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HPUPOJA OBPA3OBAHUA ITIOAPE30B

Yemanosnenvr 3axonomeprocmu enusinusi popmul 21eKkmpooa Ha OsudiceHue oyeu no
Mopyy 31eKmpooa U C8aApOUHOU 6anHe, MENI0I0MNHCEHUE, POPMUPOBAHUE WBO8 U IIeK-
MPOMACHUMHASE NPUpooa 0dpazosanust noope3os. Paspaboman cnocob oonocmopomuneii
BbICOKOCKOPOCHHOU C8APKU COCMABHLIM 9AEKMPOOOM HA HUZKOU NO2OHHOU SHepaul,
obecneyusarowull KavecmeeHnoe Qopmuposanie weos Ha (rocosoll nooyuKe i nobi-
uteHue YOapHoll 63KOCMU C8APHBIX cOeOuHerull 6 2-2,5 pasa.

Knrwouesvie cnosa: noopesvi, 21eKmMpoMacHUMHASL CULA, MAZHUMHOe 0AasleHue, 8blCOKO-
CKOPOCMHASL 0OHOCMOPOHHAS C8APKA, COCMABHOU 21eKMPO0, YOapHAs BI3KOCb.

H]emunin C.B., lllemunina B.I., Hukumenko I1.B., Koéanv O.B. IIpupooa ymeopenus
niopizie. Bcmanoenerni 3akoOHOMIPHOCTI 8HAUBY (POpMU eeKmPOOdYy HA PyX Oyeu NO mop-
Yio enekmpooy i 36apHGANbHIN 6AHHI, MENIOBKIAOCHHS, YOPMYBAHHS WLEI6 I eNeKmpoMa-
SHImHa npupooa ymeopenHs niopizie. Pozpobneno npoyec 00HOCMOPOHHBLO2O BUCOKO-
WBUOKICHO20 36API0BAHHS HA HU3LKIU NO2OHHIU eHepeli, AKuil 3a0e3neuye sKicHe Gopmy-
BAHHS WGI6 HA (PM0COBITE NOOYVIYI | NiOGUULEHHs YOapHOL 8 3KOCMI 36APHUX 3 €OHAHDL Y
2-2,5 pasu.

Knrouesi cnosa: niopizu, erexmpomazHimua cuid, MAeHIMHUL MUCK, GUCOKOWBUOKICHE
O0OHOCMOPOHHE 36aPIOBAHHS, CKAA008ULL eIeKMPO0, YOAPHA 8 A3KICHb.

S. V. Shchetinin, V.I. Shchetinina, P.V. Nikitenko, O.V. Koval. The nature of the under-
cuts formation. The electromagnetic nature of the undercuts formation has been estab-
lished. As welding speed increases, the diameter of active spots decreases, heat input to
the side edges of the bath reduces, the electrical resistance of the side edges decreasing.
As a result, the amount of current flo wing through the bath side edges increases as well
as increase of the field induction, electromagnetic force and the magnetic pressure, under
which the liquid metal flows down from the bath edges, which leads to the undercuts for-
mation. The regularity of the electrode shape influence and the metal thickness on the
formation of welded joints and the undercuts formation is established, according to
which, with a decrease of the metal thickness, the tendency to undercutting decreases as a
result of a decrease in the ferromagnetic mass directed downward in the region of the
bath side edges of the electromagnetic forces and magnetic pressure, what provides the
qualitative welds formation and confirms the electromagnetic nature of the undercuts
formation. A method has been developed for high-speed one-side welding with a compos-
ite electrode. This process provides a heat input increase to the side edges of the bath,
electrical resistance increase, current decrease, electromagnetic forces and magnetic
pressure, directed downward in the regions of the bath side edges decrease, high-quality
seams without undercuts, the reverse roller on the flux cushion, the microstructure grind-
ing and an increase in the toughness of welded joints.

Keywords: undercuts, electromagnetic force, magnetic pressure, high-speed one-sided
welding, composite electrode, impact strength.

