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AHHOTANUA

Beenenune. CBapka Boib()paMOBBIM 3JIEKTPOJOM B cpeie mHepTHOro rasa (TIG) nonyduia mupokoe pacnpocTpaneHue omaro-
J1apsi TAKKM TIPEUMYIIeCTBaM, KaK XOPOIINii 3alUTHBIN 3 deKT, crabuiibHas Jyra, JErkas peryJaupoBKa TEILIOBIOKEHH s, YMEHbILIE-
HUE pa30pbI3rMBaHuUs MeTaJUIA U IIPUBJIEKATEIbHbIH BHEIIHUIT BUJ CBapHOTO 11Ba. OJIHAKO OTHOCUTENILHO HENTy0OKO€e POIUIaBIeHUE
u HHU3Kast 9Q(PEKTHBHOCTH OrPAaHUYKBAIOT €€ nmpuMeHeHue. J{ist noBbinieHus G HEKTUBHOCTH CBAPKH M paciiupeHus chepsl eé mpu-
MCHCHHUS OTCYCCTBCHHBIC U 3apy6e>1(nble y'-léHble TIPOBEJIM 3HAYUTEIbHBIC UCCIIEI0OBAHU, HAIIPABICHHBIC HA MTOBBINIECHUE TNIOTHOCTU
sueprun Tpaauuuonnoii xyru TIG. K Hum otHOcsTes aktuBupyromas ayrosas ceapka TIG (A-TIG) ¢ ucnonb3oBanueM duroca,
HAHOCHUMOTO Ha IOBEPXHOCTh CBAPOYHOTO CThIKA. JlanbHeliee 00cy K IeHHe MeXaHU3Ma TOBBILIEHUS INIOTHOCTH SHEPTUU JIyTH IPH
cBapke A-TIG 103BOJIHT HAM MPEJIOKUTH HOBBIE UJICU U METOJIbI IS BHICOKOA()(HEKTUBHON TEXHOJIOIUH IIPOM3BOICTBA CBAPOUYHBIX
nponieccos TIG. Ilenb HacTosimeil padoThl: OLEHKA TEXHONIOTMYECKOTo MOTEHIHAIA METOJa MPHMMEHEHHs OKCHIHBIX aKTHBHPY-
tommx durocos TiO, u SiO, a1 nopbienus >QpGEKTUBHOCTH NPOIUIABIEHHS W KAauecTBa CBAPOYHOrO MPOLECca YIIEPOAUCTBIX
M HU3KOJIETMPOBAHHBIX cTaieil. MeToabl H MaTepUalIbl Hcc/IeloBaHuiil. B pabore mpoBoaMIM CpaBHUTEIbHbIE UCTIBITAHMS CBAPKH
A-TIG nnactun TomuuHo# 3,5 u 8 MM (300300 MM), M3rOTOBICHHBIX U3 HEJNErMPOBaHHOH (yriepoaucroii) cranu C13, a Takxke
Hu3KoseruposanHoi cranu 09I'2C. CBapo4Hble UCIIBITAHMS BKIIOYAIH B €05l IPUMEHEHHE OJIHOKOMIIOHEHTHBIX (DIIIOCOB B BUIIE OK-
cunos (TiO,, Si0,). Bee skcnepumMenTaibHble CBapHbIE MIBbI BBITOTHAIMCH B OIMHAKOBBIX YCJIOBHSX, 6€3 HCIIONb30BAHHS IIPHCAI04-
Horo meraiuia (cBapka TIG), Tokom B auanasone 10...200 A co ckopocTbio cBapku 150 Mmm/MuH. HanpsbkeHune ayru orpaHu4HBaIoch
B quanasone ot 10,4 o 12,8 B; moronuas sueprust — B auanasone ot 0,499 no 0,614 x/x/mMm. Bee cBapHbie MBbI OIBEPraInch
BH3YaJIbHOMY KOHTPOJIIO COCTOSIHHUSL OBEPXHOCTU M MAaKPOCTPYKTYPHBIM HUCCIIEOBAHUAM Il OLIPEEIeHUs UX pa3mepoB. Pe3yiib-
TaTbl M 00CyKIeHus. B GONbIIMHCTBE HCHBITAHUI HAOIIONANIOCH CYIIECTBEHHOE pasinyue B hopMe Ay [0 CPABHEHHUIO C TPaIH-
unonHbMU npouieccamMu TIG u A-TIG. Pesynbrarsl ucnbsitanuid cBapku A-TIG HenernpoBaHHBIX M HU3KOJIETMPOBAHHBIX CTaseH
MOKa3aJM, 4TO NIyOMHA MPOIUIABICHHS HE3HAYUTENILHO YBEINYHBAJIACH B CTAJIX, XapAKTEPU3YIOIIUXCsl 00j1ee BHICOKOI CTENEeHbIO
PACKUCIIEHUS. U METaTypru4ecKoi YucToTo. OYEeBUIHO, YTO HE KaX/bIH aKTUBATOP OTBEYas 3a YBEJIWYEHUE ITyOMHBI IPOILIaB-
JIeHHs, OJIHAKO Hcronb3oBanue okcuaos TiO, u SiO, okaszanock, HECOMHEHHO, GaronpuATHbIM. TIpeUIOKEH MEXaHU3M CHKATHs
nyru st cBapk A-TIG cranu ¢ pasiuYHBIMU TUIAMH UCCIEAOBaHHBIX (uiiocoB. Cy)KeHHe Tyrd MPOUCXOIUT H3-3a 00pa3oBaHHs
OTPHIIATEIILHBIX HOHOB BO BHELIHEH 001acTH Ayrd Wik u3-3a (Iioca Ha MOBepXHOCTH. TakuM 00pa3oM, Cy)KEHHE YT MOBbIIAET
IUIOTHOCTH TOKA U UHTEHCUBHOCTH TEILIAa B KOPHE aHO/1a. 910 YBEJIMYUBACT CUITY U JAaBJICHUE MAarHUTHOI'O CKAaTHsA, U TAKUM 06p830M
BO3HHMKAET CHIIbHBIH KOHBEKIMOHHBIH MOTOK BHU3. Micronb3oanue okcuioB kpemuus 1 tutana (TiO, u SiO,) npuBonuT K yBeanye-
HUIO NIyOUHBI nporuiasieHus npu ceapke A-TIG, He3aBUCHMO OT Tuna U Mapku ctaiy. CTeneHb yBelnuueHus NIyOHHBI [IPOoILIaBie-
HUS OrpaHUYMBanach auanasonoM or 40 xo 200 %.

