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AnHotanmsi: B pabore nccienoBaim MHOTrOCHOWHBIE 00pasiibl, HAIUIABJICHHBIE HEPKaBeIolIeH cBa-
pounoii npoBosiokoi AlSI 304L nyrosoii cBapkoii B cpene aprona. O0pa3ubl HaIUIABISIIN IByMs clloco0a-
MU: 0€3 UCIIOIb30BaHMsl OTPAHUYMTENICH U C UCIIOJIb30BaHUEM IPaMTOBBIX (POPMUPYIOLIHX 110J103b€B. M30-
OpaKeHUs! CTPYKTYp 00pa3LoB MOJIy4EeHBI B pexkuMe TuddepeHuansHo-MHTepPEPEHIIMOHHOTO KOHTpacTa.
AHanu3 NOyYeHHBIX CTPYKTYp IMOKa3ajl, YTO NPHUMEHEHHE I'paUTOBBIX IOJ3YHKOB IO3BOJISIET IOJIyYHTh
PaBHOMEPHYIO CTPYKTYpPY B 00pa3siax 0e3 pe3KHX Mepexo10B MEK/1y HaIlJIaBJICHHBIMH CJIOSIMU.

Abstract: We investigated multilayer specimens depositett WiSI 304L stainless welding wire by
arc welding in an argon atmosphere. The samples deposited in two ways: without the use of lingter
and with the use of forming graphite skids. Thedge®of the structures of the samples were obtam#te
differential interference contrast mode. The arialgé the structures obtained showed that the figra
phite skids makes it possible to obtain a unifotracture in the samples without abrupt transitibasveen
the deposited layers.

Karouesnie ciioBa: MIG cBapka, nocinoiiHoe BbIpallliBaHue, ASHAPUTHAS CTPYKTYpa, HeprkaBeroas
CBapOYHasi IPOBOJIOKA.

Keyword: MIG welding, multilayer surfacing, dendritic sttuce

Pa3paboTka TEXHOJIOTMH aJJIUTHBHOTO MPOM3BOJCTBA, MO3BOJIIONIETO MOJIy4aTh U3AEIHS C IOBBI-
LIEHHBIMH (PU3MKO-MEXaHUYECKUMHU XapaKTEPUCTHKAMH SIBJISICTCS OJHUM M3 OCHOBHBIX IEPCIEKTHBHBIX
HAalpaBJICHUI Pa3BUTHS COBPEMEHHOI'O MaTEPHAIOBEJCHUS B IPOMBIIIICHHBIX TEXHOJOTHAX. B HacTrosiee
BpeMsi B 00JIaCTH aJUIMTHBHBIX TEXHOJOTWI aKTUBHO PAacCMaTPUBAIOTCSI BO3MOXHOCTH IIPOLiECcca M3rOTOB-
JICHUSI 3arOTOBOK M3 Pa3iIMYHBIX IOPOLIKOB ITyTEM HX IUIABJICHHS MOJ BO3/CHCTBUEM JIIEKTPOHHBIX
WIN Ja3epHbIX Jydeil. J[aHHbIE METOABI MO3BOJISIOT IOJYYUTh HM3JENUsl C BBICOKOH TOYHOCTBH JOIyCKa
Ha pasmep [1]. OaHaKo OHHM OONANAIOT PSAAOM MHHYCOB, CPEAU KOTOPBIX HH3KAs CKOPOCTHh W3TOTOBJICHHS
n3zenus [2]. Taxoke mpu paboTe ¢ MOPOLIKOBBIMU CHCTEMAMHU B KAYECTBE MCXOAHBIX MaTEPHAIOB BO3HUKACT
PHCK TOJIy4E€HHsI MTOTOBOIO HPOJYKTa C JeeKTaMH, B 4aCTHOCTH C IIOpaMM, KOTOpBIC B IOCIEICTBHU
B 3HAYMTENBHONH MEpe MOTYT MOBIMATH HA JKCIUIyaTalMOHHBIE cBoWicTBa m3fenus [3]. B cBs3u ¢ Tew,
YTO CYIIECTBYET HEOOXOIMUMOCThH INPEOJOJICHUsI MPOOJIEM, CBSI3aHHBIX C MUKPOCTPYKTYPHBIMH OCOOECHHO-
CTSIM BO3HUKAIOIIMMU B HEPAaBHOBECHBIX YCIIOBHUSX 3aTBEPJECBAHUs W3 PacIljiaBa, MOSBISETCS MOTPEOHOCTh
B pa3pa0dOTKe HOBBIX METOJIOB a/IJTUTUBHOTO POU3BOJICTBA M3/IEJINH PA3IMYHOTO Ha3HAYCHHS.

