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TEXHOJIOI'UsI CBAPKH HITOKA T'HIPOLHUJINHAPA
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Annotanusi. CBOeBpEMEHHBII U KaYeCTBEHHBI PEMOHT KaphepHOTO 000PYIOBaHUS SIBISIETCS BaX-
HBIM COCTaBJISIOIIUM 3G PEKTUBHOTO (pyHKIMOHMpOBaHMs. KauecTBO MoiydaeMbIX CBAapHBIX COEAMHEHUI
JIOJDKHO 0OecrieunBaTh HaJIEKHYI0 paboTy MallyH.

KiroueBnlie ciioBa: TexHomoruueckuil npouecc cBapku, MareMatuueckoe Mogenuponanue, CAE.

Abstract. Timely and high-quality repair of quarry equipment is an important component of effective
functioning. The quality of the resulting welded joints should ensure reliable operation of the machines.

Keyword: Welding process, mathematical modeling, SAE.

Lenbro pabOTHI ABISIETCST MOJEIMPOBAHNUE TEXHOJIOTMUECKOTO Ipollecca CBapKH. PesynpraTtoMm mc-
CIeJOBAaHUS SIBJII€TCSI UMUTALIMOHHAS MOJETb IIPOLecca CBAPKU U3EIUsL.

Ceapka cpefHe M BBICOKOYIJIEPOAMCTBHIX CTaled CBs3aHa C BO3MOXKHOCTBIO IOSIBJICHHUS 00OjacTer
C MOBBIIICHHOW TBEPAOCTBIO [1]. DTO CBSI3aHO B TOM YHCJIE C BOSHHKHOBEHHEM 3aKaJOYHBIX CTPYKTYD.
B urore npu Harpyske aeTaib ¢ O0JIbIIOH BEPOSTHOCTHIO MOXKET BBIMTH U3 CTPOS B PE3YJILTATE MOJIOMKH.

MeToabl MaTEMaTHUECKOTO U CUMYJISIIOHHOTO MOJENIUPOBAaHUs TI03BOJISIOT IPOU3BECTH aHATIU3 Ba-
PHAHTOB TEXHOJIOTHYECKOTO MPOLecca C IPHUMEHECHUEM PA3IMYHBIX TEXHOJOTHYCCKUX PELICHHH (PEKHUMOB
Pa3IMYHBIX BUIOB TEPMOOOPAOOTKH U.T.1.).

KauecTBeHHast M KOJMUYECTBEHHAs OLlCHKa MOXeT O0azupoBarbesi Ha CAE-anannze, Ha pUCyHKe NOKa-
3aHa pacu€THas MOJEIb U3AEIIHSL.

B paboTe nmpou3BoAMIIOCH MCCIIEAOBAHNUE TEXHOJIOTHH BBIIOJHEHUSI CBAPHOI'O COCIMHEHHs LITOKA
n3 mapku 42CrMo4c yxom u3 cranmu 4071

Hcnonp3yercs mieneBas paszeika co ckocoM KpoMku 15-20rpaaycos.

Jnst BBITIOJTHEHHSI COSIMHEHMs 0 0a30BOM TEXHOJIOTHHU MPUMEHSETCs JIBa criocoba cBapku. KopeHb
1IBa U 3aMOJHEHUE 0 CEePEeIHHBI Pa3IeiKH BBITIOIHACTCS CBAPKOH B 3allUTHOM ra3e mpoBoiokoi Aristoroad
auametpoM 1,2,0cTanbHas 4acTh BBIIIOJIHSIETCS CBAPKOH MOJT (DIIFOCOM.
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Xl MexnyHapoHast HayqYHO-IIpaKTHUECKast KOH(PEpeHIUs
«/IHHOBAaLIMOHHBIE TEXHOJIOTMU B MAIIMHOCTPOCHUI»

Pacuérsl BeIIONHSUIMCH B iporpamme Simufact
Welding. 3to cnenmanu3upoBaHHas mporpamma
NpeAHasHa4YeHHas JUId ONTHUMHU3ALMK  IIPOLIECCOB
CBapKH U HAILIABKH.

Caapka SIBJISCTCSI HECTALMOHAPHBIM ITPOLIECCOM
TaK KaK BCE CBOMCTBA MaTepuaia sBISIOTCS (yHKIHAMU
Temneparypsl. [y npoBeneHus pacyéroB Obun cdop-
MHPOBAaHBI MOJICIA MAaTEPHAJIOB U3 KOTOPBIX BBIIIOIHE-
HbI Aetany. J{Jsl mocTpoeHusl MOJIeNiel MaTepHuaoB Kc-
noJib3oBanack nporpamma JMatPro.

Kaxk BHIIHO U3 prcyHKa 2 rociie cBapKH 00pa3yeTcst ojie HaIPsHKEHUH BBICOKOTO YPOBHS

Puc. 1. Pacuémnas mooensv uzoenus

a 7]

Puc. 2. Pesynomamol mooenuposanus (6a306as mexnono2us)
a —ocmamounbvle HanpANCeHUs, 6 —00bEMHAA 001 MapmeHcuma

Ha crnaiine mokazano 00bEMHOE collepKaHNE MAPTCHCUTA.