st murupoBanusi: OLeHKa MPOIUIABIISIIONIEN CIIOCOOHOCTH OKCHIHBIX (iirocoB mpu cBapke A-TIG yriepoaucThix ¥ HU3KOJIETHPOBAHHBIX
craneit / AWM. Kapnuna, B.B. Kounparees, B.A. I'magkux, [.}O. Butbkuna, P.B. Kononenko // O6paboTka MeTayuioB (TEXHOJOTHS,
oGopynoBanue, HHCTpyMeHTHI). — 2025, — T. 27, Ne 4, — C. 96-115. — DOI: 10.17212/1994-6309-2025-27.4-96-115.
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BBenenue

Caapka sBIsIeTCS MPEANOYTUTEIbHBIM METOIOM
COEIMHEHUS CTalIH PA3IMYHBIX MapOK, IMO3BOJISIO-
MM CO3/1aBaTh IMPOYHbIE HEMPEPHIBHBIE COEIUHE-
HUSI C NPEBOCXOAHON KOPPO3MOHHOM CTOMKOCTHIO
[0 CPaBHEHHUIO C OONTOBBIMU COCAMHEHHUSIMH WIIU
3aknenkamu. Capka TIG (Tunsten Inert Gas), unu



TECHNOLOGY

GTA (Gas Tungsten Arc), mojgydnsia HAPOKOE pac-
npocTpaHeHue Ojarogaps CBO€M TOYHOCTH U Tpe-
BOCXOJTHOMY KauecTBy CBapHOro ImBa. B Hell uc-
MOJIb3YETCS ANEKTPUYECKasi JAyra U MHEPTHBINA Ta3
(HampuMep, aproH), 3alUINAIONIMNA CBAPOYHYIO
BaHHY OT 3arpsi3HEHUI. DTOT MeToA oueHb 3Pdek-
TUBEH JJIsi TOHKUX WU XPYNKHUX MaTepHalioB, OH
obecreunBaeT Maiyio naedopmarinio, MpeBOCXO-
HBII KOHTPOJIb Y TMOJIMPOBAHHYIO TOBEPXHOCTh, YTO
JieNaeT ero MOAXOASIIUM JJisl MPUMEHEHH B 1eTa-
JSX MAlllMH U MEXaHU3MOB, TPeOYIOIINX KaK Impoy-
HOCTH, TaK U TOYHOCTH.

HecMmotps Ha cBoM npeumyiectsa, cBapka TIG
UMeEeT OrpaHUYeHHs, OCOOCHHO TO TITyOuMHE Mpo-
miaBineHus. O0braHO nipu cBapke TIG HepkaBero-
HIMX CTaJIel B CpeJie aproHa MOJTHOE MPOIUIaBIeHUE
OTPaHUYMBACTCS IIBAMU TOJIIUHON He Oojee 3 MM
U OTHOCHUTEJIbHO HU3KOW CKOPOCTHIO CBapKH. XOTS
CKOPOCTb CBapKH MOXKET OBITh CYyIIECTBEHHO YBe-
andeHa (10 160 %) npu UCHOIB30BAHUM TN UITU
BOJIOPOJIa B KaueCTBE 3alIUTHOTO ra3a, HO IIyOMHa
MIPOIUIABIICHUS 111BAa YBEJTUUUBACTCS JIUIIb HE3HAYH-
tenpHO (Ha 1...2 Mm) [1-3]. Bo3amokHOCTB yimy4riie-
HUS MIPOIUIABIICHUS] BBIOOPOM 3aIllUTHOM CMECH J10-
MOJTHUTENIbHO OTrPAaHUYMBAETCA HEOOXOAMMOCTHIO
UCIIOJIb30BaHMUsI MHEPTHBIX MU CcJIab0 BOCCTaHAaB-
JMBAIONIMX Ta30B, YTO OTPaHUYMBAET BHIOOP B OC-
HOBHOM CMECSIMU aproHa U TeJHsl.

Kak yxe ObUTO CKa3aHO BBINIE, OJUH MPOXOJ
CTBIKOBBIX COEIUHEHUN C TPSIMOYTOJIBHBIMU KPOM-
KaMH 00ecreuyrBaeT MpOIJIaBIeHUE OKOJIO 3 MM,
3TO MPUBOIUT K HEOOXOAMMOCTH MOBTOPHBIX MPO-
XO/I0B i Oojiee TOJCTBIX MaTepUajoB, YTO yBe-
JUYUBAET BPEMs U CTOUMOCThH CBapKH. JlomonHu-
TeJIbHbIE MPOXOABI BRIACIAIOT elle 0oblie Tera,
pacmupsisi 30HY Tepmudeckoro BiusHus (3TB)
U TIOTEHLIMAJIbHO U3MEHsS KaK MeTajulypruye-
CKHe, TaK U MUKPOCTPYKTYpPHBIE XapaKTepUCTUKHU
CBapHOTo I1Ba. boiee ToicThie KOMIOHEHTHI Tpe-
Oyr0T OoJiee MUPOKUX KOPHEBBIX 3a30POB U 0O0JIb-
HIer0 KOJWYECTBAa MPUCANOYHOIO Marepuala,
YTO YyBEJIMYMBAECT PAcCXoJl Marepuana U BpeMs
capku [1-3].