OnHMM M3 pelICHNH TaHHOW MPOOJIEMBI SIBISCTCS TEXHOJIOTHS IOCIOWHOTO BBIpALMBaHMs U3/IEIHI Me-
TOZIOM JIyrOBOM CBAPKH B aTMOC(epe HHEPTHOIO ra3a ¢ HCIOJIb30BAHHEM CBAapOYHOIl mpoBosioku [4]. Hecmotpst
Ha TO, YTO TOYHOCTH TOTOBBIX M3/, MOTyYEHHBIX JaHHBIM METOJIOM HMJKE, YEM IPH HCIIONB30BAHUH KIIACCH-
YECKHUX METO/IOB IUIABJICHHUS IOPOILIKOBBIX CHCTEM, CKOPOCTh OCA)XK/ICHHUSI HAIUIABIIIEMOIO MaTepHalla 3HaYnTelb-
HO BBIIIE. DTO MO3BOJISET MOIyYaTh ACTAIHM OOJBIINX Pa3MEPOB 32 KOPOTKUE CPOKH. B cBf3M € 3THM JaHHBIM
METO]] IMEET IIHPOKYIO MOMYJISIPHOCT B PA3JIMYHBIX OTPACIISAX IPOMBILIICHHOCTH [5].

[Tpu BBIOOpEe MaTepHana CBApOYHON MPOBOJIOKU B 00JIACTH Pa3pabOTOK MOCIOHHOTO BhIpALIMBAHHS
3ar0OTOBOK METOJOM JyrOBOH CBapKH OCOOYIO MO3HLHMIO 3aHUMAIOT Hep)kaBewoinue cramu [6]. B cBssu
¢ OoJbLIeH JOCTYIHOCTh CBAPOYHYIO IIPOBOJIOKY W3 HEPXKABEIOIIMX CTaJIeii IPUMEHSIOT /Il M3TOTOBIICHUS
JieTaliei B TAKUX HEePEeIOBIX OTPACIIAX, KaK aBUa- M PaKETOCTPOCHHE.

Llens nanHOW paboOTHI Hccien0BaTh BIMSHHE T'Pa(UTOBBIX I0JIO3bEB Ha (POPMUPOBAHHUE JICHI-
PUTHOH CTPYKTYpBI U3J€IUN, NOJyUYEHHBIX MHOTOCIOIHON HamIaBKOW CBapOYHON HepkaBeroLed mpo-
Bostokoit AIS| 304L B cpene aprona.
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Ha puc. 1 npezncraBnena TpexmepHas MOJIEIb 00pasLia, IIOJTy4eHHOr0 MHOTOCIIOWHOW HAIUIaBKOH cBapoy-
HOI1 HeprkaBeromiei pososiokoit AlS|I 304L B cpene aprona ¢ MCnoab30BaHUE rpadUTOBBIX MOJIO3BEB.

Puc. 1. Tpexmepras modenv 0bpazya, nOIYUEeHHO20 MEMOOOM NOCIOUHO20 0Y208020 GbIDAUJUBAHUSL.
1 —cmanvrnas noonosicka, 2 —epagumosvle popmupyrougue nonosvs, 3 —obpasey

[Tpu nocnoitHOM BBIpAIIMBaHUY W3AEIMH MCIOJIB30BAJACH CBApOYHAs MPOBOJIOKA M3 HEp)KaBerOLICH
cramu Mapku AISI 304L. [lanHast Mapka CBapOYHOH ITPOBOJIOKH UMEET MOHMKECHHOE COJepKaHHue yriiepojia
W TpelJHa3HaueHa /Ul CBapKU W3IEIMH, DSKCIUIYyaTHPYIOIIMXCS B INMPOKOM WHTEpBalE TEMIIEpaTyp
ot -196 no 350C. AHanoramu JaHHOW MapKH CBapOYHOH MPOBOJIOKH SIBJISIIOTCSI MapKHU IIPOBOJIOK U3 KOPPO-
3HOHHOCTOMKUX xpoMmoHuKeneBbix ctaneii: 03X18H11, 0818H10T. B tabnuue 1 npeacraBicH Xumude-
CKUI COCTaB UCIOJIBb3YEMON CBAPOUHON IPOBOIOKH.