JI71s TOBBIIIEHUS] Ka9eCTBA TEXHOJIOTHYECKOTO TPOLecca OBIIM MPEIOKEHBI CIETYIONIHE TEXHOIO-
THYECKUE PEIICHUS

Pabora Benace B aBa Jramna.
1. TIposenenwue npensapurensHoro noporpesa 150-250C

3TO MO3BOJISIET CYIIECTBEHHO CHU3UTH YPOBEHb OCTATOYHBIX HANPSDKEHUH B 00BEMHOTO COEpIKaHM
MapTeHCHTa

a 9]

Puc. 3. Pezyrvmamul modenuposarnus (npu Hanuyuu npeosapumenbHo20 no002pesa)
a —ocmamounvie HANPAXCeHUs, O — 00bEMHAA 00 MapmeHcuma
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2. bein PacCMOTPECH BapUAHT MCIIOJb30BaHUA OTITYCKAa CBAPHOTI'O COCAUHCHUSA (3TOT BapuaT HE pacCcMaTpu-
BaJICSI B IIOJIHOI MEpe T.K. Ha OPCANPUATUNU HET BO3MOXKHOCTH MNPOBCACHUSA OHepaI_II/II/I). O}lHaKO,
KaK BUAHO U3 PUCYHKaA

a 7]

Puc. 4. Pesynomamui mooenuposanus (npu Hanuyuu npeosapumenbHo20 nooozpesa
u nociedyioujeli mepmooopabomKu)
a — Ocmamounvle HanpadiceHus, 6 — 00vbEMHAA 00JI MAPMEHCUMA

3aKiIroueHue

Pa3paboTana cCUMYJISAIOHHAS MOJIEIh MPOLIECCa CBAPKU IITOKA TUIPOLMIHMHIPA C YXOM, ITO3BOJISIOIIAS
[IPOU3BOAUTH OLIEHKY BJIMSIHUS 3JIEMEHTOB TEXHOJIOTHH M UX PEKMMOB Ha KAY€CTBO MOIy4aeMOTro U3IeIIusl.

ITo pesynpraTam MoAeIUPOBaHUS ObLIH CHOPMUPOBAHBI PCKOMCHAAIIUH MO0 ONTUMHU3AIMH TEXHOJIO-
THYECKOro mpolecca.

CHnHCOK UCTIOJIB3YEMBIX UCTOYHHKOB!
1. JIuBmmn JI.C., Xakumor A.H. MeTamioBeneHie CBapKH U TepMHYecKas 00pabOTKa CBaApHBIX COCIUHE-
HUMH.- 2-€ u31., nepepad. u gon .- M.: MamumHoctpoenne, 1989.-336.

TEXHOJIOI'US ITOBBIIIEHUSA TPOYHOCTHU
COE/IMHEHUM ITIPU M1G-MAG CBAPKE
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Annotanms. [IpeuioxkeH HOBas TEXHOJIOTHs peaym3auuu ynpasienus: npoueccom MAG, MIG-

CBApKU IpHU NUTAHUU CBapO‘IHOﬁ Ay NEPEMEHHBIM TOKOM HpOMLIH.[J'IeHHOﬁ YaCTOThI C TCXHOJIOITHYCCKUM
o0opynoBaHHEM, OOECIIEUHMBAIOIIMM HMITYJILCHYIO MOJady CBapOYHON NPOBOJOKH B 30HY T'OPEHHS AYTH.
HpOLIECC 00eCIeYMBAET CHIKEHHE TEILIOBOIO BOBﬂeﬁCTBHﬂ Ha 30HY TCPMUICCKOI'0 BJIMAHNA, CTa6I/IJ'II/I3I/Ipy-
€T BpeMs O6pa30BaHI/IH Karin 3JCKTPOAHOIO METalljla 3a CHET CHMIKCHUS BHCIIHETO MArHUTHOT'O BOBﬂeﬁCT-
BUs Ha cBapouHyto ayry. Ilo pesynbraTtam nccnenoBaHuK c(OPMYIHMPOBAHBI OCHOBHBIE KPUTEPHUH yIIpaBIie-
HUS IICPCHOCOM JDJICKTPOAHOI'O METAaJJIa MPU €€ NUTaHUU OT UCTOUYHUKOB IIEPEMEHHOI'O TOKA.

KaroueBsie cioBa: npounocts coeaunenus, MIG-MAG.

Abstract. A new technology is proposed for the implementation of MAG, MIG-welding process con-
trol when the welding arc is powered by an alternating current of industrial frequency with technological
equipment that provides pulsed supply of welding wire to the arc gorenje. The process reduces the thermal ef-
fect on the zone of thermal influence, stabilizes the time of formation of a drop of electrode metal by reducing
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