[TonroroBka kpomok s cBapku TIG, ocobeH-
HO JUIsl MaTepuajoB OONBIION TONIIUHBIL, SBISETCS
TPYILOEMKOH 1 3aHMMAaeT MHOTO BpeMeHu. Ctanaapt
ISO 9692-1:2013 mnpeanuchiBaeT CKOC WJIH pas-
JENKY KPOMOK Ul YMEHBIICHHs TOJNIIMHBI I1Ba B
KOpHE, oO0ecrneynBasi TeM CaMbIM J0CTaTOYHOE TIPO-
riasnenue. OnHAKoO 3Ta Mpoleaypa yBEIUYUBACT
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TPYILOEMKOCTb, MPOAOKUTENBHOCTh CBAPKU U 00-
e pacxomsl [1-5].

Jnst ycrpaneHus 3TuX orpaHuueHuit Oblia pas-
paboTaHa TEXHOJIOTHS aKTHUBUpYIoIIen ceapku TIG
(A-TIG), mpeamonararomiasi HAaHECEHHE TOHKOTO
ClOsl aKTUBHpYOEero ¢uoca (0OBIYHO OKCHIOB
WM TaJIOTEHUI0B B COYETAHUH C PACTBOPUTEISIMH,
TaKMMH KakK alleTOH WJIM 3TaHOJ]) Ha OCHOBHOM Ma-
Tepuai nepen ceapkoi [1, 2]. Meroa cBapku A-TIG
(A-GTAW) c¢ aktuBupyronmm (IrocoM BIIEPBHIE
ObUT mpuMeHeH B MHCTUTYTE 3JIEKTPOCBApKH UM.
E. O. Ilarona, Ykpauna, B koHne 1950-x — nauasne
1960-x rogoB [1-3]. IleponauanbHo meron A-TIG
WCIIONB30BAJICSl TPU CBapKe THUTaHA, 3aTeM — IPHU
CBapKe MAapTEHCUTHBIX BBICOKOIPOYHBIX CTajei
(Re = 1500 MIla) u, HakoHeII, PU CBApPKE HEpKaBe-
romux craieu [3—10].

CB00OOAHO ropsiasi aproHoBas Ayra CKUMaeTcCst
B IJJTa3MEHHYIO IyTYy MOCPEICTBOM MEXaHUYECKOrO,
TEPMHUYECKOTO U MAarHUTHOrO cxkarusi. [ImoTHOCTh
SHEPruu IIa3MEeHHOU yru Ha 1-2 mopsiaka BHIIIIE,
4yeM y 0ObIYHOM CBOOOIHO TOpAIIEH yTH, UTO Jelia-
€T IUIa3MEHHYIO TyroByio cBapky (PAW) oxnum u3
TPEX METOJIOB CBAPKH C BBICOKOM MJIOTHOCTHIO YHEP-
rui. MexaHu3M C)KaTusi AYTH OTKPBIBA€T HOBBIN
METOJl OBBIIIEHU IIIOTHOCTU 3Heprun ayru TIG.
Ha »T0i#i ocHOBE pa3paboTaHO MHOXECTBO METO/IOB
MOBbIIECHUS OTHOCTU 3Heprun Ayru TIG. K Hum
OTHOCSITCSL aKTUBUpYIoIIasi ayroBas cBapka TIG
(A-TIG), mByxanekrponnas capka TIG (T-TIG),
ceapka TIG B 3amounyto ckBaxuny (K-TIG), BbI-
cokovacTtoTHass umnyibcHas cBapka TIG (H-TIG),
rubpuaHas gayroBas cBapka TIG ¢ ymeTpa3BykoM
(U-TIG), cBapka TIG ¢ KOHTpOJEM MAarHUTHOTO
nosist (M-TIG) u cBapka mosoit BoibhpamMoBOM Ty-
TOH C LIEHTPaJIbHBIM OTPHUIIATEIHHBIM JIaBICHUEM.

B mnocnennune roasl uccnenoBarenu [3—19]
yaensau Oosibllloe BHMMaHHE TEXHOJOTHHU CBap-
ki A-TIG pa3auyHbIX METAJIOB U CIIaBOB. bbLI0
OIyOJIMKOBAaHO MHOTO HCCIIEIOBAaTENbCKUX CTaTei
OTEUECTBEHHBIX U 3apyOEKHBIX aBTOPOB O CBapKe
ctanu MeroaoM TIG ¢ pa3nuyHbIMU aKTUBUPYIOIIIH-
MU (procamMu 1 X KoMOuHausIMu [8—25].