IocranoBka mnpodjeMbl. D(PPEKTUBHBIM CIIOCOOOM TOBBIIICHUS MEXaHUYECKUX CBOWMCTB
CBapHBIX COCAMHECHUH U yIIydlleHUs (HOpMUPOBaHUs OOPATHOTO BaJMKa IPU OJHOCTOPOHHEH CBapKe
Ha (IIIOCOBOM MOJYIIKE SBISETCS YBENUYSHNE CKOPOCTH CBAPKH U KPUCTAIUTU3AIMH, YTO 00ecIeunBa-
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eT U3MEeNbYeHHEe MHUKPOCTPYKTYPHI U MPEJOTBpallaeT BBITEKAaHUE KUIKOTO METajla M3 CBAapOYHOM
BaHHBL. O/IHAKO MOBBIIIIEHHE CKOPOCTH CBApPKH OrpaHMYCHO HapylieHueM (pOpMHUpPOBaHHUs IIBOB B pe-
3ynbTaTe 00pa3oBaHUs MMOIPE30B, MPUPO/A KOTOPHIX TMONHOCTHIO HE YCTAHOBIIGHA, TIO3TOMY pa3pa-
00TKa TPOIECCOB BBICOKOCKOPOCTHOM OJHOCTOPOHHEH CBapKH SIBJSIETCS BaXHOM HAYYHO-
TEXHUYECKOU MPOOJIEMOH.

AHa/IN3 MocaeIHUX HccIen0BaHuil u myoamnkanmii. [Ipupona oOpazoBanus moape3oB (yH-
nameHTtaidbHO u3ydeHa B.E. ITatonom, B.K. JlebeneBbim, W.B. [TenteroBeim u C.JI. Mannaensoeprom
[1, 2]. OfHU CHUHTAIOT, YTO MOAPE3BI 0OPA3YyIOTCs BCIEICTBUE YBEIHUCHHS TOBEPXHOCTHOTO HATSIKe-
Hus [3], Apyrue — BCaenCTBUE OTKIOHEHHS OyTH Hasaj [4], TpeTbu — B pe3ynbTaTe MOBBIIICHHS JaB-
nenust ayru [1, 2, 5-9]. OnHako mpupoaa oOpa3oBaHHUS MOAPE30B MPU BBICOKOCKOPOCTHOW CBapKe
TIOJTHOCTBIO HE YCTaHOBJICHA.

Heas craTbu — HcclieOBaHNE PUYHH BO3HUKHOBEHUS TO/IPE30B U 00ECTICUCHUE KaueCTBEH-
HOro (pOPMHUPOBAHHS IIBOB, 32 CUET MOBBIIICHHSI CKOPOCTH CBAPKH, YMEHBIIICHHUS TIOTOHHOW YHEPTUH
Y IPUMEHEHHSI COCTaBHOTO 3JIEKTPO/Ia.

N3no:xenue ocHoBHOTO MaTtepuasa. Kaxpiii 13 H3y4eHHBIX (aKTOpOB BIHICT Ha 00pa3oBa-
HUE ToApe30B. JlaBieHue AyTu SBISETCS PE3ylbTaToOM JCHCTBHS Ha IYT'y COOCTBEHHOTO MAarHHTHOTO
T0J151, TIOATOMY ONPEACTSAIONINM SBJIIETCS MATHUTHOE I0JI€ CBAPOYHOr0 TOKA.

[To HameMy MHEHHIO, IPH YBENHYEHUH CKOPOCTH CBAPKH TETIJIOBJIOKEHHUE 11O KpasiM CBaApOYHOU
BaHHBI YMEHBIIIAETCs, B PE3yJIbTaTe YEro ConmpoTuBieHue nagaerT. COOTBETCTBEHHO, YBEINYHBACTCS
BEIMYMHA TOKA, MPOXOMAALIETO MO KpasiM CBApPOYHOM BaHHBI, M MPOMOPLMOHANIBHO TOKY — 3JIEKTpPO-
MarHMTHas UHIYKOHs. B mpsMol 3aBUCHMOCTH OT MHAYKIIMH BO3pAcTalOT HAIpaBJIeHHbIE BHU3 DJIEK-
TPOMarHWTHas CHJIa ¥ MAarHUTHOE JIaBJI€HHE, MO NEeHCTBHEM KOTOPBIX >KUIKANA METajul CTEKaeT C
KPOMOK, 4TO MPUBOIUT K 00pa30BaHHIO MOJPE30B MPH BHICOKOCKOPOCTHOM CBapKe.