Tabmuma 1

Xumuueckuii coctaB npoBosioku Mapku AlSI 304L
C Mn Si Cr Ni P S
max 0.03 1.40-2.10| 0.651.00 19.5-21.0 9.00-11.00 max 0.03! max 0.020

OO0pasipl MoayYaaTd MHOTOCIOWHOW HaruiaBKoW IwiaBsmiumcs dnekrpoaoMm AlSI 304L muamerpom
0,8 MM B cpene aprona, cBapounsiii Tok |,= 100A, nanpspkenne ayru U= 20 B, nomnspHocTs oOpaTHasi.
Ha puc. 2 npucraBieHbl H300paKeHUS NOMEPEYHBIX CPE30B 00PA3IOB.

6

Puc. 2. I[lonepeunvie cpeszvi 06paszyos, noyueHHvle Memooom NOCI0UH020 0Y208020 GblPAUUBAHUSL
1 —6e3 oepanuuumeneii, 2 —c UCnoIbL308aHUEC GOPMUPYIOWUX 2PAPUMOBHIX NOJIO3bEE.

U3 pucyHka 2 BUIHO, 4TO UCIOJb30BaHue GOPMHUPYIOIIUX IPadUTOBBIX MOJIO3bEB MO3BOJISET MOJY-
YUTh UTOTOBOE M3/EJIHE METOIOM MOCIOMHOIO BhIPALIMBAHKS MTyTEM HAIUIABJICHHS MIPOBOJIOKH C TEOMETPHU-
eil BBICOKOW TOYHOCTH, T.€. BHEILIHsS MMOBEPXHOCTh MOJy4aeMbIX 0Opa3loB Oosiee poBHas M MOTPeOyeT
MEHbIIIE 3aTpaT Ha PUHUIIHYIO 00paboTKy.

Ha puc. 3 mpezcraBieHsl IeHIPUTHBIE CTPYKTYPhI 30H CILIABJICHUSI TONEPEYHBIX CEYeHUH, Hccie-
JTyeMBIX 00pa3IoB.
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U3 puc. 3 (a, B) BUIHO, YTO MpPHU CBapKe Oe3 MCIOIb30BAHUS OTPaHHUYHMTENICH HAOTIOMAIOTCS PEe3KUe
nepexoJpl MEXIy 30HaMH CIUIABJICHHS, BBI3BaHHBIC IIOBBIINICHHBIM TEIIOOTBOAOM. B cBOIO ouepens
[PH KCTIOIb30BaHUH (HOPMHUPYIOIINX rPapuTOBBIX M0N03beB (prc. 3 0, T), 6marogapsi OrpaHMYCHHIO OTBOAA
Teria ¢ GOKOBBIX CTEHOK 00pa3lioB, HaOII0JaeTcst pABHOMEPHBIH MEpexo/ MEeX/y HAIlJIaBISIEMBbIMH CIIOSIMU.
ITomMuMo 3TOTO, NPU KUCIOJIL30BAHUH T'Pa(GUTOBBIX M0J03bEB HAOIIONACTCS OTCYTCTBHE IOP BO BCEX CIOSIX
uTorosoro obpasua. OTcyrcrBue MoAo0HOTro BUAa Ae(hEKTOB MO3BOSLET HPENOI0KUTh, YTO y 00pa3LoB
BBIPALICHHBIX C MCIOJIb30BaHUEM TPa(UTOBBIX M0JI03bEB OYAyT HaONOAaThCs OOJbIINE 3HAYCHUS (PU3HKO-
MEXaHWYECKUX CBOMCTB 110 CPAaBHEHUIO C 00pa3liaMy, BBIPAIIEHHBIMU 0€3 HCIIOIB30BaHUS OTPaHHUYHUTEICH.