Mmuorue aBropel [8—16] wuccinemoBanu BIuUs-
HHE TIATH PA3IMYHBIX OKCUIHBIX (irocoB — MnO,,
TiO,, MoO,, SiO, u Al,O, — Ha u3MeHeHue pasme-
POB CBapHOTO IIBa, MUKPOCTPYKTYpHOE MOBEICHUE
U u3MeHeHune TBepaocTu npu cBapke TIG Hepxka-
BEIOIICH CTaau TOMIIMHOMN 6...8 MM. Bce ¢umrochl,

3a NCKIIIOYCHHECM A1203, IMPUBOIAT K YBCIMUYCHUIO
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MIPOTUIABIIEHUS M3-32 KOMOMHUPOBAHHOTO d(dekTa,
oOparHoro 3¢dexra MapaHroHH U Cy)KE€HUS IYyTH,
TEM caMbIM YMEHbBIIas YIIOBYIO JAepopMaluio
cBapHbIX coenunenuit. Kpome toro, diroc SiO, 06-
Jeryan MpoIUlaBlIeHne KOpHEBOro mpoxozga. Tpyn-
HOCTb PAacTBOPEHUSI OKCHJA AJIIOMHHHS MPUBOIUT
K OTCYTCTBHUIO CY>KEHHUS AYTH, [MOATOMY B CIy4yae
ALO, wnHabmomaeTcs HENTyOOKMM CBApHOM ILOB.
Hpyroe uccnenoBanue ObUI0 MpoBeaeHO B [16] Ha
HepKaBeroiei cranu ¢ pmocamu Si0,, TiO,, Cr,O,
u CaO. B nmannoii pabore oTrMedeHo, 4TO (hiroc
SiO, okaspiBacT HanOOJIEEe 3HAYUTENLHOE BIIUSHHUE
Ha MPOIUIaBIIEHUE, U MPEITIOKEH MEXaHU3M CHKaTHs
JyTH J1s1 6051ee TITyOOKOTO MPOTUTABICHHS.

ABTOpHI paboT [16—22] npoaHanu3upoBaIN MU-
KPOCTPYKTYpPY, MEXaHUYECKHE CBOWMCTBA U KOPpO-
3MOHHYIO CTOMKOCTH CBapHbIX coennHeHnii A-TIG,
YTO BBISIBUJIO MEXAHHU3M YITy4IIEHUS MUKPOCTPYK-
Typbl CBapHBIX coennHeHnit A-TIG.

B pa6orax [5-9, 18-22] mpoBenu pa3paboTKy u
ONTUMHU3AIMIO COCTaBa KOMIIO3UTHOTO aKTHUBaTOpa
Ha OCHOBE HAHOYACTUII, YTO JOMOJIHUTEIBHO MPOosiC-
HUJIO CBSI3b MEXJY aKTHUBaTOpoM U (OpMHUPOBAHU-
€M U Ka4eCTBOM CBapHOro 1mBa. Bo MHOrnx paborax
[4-16] moka3aHO, 4TO OOJIBIIMHCTBO AKTHBATOPOB
MOTYT 3HAYUTEIBHO CXUMATh AYTY U YBEIMUHUBATh
DIyOMHY IMPOIUJIaBIECHUS, a TAaKKE€ YMEHbIIATh IIHU-
pPHUHY CBapHOTO IIIBA.

CornacHo uccienoBanusMm [17-22], He Bce Tak
OJTHO3HAYHO IO BOIPOCY, YTO TEYEHHE 3a CUET -
(dexra MapaHroHU pacIuUIaBI€HHOW BaHHBI CIYXHUT
OCHOBHOM NPUYHMHON YBEIWYECHUS IPOILUIABICHUS,
HO TIpY 3TOM CKaTHe JYyTU HE SIBISETCS HEeU30exk-
HbiM sBneHueM A-TIG. Hekotopsle akTMBaTropsl
MOTYT C)KUMaTh JIyTy, B TO BpeMs Kak Jpyrue He
BJIMSIIOT Ha cocTosiHue nyru. OnHaKko cxxatue Jyru
HEN30€)KHO TPUBEAET K YBEIUYECHUIO IUIOTHOCTH
SHEPTUM IyTH.

Biusuune akrusupyromux ¢urocos Cr,O,, TiO,,
SiOz, Fe,O,, NaF u AlF3 10 OTIEILHOCTHA U B BUJE
ounapubIx ¢urocos tuna Si0,-TiO, uccenosanocs
BO MHOTHX CTaThsX [5—29], r1ie B KauecTBe KpUTEPHS
OLICHKH BbICTynana rniyOuHa mnporiaBieHus. [Ipu
ATOM OTMEYAETCs B OAHUX CIy4asix MOJOKUTEIbHOE
BJIMSIHME aKTUBUPYIOIUX (I1I0COB (0COOEHHO OKCH-
JI0B) Ha MIyOMHY MpoIuiaBieHHs (yBeIMUEHUE Ha
40-50 %) [15-25], a B apyrux ciay4asx, Ha000pOT,
He3HauuTeapHoe Biausaue [4, 5, 30-38]. Takoe mo-
JIOKEHHE CBA3AHO C TEM, YTO B OOJIBIIUHCTBE padboT
[15-39] paccMOTpeHBI pa3IUyHBIE YCIOBUS BEe-
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HUS CBApOYHOTO MpoIliecca (Cuiia ToKa, HalpsbKeHue
Ha JIyre, CKOPOCTh CBAPKH, TOJIIIMHA TOKPBITHS, TUIT
CBSI3YIOILETO BEUIECTBA MIPU MIPUTOTOBIEHUH (IIroca,
JMCTIEPCHOCTH YacTull (uroca u ap.). Bee atu ¢ak-
TOPBI, KAK OTMEYArOT aBTOpHI [ 1, 2], OyayT BIUATH Ha
MIPOILIABJIAIONLYIO CHOCOOHOCTh CBAPOYHOM JIyTH U,
KaK CJeJICTBUE, Ha OLEHKY 3((EKTUBHOCTU U TpHU-
MEHEHHsI aKTUBUPYIOIIETO (Iroca.