Takum obpaszom, mpupoaa o0pa3oBaHUs MOAPE30B — dJEKTpoMarunTHas. Ha ocHoBaHWU d11ek-
TPOMAarHUTHOW MPUPOIBI 00pa30BaHUs MMOIPE30B pa3paboTaH MPOIECC BHICOKOCKOPOCTHOM OIHOCTO-
pOHHEW CBapKH COCTaBHBIM DJIEKTPOJIOM, COCTOSIIMM U3 MPOBOJIOKH BHYTpH U-00pa3HOW JIEHTHI,
MPSIMOJIMHENHBIE YYAaCTKH KOTOPOM pacroiaraloTcsi BIEpenrd MPOBOJIOKH IO HANpaBICHHUIO CBApKH.
Hyra, ropsimias Ha TPSIMOJIMHEHHBIX Y4YacTKax JIGHThI, YBEJIMYUBACT TEIJIOBIOKCHUE B OOKOBBIE
KPOMKH BaHHBL B pe3ynbpTaTe 3JeKTpUYECKOE COMPOTHBIEHUE BO3PACTAET, YMEHBIIACTCS TOK Yepes3
OOKOBBIE KDOMKHM ¥ HaIlpaBJICHHAs BHU3 DJICKTPOMArHUTHAsI CHJIA, YTO MPEJOTBpaIacT o0pa3oBaHne
MOJIPE30B.

®dopwma sexTpoaa (puc. 1) saBisercss OMHUM U3 OCHOBHBIX IMTapaMETPOB MpoIiecca cBapku. Mar-
HUTHOE TI0JI€ CBAPOYHOT0 TOKA 3aCTaBIISET AYTY JBUTATHCS, IPU CBAPKE JIEHTOUHBIM JIEKTPOIOM: — B
MEpIeHINKYIISIPHOM HampaeieHuu (puc. 1, a); — B MpogoIbsHOM HampaeieHud (puc. 1, 6); — KOHIIeH-
TPUPOBATHCS MPU CBapKe MpoBoJokoi (puc. 1, B). [Ipu cBapke cOCTaBHBIM 3JEKTPOJOM JIyTa JBUKET-
Csl IOA IeCTBHEM MAarHUTHOT'O TOJIsI CBAPOYHOTO TOKA IO TOPILY AJIEKTPOJIa B MIPOAOIBHOM U MEepIeH-
JTUKYJISIPHOM HampaBieHusx (puc. 1, 1).

Jnst v3ydeHust mpuposl 00pa3oBaHus MOJPE30B MCCIEOBAIH BIMSHUE (BOPMBI DIIEKTPOJa U
TOJIIUHBI METAJJIa HAa 00pa3oBaHUe MOAPE30B B CIEAYIONINX PEXUMAX: IPOBOJIOYHBINA JIIEKTPOJ] — TOK
I = 660-760 A, nanpsokenne U = 31-32 B, ckopocts Vg = (0,55; 0,8; 1,0):107 m/c; meprneHauKyspHast
nenTa — [ = 440-540 A, manpspxenne U = 29-30 B, ckopocts Vg = (0,32; 0,45; 0,65)-10'2 M/C; COCTaB-
Hoit anekTpon — I = 1900-2000 A, nanpspkenne U = 29-30 B, ckopocts Vg = (1,3; 2,0; 2,7)-10'2 M/cC.
[Ipenenbl u3mMeHeHus nmorouHoi suepruu (q/V): 1,7; 2,6; 3,5 MJx/Mm.

