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AHHOTaIIl/ISI: B pa60Te PacCMOTPCHO MOJACIMPOBAHUC MPOLCCCA, MOJYYCHUSA MNOPOLIKOB MHUKPO-
W HAaHOPAa3MEPHOI'o Aualia3oHa. Ilo pe3yabTaTaM MOACIUPOBAHUC ObLIO CIIPOCKTUPOBAHO U pa3pa60TaH0
COIIJIO IJIa3MOTPOHA, PCAIU3YIOLICTO NPOLCCC IreHEPAllMU KalleJlb MUKPO- U HAHOPA3MEPHOI'0 Arala3oHa.

Abstract: The paper considers the modeling of the processbtdining powders of the micro-
and nanoscale range. Based on the simulation sesufplasma torch nozzle was designed and developed
that implements the micro- and nanoscale dropleéiggion process.

KuoueBnle ciioBa: MOJCIMPOBAHKUE, COIUIO IUIa3MOTPOHA, IMOPOIKA MUKPO- 1 HAHOPA3MEPHOI'O JrUara3oHa.
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Jlist pa3paboOTKH KOHCTPYKIMH MCIIOJIHUTEIBHOrO 000pYAOBaHMS, PEaIM3yIOLIEro MpoLecc reepa-
oyu Kalejgb MHUKPO- U HaHOAHAaIlla3oHa ObLIO MPpOU3BEACHO MOACIUPOBAHUEC MpOLECCa MOJYUCHHUA MECJIKO-
Pa3MEpHBIX YaCTULl C UCIIOJb30BAHUC TJIA3MCEHHOI'0 paClbUICHUA [1,2] OI[HOﬁ W3 IJIaBHBIX 3a7a4 ABJIACTCA
paccMoTpeHHre nporecca GOpMHUPOBAHHUS MIA3MEHHOM CTPYH M TEUSHHUS IIEKTPOAYroBoit miasmsi [3,4].

I[J'IH pa60TLI IJIa3MOTpOHA BECbMa BaKHbI I'COMETPUYCCKHUE pa3sMEPhbl Ia30BOT0 KaHalla, B KOTOPOM
06pa3yeTcs{ mia3ma. C LCJIbIO ONITUMU3AUU T'COMETPUHN COIlJIa, U TAapaMETPOB PCIKUMaA MJIa3MOTPOHA ObLIO
MpOBEACHO MOACIMPOBAHUEC ITpOLIECCa pa60TLI I1a3MOTpoOHa. Pacuérnas o6acthb 3aJa4u MpeaAcCTaBJsACT CO-
0o Ta30BbIi KaHa MPOCKTUPYEMOI'O IJIa3MOTPOHA. PaCCManI/IBaJ'II/ICL pa3janvHbIC 3HAYCHUSA BXOJAHOTO,
BBIXOJHOTO JUAaMETPOB CBEPX3BYKOBOI'O COIlJIa, €ro AJIMHA.

IlocTanoBka 3a1auu.:

[Tpu GopmMynupoBKY ObUIM YCTAHOBIJIEHBI CIEAYIOIINE TOIYIICHHMS:

o IIOTOK I'a3a sBJIAACTCS JJAMUHAPHBIM,

o ,I[el‘;ICTBI/Ie CHJIBI TSXKECTH HC YYUTBHIBACTCSI,

d paccMaTpuBaCTCsA OCCCUMMETPHUYHAS 3a71a4a,

*  TEPMOJWHAMUYECKHE W TPAHCIIOPTHBIE CBOWCTBA ra3a 3aBUCST OT TEMIIEPATYPHI.

PaCCMa’I‘pI/IBaCMaﬂ MOJECJb OIMMMUCBIBACTCA CICAYIOMMUMU OCHOBHBIMHA ypaBHeHI/IHMI/I:

Cucrtema ypaBHeHUI MakcBema!

3:(a+££o—jﬁ,
E=-0V;
0’0—A+D><H =J;
ot
B=0OxA

rae V - SHGKTpI/I‘IeCKI/Iﬁ MOTEHLMA, J - mIOTHOCTH TOKa, E - HaHpH)KéHHOCTL 3JICKTPUYCCKOTO IOJIA,

B -BEKTOD MarHUTHOMI UHIYKIHUH, H - BCKTOP MarHUTHOU HaHpS[)KéHHOCTI/I, G - DJICKTPONPOBOAHOCTD; L -

OTHOCHUTECJIbHASI MAarHUTHAs [IPOHUIIAEMOCTh, € - OTHOCUTEJIbHAS JUDJICKTPHUYCCKAS IPOHULIAEMOCThD.
ypaBHeHI/Ie Oananca OHEPIrUHU:

pCp%—-[+pCpﬁuDD T=00 K O+ Q
Q: EL+ Qad’

rze p - WIoTHOCTH; Cp - TernoéMKocTk; K - TertonpoBoaHocTs; EJ -JlKoyneB Harpes; Qp,, - TOTEPH Ha PagHaLHIo.
YpaBHeHHE IBUKCHUS:
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CGKIII/U{ 2: Texnonoruu MOJYy4YCHUSA HEPAZBEMHBIX COGL[I/IHGHI/Iﬁ B MAllIMHOCTPOCHUUN
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rae F - cruta mopenta; U - mose cKOpocTel; P - JaBIIeHHE, | - TeMIepaTypa; | - TUHAMHYecKas Bs3-