Ilenv pabomwr — NPOBECTH OIIEHKY IPOILIAB-
nstomen crmocooHoctu npu cBapke A-TIG ¢ wuc-
N0Jb30BaHkeEM OKCUIHBIX (urocos TiO, u SiO, Ha
YIJIEPOAUCTHIX U HU3KOJETHPOBAHHBIX cTamsaX. J{is
JOCTHXKEHUS TAaHHOMW 11eJIi B MPOLiecce MCCIIe0Ba-
HUS PeLIaIKCh CIeyIONINe 3a0auu:

e OIpEJIEICHNE TEXHOJOTHUYECKUX MapaMeTpoB
npouecca cBapku A-TIG ¢ ucnonb3oBaHUEM OK-
cunnbix ¢imocos TiO, u Si0, (cuina Toka, TonmKrHa
MOKPBITHUS, CKOPOCTh CBApKH), BIUSIOLIMX Ha IPO-
TJIABJISIOIIYIO CTTIOCOOHOCTH;

e NIPOBEJICHUE MeTaJUIorpadUUecKux Hccieno-
BaHMI cBapHBIX BOB IIpH cBapke A-TIG ¢ ucnosns-
30BaHMEM OKCUIHBIX (hirocos TiO, u Si0,;

e NIPOBEJICHUE BU3YaJINM3UPOBAHHBIX HCCIIEI0BA-
HUN mporecca ¢ poTrodukcanuet oTaenpHBIX CTa-
JIMA Tpolecca.

MeToabl 1 MaTepuabl HCCJIEI0BAHUI

JInst mpoBesieHUs] SKCIEPUMEHTOB HCIIOIL30BAIN
riactibl U3 ctand Ct3 pasmepamu 5500100 mm
nu TommuHou 3, 5, 8, 10, 12, 25 MM, a Takke U3
Hu3konerupoBanHoil craimu 0912C. Capounbie
UCIIBITAaHUSI BKJIFOYAIU B CeOsl MPUMEHEHHE OJIHO-
KOMITOHCHTHBIX (DJIFOCOB B BUJIE MTOPOIITKOB OKCHIOB
(TiO,, Si0,) ¢pakuuei 40, 80 Mxm (mpoU3BOAU-
tenb OO0 «Pean-/I3epxxunck», PD). Komnonen-
Thl U3MEJBYAIN B KEPAMUUYECKON CTYINKE M 3aTeM
MIPOCEUBAJIN Yepe3 JJabopaTopHOE CUTO C pa3MEPOM
ssaeek 0,056 mm. Ilepen HaHeceHHMEM KOMIIOHEHT
CMEIIUBAJIU C OBICTPOMCHIAPSIONICHCS KHIKOCTHIO
(areroHoM) IS moNy4eHUs rycToil B3Becu. [Ipu-
TOTOBJICHHBI TaKUM 00pa3oM (UIFOC HAHOCHJIM Ha
MOBEPXHOCTH IIACTUH KHCTHIO. DTOT CHOCOO Ha-
HECEHUs aKTUBUPYIONIETO (IIt0ca B HACTOAIIEE Bpe-
Msl UCIIOJIB3YETCSI BO BCEX HUCCIEAOBAHMIX, Kacaro-
nuxcs npouecca A-TIG. Tlpumensics Takxke jak
1 cKoTY. JIJIs JOCTMKEHUS OAWHAKOBOM TOJIIUHBI
(hr1roca 1 MUHUMU3AIMK BIMSHES 3TOTO (pakTopa Ha
pe3yabTaTbl UCHBITAHUN IJIOTHOCTh MACThl BCEra
Ob1a omuHakoBo. Tommuuomepom TII-34 Ha oc-
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HOBE BUXPETOKOBOTO Mpeodpa3zoBarelis MpOBOANIH
KOHTPOJIb HAHCCCHUSA IMOKPBITUSA. MeTOJIO.]'IOI‘I/ISI,
NPUHATAS U SKCIIEPUMEHTaIbHONU paboThl, pe-
CTaBJIeHa Ha puc. 1.

0
Puc. 1. Metoponorus [29] npuroTopiaeHus
AKTUBUPYIOMIUX (PIFOCOB:
mapamMeTpsl cBapHoro mmBa (a); W — mmpuHa mBa; DP —
mIyOuHa nporuiaBieHus; HAZ — 30Ha TepMIYECKOTO BIIHSHUS;
Weld — cBapHoii 0B (6)
Fig. 1. Methodology [29] for the preparation of
activating fluxes:

weld parameters (a); (W — weld width; DP — penetration
depth; HAZ — heat-affected zone; Weld — weld) (6)

Bce skcniepuMeHTalIbHBIE CBAPHBIE IIBHI BHITIOJ-
HSJTUCh B OJJMHAKOBBIX YCIIOBUAX, 0€3 MCIOIh30Ba-
HUs TpucagodHoro Meramia (cBapka TIG), Tokom
B auanazoHe 10...200 A co CKOpPOCThIO CBapKu
150 mm/MuH. HampsikeHue ayru orpaHMYMBaiIoOCh
B nuana3zoHe ot 10,4 no 12,8 B; nmoronnas sHep-
rus — B auana3one ot 0,499 no 0,614 xJx/Mm. DKc-
MIEPUMEHTHI 10 CBApKE MPOBOAMUIIUCH C MCIOIB30-
BaHueM cBapouyHoi ycranoBku TIG 250P AC/DC,
COCTOSIIIEW W3 WCTOYHMKA TMUTAHUS JJI CBapKu
TIG, cBapouHoro mpucrnocoonenus, ropeiaku TIG
u OayoHa ¢ aproHom. JluamasoH Toka o0opynoBa-
Hus ana ceapku TIG cocrasisin or 10 mo 200 A,
HanpsHKEHUE X0JIOCTOro xoaa — ot 75 o 85 B, uva-
crora — 50/60 I'l, IpUMEHSIIOCh IPUHYIUTEIEHOE
BO3YIIHOE OXJIaXICHHE.