Bcenencreue Bo3eiicTBrs Ha IBM)KEHHE TYTH TI0 TOPILY DJIEKTPOJIa U CBapOYHOW BaHHE, opMa
AJIEKTPOJIa BIUSIET HA KPUTHYECKYIO CKOPOCTh CBapKH, MPEBBILICHUE KOTOPOH MPUBOIUT K 00pa3oBa-
HHIO 1o1pe30B. U1l HamaBKU INEPHEHAMKYJISIPHOW JIEHTOM KpUTHUYECKAas CKOPOCTh MUHHMAJIbHAS,
IIPOJIOJIBHOM JIECHTOM — MaKCHMAaJIbHAsI, IIPOBOJIOKOM — BBILIE, YEM IIPU HAIUIABKE MEPIECHIUKYIISPHON
JIGHTOM, ¥ COCTaBHBIM 3JIEKTPOJIOM — BBIIIIE, YEM IPU HAIUIAaBKE MTPOBOJIOKOM.

Y cTaHOBJIEHO, YTO MPU CHUKEHUHU TOJIIIMHBI METaJjula KpUTUYECKass CKOPOCTh CBApKH IMOBHIIIA-
ercs (puc. 2). DTO sBIsIETCS PE3yAbTaTOM YMEHBIIEHUS (eppOMArHUTHOW MaccChl, MHAYKIIMA U Ha-
[IPaBJICHHON BHU3 3JICKTPOMATHUTHON CHUJIBL.

DeKkTpoMarHuTHas PUPoJa 00pa30BaHUs TIOAPE30B MOATBEPIKAACTCS TEM, YTO TIPH YBeIHYe-
HUU TOJIIMHBI CBAPHBAEMOT0 METaJJIa CKJIIOHHOCTh K 00pa30BaHMIO MOJPE30B BO3pacTaeT. ITO 00b-
SICHSIETCSl TEM, YTO TIPU YBEIIMUCHUH TOJNIIIMHBI BO3pacTaeT ()eppoMarHiTHasI Macca U COTrJIacCHO MPHH-

100



BICHUK ITPUA30OBCBHKOI'O JEP’JKABHOI'O TEXHIYHOI'O YHIBEPCUTETY
2017p. Cepis: TexniuHi Haykn Bun. 35
ISSN 2225-6733

LMY CYMEPIIO3UIIMH MHIYKIIUS MarHUTHOTO MOJISI CBAPOYHOIO TOKA, 3JCKTPOMAarHUTHAs CHJIa M Mar-
HUTHOE JaBJIEHHE, MaKCHMaJbHOE 3HAYeHHE KOTOPOro pacIojlaraercsl Ha MOBEPXHOCTH, rae obpasy-
FOTCS TIOAPE3bI.
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Puc. 1 — ®opma anekTpona: a — MepneHUKYIsipHas JeHTa; O — MpoJoJIbHAs JICHTa; B —
MIPOBOJIOKA; T — COCTaBHOM 3JIEKTPO.
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Puc. 2 — 3aBUCUMOCTh KPUTHYECKOW CKOPOCTH CBapKH OT TOJIIMHBI MeTaiuia: 1 — mep-
neHuKynapHas nenta (0,5x45)-107 m; 2 — npononsHas nenta (0,5x45)-10° M; 3 — npo-
BosoKa auamerpoMm 4-10° M; 4 — cocraBHOI# smekTpon, nenta (0,5x45)-107 M, mpoBonoka
mmamerpom 4-107 m

HccnenoBanHble MpUYHHBI 00pa30BaHUs TOAPE30B MO3BONMIM pa3padoTaTh CIOCOO BBICOKO-
CKOPOCTHOM OJHOCTOPOHHEH CBAapKH COCTABHBIM 3JIEKTPOAOM, MO3BOJISIONINI yIy4IIUTh KauecTBO
(dbopMupoBaHUS 00paTHOTO BaJMKa Ha (DIFOCOBOM MOAYIIKE, 00ECTIEYNTh U3MENLYCHUE MUKPOCTPYK-
TYpHI U MOBBILICHNE YIAPHOM BSI3KOCTH CBApPHBIX COEAMHEHUH B 2-2,5 pasa.
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YcraHOBNIEHHBIE 3aKOHOMEPHOCTH BIUSHHS (POPMBI JIEKTPO/Ia U MTOTOHHOM 3HEPTUHN Ha KPUTH-
YECKYI0 CKOPOCTb CBapKH M pa3pabOTaHHBIA MPOIECC BHICOKOCKOPOCTHOH OJHOCTOPOHHEH CBapKh
MOT'YT OBITH MCIIONIb30BaHbI IPH HAIUIABKE.