KOCTB; p - ITNIOTHOCTb.
YpaBHeHHE HENPEPHIBHOCTH:
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Puc. 1. Pacuemnas obracmo
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it pa®oThI MIa3MOTPOHA BEChbMa BaXKHBI I'€O-
METPHUYECKHE pa3Mepbl ra3oBOr0 KaHajga, B KOTOPOM
obpasyetcs miazma. C enbi0 ONTUMHU3AIUN TEOMETPUHU
COILIA, ¥ MTApaMETPOB PEKMMA IUIA3MOTPOHA OBLIO IPO-
BEICHO MOJICIMPOBAHUE ITPoIecca paboTa MIa3MOTPOHA.
PacuérHas obmacTe 3amayu mpencTaBisieT coOOl Tras3o-
BBII KaHAJI MPOCKTHPYEMOTO IIa3MOTPOHA M MPEICTaB-
JcHa Ha pucyHke 1. PaccMaTpuBainch pas3andyHbIC 3HA-
YCHHST BXOJIHOT'O, BBIXOJIHOTO THAMETPOB CBEPX3BYKOBO-
T0 COIUIa, €0 JJIMHA.

BXOIHBIMH MapaMeTpaMd ISl MOIEITHPOBAHHS
Obuti BIOpaHBI. pacxox rasza, ja/mmu (10-40), Tok,
A (100-200), auametp, mm (1,5-4), nunaa comia, MM
(10-30),auameTp Ha Bxoze, MM (3-10)

Ha pucyHke 2 mpeacTaBicHbI pe3yJIbTaThl MOJE-
JMPOBAHUSA [UISI HEKOTOPBIX 3HAYCHHH BapbUPYEMBIX

napaMmeTpoB. PaccMarpuBaCh 3HAYCHUS] CKOPOCTH Ta3a B KPUTHYECKOM CEUEHHH PEAKTHBHOTO COIUIA

U pacrpeeieHue TeMIepaTyphl.
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Puc. 2. Pacnpeoenenue ckopocmeii u memnepamyp 6 niasmooopasyouem KaHaie
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Ilo pe3yjibTraTaM MOJACINPOBAHUC OBLIO CIIPOCKTUPOBAHO U pa3pa60TaHo COIJIO IIa3MOTpOHA, Npea-
CTaBJICHHOC Ha PUCYHKEC 3.

-

Puc. 3. Conno nrazmompona

BriBogsl

CMozennpoBaH MpoIecc TSUSHH TUIa3Mbl, pa3paboTaHa U CIIPOSKTUPOBaHA KOHCTPYKITUS WCTIOTHH-
TEIBHOTO 000PYIOBaHUS, pPEeANHN3YIOMIas HCCIETyEMBIN MPOLECC TeHEPaIlH Kanellb MUKPO- U HaHOpa3Mep-
HOTO Anamna3oHa. V3roToBICHO COIUIO IUIa3MOTpPOHA (POpMHpYIOIIee HEOOXOIMMEIC HAIpaBICHHUS IIa3MEH-
HBIX TTOTOKOB Il 00pa30BaHMS HAa MOBEPXHOCTH KAIUIH JKHIKOTO METajsla MUKPOHEPOBHOCTEH MO JCHCT-
BHEM HCCJIEIYEMbIX HEYCTOHYMBOCTEH.
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CIIOCOFBBI BJIMSAHUS HA CBOMCTBA U TEOMETPHIO
CBAPHOTI'O IIIBA ITPU CBAPKE B 3AIIUTHBIX T'A3AX
I.A. Yunaxos, k.m.n, ooyenm, E.I'. pucopvesa” cm.npenodasamens,
FOpeunckuii mexnonozuueckuu uncmumym (gunuan) Hayuonanisno2o ucciedo8amenbcko2o
Tomcko2o noaumexnuuecko2o YHUsepcumema
652055 Kemeposcras 06x., 2. FOpea, yn. Jlenunepadckas, 26, Ten: 8 (384-51) 7-77-63,
“E-mail: Sedasch@tpu.ru
AnHotanusi: CBapka B 3aIIMTHBIX Ta3ax sBJSIETCS OJHUM W3 HauOOJee PaclpOCTpaHEHHBIX CIOCOOOB
CBapKH TUIABJICHHWEM, IPUMEHSIEMbIX B IIPOMBIIIJICHHOCTH. Y TIPAaBJIEHHUE CBOMCTBAMH M T€OMETPHEH IBA UTPAIOT
Ba)KHEHIITyI0 pOJIb B OIEHKE d(P(PEKTHBHOCTH IpoIiecca CBApPKH, TaK KaK ONpPEIEeNSIOT paboTOCTIOCOOHOCTD Me-
TAJIOKOHCTPYKIIMK. B manHON paboTe Mpom3BeeH 0030p COBPEMEHHBIX METOIMK MOBBIIICHNS KA4eCTBa CBAPKU
B 3allIUTHBIX rasax. B PEIYNbTATE MPOBEACHHBIX I/ICCHeZ[OBaHI/Iﬁ YCTAHOBJICHO, YTO JMHAMHWYCCKOC BOS,Z[CI‘/JICTBI/IQ
CTPYH 3aIITHOTO ra3a OKa3bIBACT CYIIECTBEHHOE BIIIHIE HA (HOPMUPOBAHKE CBAPHOTO IIIBA.
Abstract: Shielded gas welding is one of the most common fusion welding methods used in industry.
The management of the properties and geometry of the weld play a crucial role in assessing the effectiveness
of the welding process, as they determine the performance of the metal structure. In this paper, we review
modern methods for improving the quality of welding in shielding gases. As a result of the studies, it was
found that the dynamic effect of the protective gas jet has a significant effect on the formation of the weld.
KiroueBble cjioBa: cBapka, 3pPeKTHBHOCTH, CBOHCTBO, MUKPOCTPYKTYPa, IIIOB, KaIlJIsl METaJlIa, Ta3.
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