OBRABOTKA METALLOV %

PaccTosiHue Mexay 3IeKTpoJaMH, CKOPOCTh
CBapKH M CBaApOYHBINA TOK SIBJISIOTCS Haubosee BIu-
ATENBHBIMH TIEPEMEHHBIMHU, KOTOPBhIE TPeOYIOT OII-
TUMAJIGHOTO YIIPABICHHS Ui TOJTYYECHUS TOUHBIX
Y TIOBTOPSIEMBIX AKCTIEPHUMEHTAIBHBIX PE3ybTaTOB.
CapouHoe npucrnocoOneHue ObUI0 pa3pabdoTaHo
COOCTBEHHBIMU CHJIAMM JJIsl HAJEKHOTO Kperuie-
HUS TOPEIIKU ¥ 3aTOTOBKU M TOYHOTO KOHTPOJISL CKO-
POCTH CBapKH U PacCTOSHUSI MEXAY JIEKTPOJaMu
BO Bpems cBapku. IIpucnocoOnenue ynep:xuba-
€T ONOPHYIO IUIUTY AJIi CBapKH U yCTAHABIUBACT
KEJIAeMYI0 CKOPOCTh CBapku B nuamnazone ot 40
10 200 mm/mMuH. Pacxof 3aIMTHOTO aproHa orpaHu-
yuBajcs B auanazone ot 10 no 15 n/mun. Mcnomns-
30BaJICS. BOJB(PPAMOBBIN 3JIEKTPOA  (IHAMETPOM
2,4 MM) ¢ nmobGaBiIeHHEM OKCHAA TOpus (MapKH
WT20 no EN ISO 6848). Bce cBapHble LIBBI 1O~
BEPrajiuCh BU3yaJlbHOMY KOHTPOJIIO COCTOSIHUSA MO-
BEPXHOCTH M MaKpPOCTPYKTYpPHBIM HCCJIEIOBaHU-
SIM JUTSL omlpeniesieHust ux pasmepoB. OOpasibl A
MUKPOCTPYKTYPHOTO HCCIIEJOBaHUS MPOTpaBIINBa-
i peaktuBoM. [lIMpuHy CBapHBIX IIBOB M3MEPSUTH
yepe3 Kaxaple 10 MM (MEXIy TOUKaMU U3MEPEHNUs)
M0 BCEH JUIMHE CBApHBIX WIBOB. [[ns crarucrtude-
CKOM 00pabOTKH pPEe3yJabTaTOB MPOBOAMIN TIO TPH
HKCTIEPIMEHTA Ha KK PEKUM 00pabOTKH, 3a-
TEM BBINOJIHSIIN YCPEIHEHUE PE3YJIbTaTOB.

OOpa3npl A1t MaKpOCTPYKTYPHBIX HCCIIEI0Ba-
HUN OTOMpAINCh U3 LIEHTPAIbHONW YacTU CBAPHOIO
mBa. [Iponecc ropenust ayru guxcupoBancs uud-
poBoii 3epkanbHON kamepoit -6 SONY 350 u Bbico-
kockopoctHol kamepoit PCO.1200c mo meroauke,
M3JIOKEHHOU B pabote [15]. st usmepenus: Toka
W HaINpsDKEHHsT MCTOJIB30BaJICS HU(POBOM OCIIHII-
norpad Tektronix TDC-1012B.

Pe3yabTarsl ucc/ie10BaHUI

Pesynbrarbl MakpOCTPYKTYPHBIX HWCIBITAaHHNA
CBAapHBIX IIBOB, BBITIOJIHEHHBIX HA OTICIBHBIX Map-
Kax CTajiell C MCIIOJIb30BAHUEM PA3IMYHBIX aKTUBU-
pyromux ¢umrocos (TiO,, Si0,), npencrasnensl Ha
puc. 2—4, a pe3ynbTarhl U3MEPEHUH TITYOHHBI MPO-
TUTABJICHUS Y IIUPUHBI 1IIBa — B TaOJIHIIE.

MakpocKoIu4ecKkre H300paKEHUs] TeOMETPHU
CBapHOTO IIBa Npu 50-KpaTHOM YBEJIWYCHUU TMOKA-
3aHbI HA PUC. 2 ¢ KATMOPOBAHHBIMH U3MEPECHUSIMHU
[TyOUHBI TIPOTUIABJICHUS U IIUPUHBI 11Ba. [IyOnHa
MPOIUIABJICHUS, IIMPHHA BaJIMKA CBAPHOTO I11BA U UX
COOTHOIIICHHUE SIBJISIFOTCS TPEMsI METPUKaMH, OIH-
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Puc. 2. Tlonepeunsie nmudel crTanu:
a — 0e3 ¢umoca u Oe3 omnarieHUs MOBepxHOCTH (cmia Toka 100 A); 6 — Oe3 ¢uroca U ¢ OIUIABICHHEM
noBepxHoctH (cuia Toka 120 A); 6 — okena kpemHus (cuia Toka 120 A); 2 — okeun Tutana (cuia Toka 120 A);
0 — okeup kpemHust (crina Toka 150 A); e — okenn tutana (cuia Toka 150 A); oc — okcuI KpeMHus (Chila ToKa
160 A); 3 — okcna TuTana (cuia Toka 160 A)

Fig. 2. Cross sections of steel:

a —without flux and without surface melting (current 100 A); 6 — without flux and with surface melting (current
120 A); 6 — silicon oxide (current 120 A); e — titanium oxide (current 120 A); 0 — silicon oxide (current 150 A);
e — titanium oxide (current 150 A); orc — silicon oxide (current 160 A); 3 — titanium oxide (current 160 A)
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BiausiHue cocTaBa akTUBUPYHOIIUX (JIIOCOB Pa3IMYHON JUCIEPCHOCTH HA IIMPUHY U [NIYOMHY
NpoNJaBJIeHUst