JanpHelme ucciaeIoBaHus B JaHHOM HalpPaBJICHUH SIBIISTIOTCS MEPCIEKTUBHBIMHE, TaK KaK IMo-
3BOJISIT pa3paboTaTh HOBBIE MPOIIECCH BLICOKOCKOPOCTHOM OIHOCTOPOHHEW CBapKH, 00eCIIEUUBAIOIINE
MOBBIIICHNE YIapHOH BSI3KOCTH M ()OPMHUPOBAHHE IIBOB O€3 IMOIPE30B.

BriBoabI

1. PacueTHO-3KCIIEpUMEHTANBHBIM IIyTEM YCTAaHOBJIEHO, YTO MPU YBETHYEHUN CKOPOCTH CBAPKU
TEIUIOBJIOKEHUE IO KpasiM CBAPOYHOW BaHHBI YMEHBUIAETCS, B PE3YJIbTATE YETO AIEKTPHUUECKOE CO-
npoTtuBieHne nagaer. CooTBETCTBEHHO, YBEIMUNBAETCS BEIMYMHA TOKA, TPOXOIAIIETO 110 KpasiM CBa-
POYHOM BaHHBI, ¥ MPOMOPIIMOHATIBHO TOKY — 3JIEKTPOMAarHUTHasg MHAYKIUA. B mpsmoii 3aBucuMoctu
OT UHAYKIMH BO3pPACTalOT HAMPABIECHHbIE BHU3 MIEKTPOMArHUTHAs CHja U MATHUTHOE JABJICHHUE, OJ
JeCTBIEM KOTOPBIX JKUJIKHIA METAIlI CTEKAET ¢ KPOMOK, YTO MPUBOJAMUT K 00PA30BAHHUIO TIOAPE30B TPH
BBICOKOCKOpPOCTHOH cBapke. [Ipuposa o0pazoBaHus OAPE30B — IEKTPOMATHUTHAS.

2. YCTaHOBJIEHO, YTO MPH YMEHBIIEHUH TOIIIUHBI METaljia CKIIOHHOCTh K 00pa30BaHuUIO MOIpe-
30B CHMDKAETCsl BCIIEICTBUE COKpaIleHHus (PeppOMAarHUTHONH MacChl, MHAYKIIMM ¥ HAMPaBICHHOW BHU3
3JIEKTPOMAarHUTHOM CHJIbI, KPUTUYECKAST CKOPOCTh CBAPKHU IOBBIIIAETCS, YTO MOATBEPKAAET IEKTPO-
MarHUTHYIO IPAPOJY 00pa30BaHusl MOIPE30B.

3. Pa3paboraH mporiecc BBICOKOCKOPOCTHON OJHOCTOPOHHEH CBapKH COCTABHBIM DJICKTPOIOM,
COCTOSIIIIMM U3 MPOBOJIOKU BHYTpH U—00pa3HOM JIEHTHI, IPSIMOIMHEIHBIC YIaCTKH KOTOPOH pacroia-
rarTCcs BIEPEIU ITPOBOJIOKH, 110 HAPABIICHUIO CBapku. Jlyra, ropsias Ha NpsMOIMHEWHBIX y4acTKax
JICHTHI, YBEIIMYMBAET TEIJIOBIOKCHUE B OOKOBBIC KPOMKH BaHHBI. B pe3ynbraTe 3JeKTpHYECKOE CO-
MPOTHUBIICHHE BO3PACTACT, YMEHBIIACTCS TOK Uyepe3 OOKOBbIC KPOMKH M HalpaBJICHHAS BHU3 3JIEKTPO-
MarHuTHas CHJIa, YTO MPEAIOoTBpalaeT oopa3oBaHue MOAPE30B.
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