 14, 16, 18, 20, 36 Mm

o5 =327,756(g, —0,6) " —0,07; 6)
-1,67
0y =291,206(g, =0,6) "~ —0,2; 7
—0,94
0y =227,938(q, —0) ~ —6,0, (®)

TAe s, Wg, Wy, Wy, O, Wz, Wy, W36 — MTHO-
BEHHBIE CKOPOCTH OXJIXICHHS TPaa/C I TOJIIUH
CTEHOK COOTBETCTBEHHO 5, 8, 10, 14, 16, 18, 20, 36 mm;

Gror — TIOTOHHASI SHEPTHS CBAPKHU, KKaJ/CM.

CKOPOCTH OXJIaX/IEHHUS OKOJIOIIOBHOM 30HBI CHH-
JKAIOTCS TIPH YBEIWYCHUH NOTOHHOW SHEPTHUH CBapKH
B CBSI3U C €€ OBICTPBIM IPOTPEBOM U MEIJICHHBIM OC-
ThiBaHUEM. C yBeIMYEHHEM TOJIIMHBI CBAPUBAEMBIX
JleTayneld mpu HEM3MEHHOM MOTOHHOM SHEPTUU CBapKH
CKOPOCTh OXJIAXKICHUS PACTET 3a cUeT OoJiee MEIJICH-
HOT'O IIPOrpeBa MeTajljia 30Hbl TEPMUUECKOTO BIIMSHUS
1 OOJBIIeH METaNTIOEMKOCTH CBapHOTO IIIBA.
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