The influence of the composition of activating fluxes of different particle size on the width
and depth of penetration

Cuna . I'my6una npornas- IMupuna nponnas-
®diroc, HaHeceHHBIM Ha ctanb CT3 / .
TOKa, A / Flux applied to St3 steel nenusi, MM / Depth nenwusi, MM / Penetration
Current, A uxapp of penetration, mm width, mm
100 Bes ¢uroca 1,15 53
100 SiO, 0,04 (aByCTOPOHHUH MPOBOISIINIH 1,64 5,37
CKOTY M JIaK)
100 Si0, 0,08 (;ax) 2,66 5,35
100 Si0, 0,04 (;ax) 2,52 4,98
100 Si0, 0,08 (aBycTOpOHHMH NPOBOAALIMH 12 43
CKOTY U JIaK)
100 Abnpocwu (J1ak) 1,96 1,96
a 8
F e

Puc. 3. llonepeunsie nuuds (cuna Toka 100A):

a — 6e3 ¢moca; 6 — SiO, 0,04 (gByCTOpOHHHMI NPOBOIAIMMA CKOTY, CBA3yIOIMH nak); 6 — Si0, 0,08 (casyrommid nak);
2 — Si0, 0,04 (casyrommii nmak); 0 — SiO, 0,08 (ABYCTOPOHHMI HPOBONANIMHA CKOTY, CBA3YIONHUH JIaK), € — adpoCHIl
(cBsByIOMHI J1aK)

Fig. 3. Cross sections (current 100A):

a — without flux; 6 — Si0, 0.04 (double-sided conductive tape, bonding varnish); ¢ — SiO, 0.08 (bonding varnish); 2 - SiO, 0.04
(bonding varnish); 0 — 5i0, 0.08 (double-sided conductive tape, bonding varnish); e — Aerosil (bonding varnish)

CBIBAIOIIMMU T'€OMETPUYECKHE XapaKTEPUCTUKHU
CBapHBIX IIBOB.

['eomeTpuueckre XapaKTEPUCTHKU CBapHBIX
mBoB A-TIG, momydeHHBIX TpU BBIOPAHHBIX CO-
YEeTaHUSIX TOKA, CKOPOCTH M (Uitoca, IMOKa3aHbI

B Tabnuie u Ha puc. 2, 3. [lyObuna nporuiaBneHus
Y IIUpUHA BaJMKa MeTalia mBa npu cBapke A-TIG
3HAUUTENIFHO OTIMYAUCh OT MapaMeTpOB HaHe-
cenns (roca u cBszyromero. PasHele coueTaHus
¢moca u ciocoba HaHEeCEHUs MMPUBOIAT K Pa3ny-
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Puc. 4. I3MeHeHNne reoMeTpUYECKUX pa3MepPOB 30HBI IUIABJICHHS Ha IUIACTHHE CTalb 3
TonmuHO# 20 MM (TyOWHBI MPOTUIABIEHUS W IIUPUHBI CBAPHOTO IIBA) MPH W3MEHEHUH
Toka ripu cBapke TIG n A-TIG

Fig. 4. Change in the geometric dimensions of the melting zone on a steel St3 plate,
20 mm thick (penetration depth and weld width) with changing current during 7/G
and 4-TIG welding

HBbIM U3MEHEHMSIM TITyOUHBI IPOIUIABIEHUS U IUPU-
HBbI BaJIMKa [10 CPABHEHUIO C IPYTMMU IapaMeTpaMu
cBapku. D PEKT yBEINUCHHUS TITyOUHBI IPOTLIaBIe-
HUS JJI1 OJHOTO 3HAYEHMsI CBAPOYHOIO TOKA XOpO-
110 BUJIEH, KOT/Ia B MPOLIECCE CBAPKH UCIIONIb3YETCS
aKTUBUPYIONIHH (utoc (cM. Tadbmuiry, puc. 2—4).

B Xone npoBeneHHBIX IKCIEPUMEHTOB yCTAHOB-
JIeHo, uto npu cBapke A-TIG mMakcuManbHas TTyou-
Ha TPOIUIABJIEHUS JOCTUTAETCs MPU BBICOKHUX CBa-
POUHBIX TOKaX, HO Ui o0bryHOTO TIG yBenmuenne
IIPOIUIABJIEHUS OTPAHNYEHO, KaK [TOKa3aHOo Ha puC. 4.

[ToBpIIeHNE TOKA TaK)Xe MPUBOIAHUT K OOJBIIEH
mupuHe cBapHoro mBa (puc. 4). TonmuHa MOKpbI-
THUSI OKa3bIBAaCT CHJILHOE BIIMSHHUE HA TIIyOUHY IPO-
TUIaBJICHUS, TTOCKOJIbKY CJIOH (proca yBeTUYHMBACT
DIyOWHY TpOoIIaBieHus mBa. [myOuHa mporias-
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JICHUS 3aBUCHUT OT CBapOYHOTO TOKA, ONTHMAJIbHAs
TOJIIIMHA CJ1051 (ITFOCA BCE %Ke BaKHA JIJIsI IOy YCHUS
Ka4eCTBEHHOI'0 cBapHOro mBa. Ha puc. 5 nokasana
KpHBasgd 3aBUCUMOCTH MPOIUIABJICHUA OT TOJIIUHBI
HOKPBITHS, & Ha pUC. 6 — OT XMMUYECKOTO COCTaBa
CTaJIH.