Puc. 3. Onmuueckue uzobpasicenus cmpykmyp 301 CHAasIeHUs. 00pa3y08 NOCIOUHOU HANIAGIEHHOU
npogonoku AlS| 304Lnoayuennvie 6 pescume ougpepernyuarorHo-unmephepeHyuoHH020 KOHMPacma .
a —nepexo0 mesncoy CmaibHOU NOONOANCKOU U NePEbIM CloeM, be3 oepanudumencei;
6 —nepexo0 mexcoy CmanbHOU NOOJIONCKOU U NEPBbIM CLOeM, C UCHONb308AHUe PADUMOBHIX NOJIO3bES;
6 —nepexo0 medicoy 1-vim u 2-vim cnosmu, bez oepanuyumeneti; e —nepexoo mexcoy l-vim u 2-vim crosmu,
€ UCNOIL308AHUE 2PAPDUMOBLIX NONIO3bES.

Takum 00pazoM, HcCIIOIb30BaHUE TPAYUTOBBIX (HOPMHUPYIOIIMX MOJIO3LEB, MPU W3TOTOBJICHUU IIO-
CJIOWHO BhIpaleHHBIX 00pa3oB MetooM MIG cBapku B cpelie aprosa, o3BoJisieT MoJay4aTh FOTOBOE U3Jie-
JIMe C OJHOPOJHOM CTPYKTYPOH M JIOCTATOYHO BBICOKOM TOYHOCTBIO JOITyCKa Ha pa3mep. IlosydeHHble pe-
3yJIBTaThl TOBOPST O HEOOXOIMMOCTH NMPOBEICHUS AAJIbHEHIIMX MCCIEJOBAaHHUN 0 M3YYEHHIO MEXaHWue-
CKHMX CBOMCTB 00pa3LOB, MOJy4yaeMbIX ONMCAHHBIM CIIOCOOOM.
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Annotanmsi: [TokazaHo, 4To BU3yasJbHBIA U N3MEPHUTEIBHBII KOHTPOJIb HE FAPaHTHPYET IPelOTBpa-
IIEHUE BBIMyCKa Ae(EKTHOW NMPOAYKIMHU, HMPEII0KEHO HCIOJIB30BATh YACTOTHBIA aHAIU3 ISl BBIABICHUS
3HAQUUMOCTHU THUMA Je(eKTa Il KOHKPETHOTO BHIA NMPOAYKIHH, HA MPUMEPE CBAPHBIX COEAWHEHUH TPYO
MIPOBEJICH aHAJIM3 BBISBICHHBIX HEIOMYCTUMBIX NedeKToB, Ha ocHOBe Metona ABC JIxk. /IxypaHa u aua-
rpammebl Ilapero npoBeneHO neneHne NedeKTOB Ha TPYNIBI 3HAYUMOCTH, NPEUIOKEHO MPOBECTH aHAIH3
NIPUYMHHO-CIICAICTBEHHBIX CBSI3€H MEXy BUIAMH Ae(EKTOB U YCIOBHSIMH IPOU3BOJICTBA.

Abstract: The paper shows that visual and dimensional irigpedoes not reliably prevent release
of defective product and suggests using frequemajyais to define significance of different typefsde-
fects for specific types of production. Using th@mple of welded pipe joints, the analysis of detége-
jectable defects is conducted, and defects areebralown into groups based on significance using ABC
method by J. Juran and Pareto diagram. It is stegdjeée conduct a study of cause-and-effect relatigm
between the types of defects and production enwigort.

KaioueBble cioBa: nedexrsl, BU3yalbHbBIH U W3MEPUTENBHBINA KOHTPOJb, MeToNABC Jx. Ixypana,
nuarpamMa Ilapero, 3HaUMMOCTb Ae(hEKTOB, TPYMIEl 3HAYUMOCTH Je(hEKTOB, MPUINHHO-CIICACTBEHHBIC CBA-
31, IPOM3BOACTBO.

Keywords. defects, visual and dimensional control, ABC mdthg J. Juran, Pareto diagram, signi-
ficance of defects, defect groups based on sigmifie, cause-and-effect relationship, production.

[Tpn HM3roTOBJIEHMM CBApPHBIX KOHCTPYKLUMH BO3MOXKHO OOpa3zoBaHHE Ie(EKTOB CBapHBIX COEIMHE-
HUI: IOAPE30B, MOp, HENPOBAPOB; IIAKOBBIX BKIIIOUYEHUH, OTKIIOHEHUH T'€OMETPUIECKUX Pa3MEpOB CBapHO-
IO IIBa ¥ T.I. {71 MpeaoTBpalleHns OMaJaHus K TOTPEOUTENI0 HEKaYeCTBCHHON MPOIYKIUH €€ H3TOTOBHU-
TeJIb OCYLIECTBIISIET KOHTPOJIb HAIW4MA IEe()EKTOB, ONpENEIEHHE X Pa3MEpOB, CPAaBHEHHE IOIYYEHHBIX
3HaYeHUH ¢ TPeOOBAHUAMH HOPMATHUBHOM JOKYMEHTAITUEH.

OO0s13aTeNnbHBIM METOJIOM, NPOBOANMMBIM B 00beMe 100%siBnsiercst BU3yallbHBIA M H3MEPUTENbHBIH KOH-
tpoutb (nanee BUK). Onnaxo nposenenne BUK naxe Takom o0beMe He TapaHTUPYET NPEAOTBPALICHHE BBITyCKa
nedexTHol npoxykiuu. [1o MHEHHIO clIeManicToB, pabOTAONMX B 00JAaCTH YIPABICHUS Ka4€CTBOM IPOJYK-
un [1, 2], Xopoime peKOMEHAALMH 110 TPESIYIPEIKICHHIIO MPOU3BOACTBA OPAKOBAHHON MPOIYKIIMK MOXKHO pas-
paboTaTh C MOMOIIBIO METOJOB, HAINIPABICHHBIX HAa MPOBEACHUE aHAIN3a 3HAYMMOCTH, YaCTOTHOCTH BO3HUKHO-
BCHUS I6(DEKTOB, YCTAHOBIICHHUS NIPUYHHHO-CIEACTBEHHBIX CBSA3EH MEXIy Je()eKTaMH M YCIOBHSIMHU MPOM3BOI-
crBa (mmarpamma ITapero u meronq ABC [Ixk. xypana. YcTpaHeHHe npudnH oOpa3oBaHus AeEKTOB Ha BCEX
CTaJIUAX MPOU3BOJICTBA MPOAYKLUH CIIOCOOCTBYET POCTY €€ KOHKYPEHTOCIIOCOOHOCTH.

B nannoii pabote ObuIa MPEANPHUHATA MOMBITKA IIPOBEPKH BO3MOKHOCTH HCIIOJIb30BAHUS IUArPAMMBI
ITapeto, merona ABC JIx. JIxypaHa IJIsl OIEHKH JS(QEKTOBCTHIKOBBIX COCAMHEHHHA TPyO IHaMETpoM
ot 2510 159MM ¢ TommuHON CTEHOK OT 2,510 14 MM, BBITIOIHEHHBIX B 3aBOJICKHUX YCIIOBHSIX PYYHOM Ayro-
BO#1 cBapkoil. M3 «karymek» TpyommHoi 150 MM coOMpaioch n CBapUBaIMCh CTHIKKM.B KauecTBe Marepuaia
TpyO HMCIOJIB30BAIMCH YIIIEPOAUCTBIC U HU3KOJIETHPOBAHHbIE CTaJIM, OTHOCSAIIMXCS 1Mo Kinaccupukannu Ha-
uuoHanbHoro Arenrcrsa Konrtposs Ceapku (nanee HAKC) k rpynne MO1.

Iepen cOopkoil «KaTymiku» TpyO0 OYMINAIHMCH OT IOBEPXHOCTHBIX 3arps3HEHUH W 3a4MINAINCDH
JI0 METATMYECKOTo OJIeCKa CHapyKH M BHYTPU Ha IIMPHHE, YKa3aHHOW B OMEpalMoHHON KapTe. IIpu c6op-
K€ CTBIKOB HCIIOJIb30BaJIaCh TEXHOJOTWYECKasi OCHACTKA. [IpMxBaTka MCBapKa CTHIKOB BBIMOJHSIACH JIICK-
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