Ha puc. 7-10 npencrasiens! pororpaduu mpo-
1iecca IUIABJICHUS Pa3IMYHBIX COCTABOB aKTHUBU-
pyromux (GJIrCOB Ha MOBEPXHOCTU CTAU 3 TIPU
ceapke TIG u A-TIG. [Ipouecc cBapku 6e3 ¢uroca
BU3YyaJM3UPOBaH Ha puc. 7. Buano muddysnonnoe
TOpeHUE CBAPOYHOM Jyru 0€3 aHOIHBIX U KaTOAHBIX
¢akenoB. Ctond ayrum MMeEeT KOJOKOJI000pa3HyIo
bopmy.

Ha puc. 8 noka3zan mnporecc cBapku ¢ HaHECEH-
HeIM (rocom SiO, ppaxuuun 0,08 MM ¢ uCmONB30-

Puc. 5. Bnusaue n3MeHeHUs! TOIINHEI
MTOKPBITHS Ha TITyOWHY TPOILIaBIECHUS

Fig. 5. Effect of changing coating thickness
on penetration depth
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Puc. 6. 3aBucumMocTh TITyOMHBI IMPOIUIABICHHS
OT XMMHYECKOTO COCTaBa CTaju (TOJIIMHA IIIa-
ctuabl 10 MM, crna Toka 200 A)

Fig. 6. Dependence of penetration depth on chemi-
cal composition of steel (plate thickness 10 mm,
current 200 A)

OBRABOTKA METALLOV %

Puc. 7. Ilponiecc cBapkm cranmu 3 6e3 (roca:

a, 0, 6, 2 — CTaJINM MEPEMEIIECHUS CBAPOYHOM IyTH M0 00pasiy

Fig. 7. The process of welding steel-3 without flux:

a, 0, 8, 2 — stages of movement of the welding arc along the sample

BaHUEM CBA3YIOLIEro aneToHa. BUIHO WHTEHCHUB-
HOE IUIaBJICHUE aKTUBUPYIOLIETO (proca U TyroBou
CTOJI0 MCKPUBISIETCS, MOSBISAETCS MOIIHBIM aHOM-
HBI (axes, HampaBlIeHHBIH B CTOPOHY Karoja.
DnexTpuyeckas ayra rneperuia B KOHTPaKIIMOHHbII
PEeXUM MPUBSI3KU ¢ 00pa30BaHUEM aHOJHOTO IISITHA.

BpeMmsi HarpeBa NMOBEpPXHOCTH C HAHECEHHBIM
AaKTUBUPYIOLIUM (DIFOCOM 10 CPaBHEHMIO C Harpe-
BOM ITIOBEPXHOCTH 0€3 aKTUBHPYIOLIETO (UIr0ca yBe-
JUYUIIOCH, YTO MPHUBOAUT K MCKPHUBIEHUIO CTOJIOA
JIYyTU U OTCTaBaHMIO aHOJHOTO MSTHA OT OCH CTOJI-
0a. DTOo BBI3BIBAET YIJIUHEHHE JYTOBOTO IPOMEXKYT-

Ka W, KaK CJIC/ICTBUE, TIOBBIIIICHUE HANPSDKESHUS Ha
IyTe, 4TO COMPOBOXKAAETCS yBennmueHueMm 3(dek-
TUBHOMH TeruioBoi MomHoctu (P = Ul). Ta xe cuty-
aIys TIpeCcTaBlIeHa Ha puc. 9. 31ech N300pakeHbI
(dboTorpaduu mpoiiecca TIaBICHUS aKTUBUPYIOIIE-
ro ¢moca SiO, ¢pakuun 0,08 ¢ ucnonb3o0BaHKEM
CBSI3YIOIIETO JIaKa.

Ha puc. 10 npencrasnensr ¢ororpadun mpo-
necca IUIABJIEHUs akTUBMpyromero ¢umoca SiO,
¢dpakuaum 0,04 MM ¢ UCTIOJIB30BAaHUEM CBSI3YIOIIE-
ro naka. Tak xe xak u ans ppakuuu 0,08, Bpems
HarpeBa MOBEPXHOCTH C HaHECEHHBIM aKTHBUPYIO-
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8 e
Puc. 8. Ilponece ceapku cranu Cr3 ¢ HanecenHbM purocom SiO, dpakiuu 0,08 MM ¢ UCTIONIB30BAHUEM
CBSI3YIOIIETO arleToHa:

a, 0, 6, 2 — CTaJIM TIEPEMEILICHNs] CBAPOYHOM AyTH 10 00pasity
Fig. 8. The process of welding steel St3 with applied flux SiO,, particle size 0.08 mm, using acetone as a binder:

a, 0, 8, 2 — stages of movement of the welding arc along the sample

8 2

Puc. 9. Tlpouecc capku cranu 3 ¢ HaHeceHHbIM (urocoM SiO, ppaxuuu 0,08 MM ¢ UCTIOIB30BaHHEM
CBSI3YIOIIIETO JIaKa:

a, 0, 8, 2 — CTaINU TIEPEMEIICHUS CBAPOYHON TYTH M0 00pa3iry

Fig. 9. The process of welding steel Sz3 with applied flux SiO, particle size 0.08 mm using a bonding varnish:
a, 0, 6, 2 — stages of moving the welding arc along the sample
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Puc. 10. ITpouecc cBapku ctanu 3 ¢ HaHeceHHBIM (rocom Ti0O, dpakunu 0,04 MM ¢ HCTIONBE30BaHHEM
CBSI3YIOIIETO JIaKa:

a, 6, 6, 2— CTaNU TEPEMEIICHHS CBAPOYHOM TyTH 10 00pasiry

Fig. 10. The process of welding steel S¢3 with applied flux with 7iO, particle size of 0.04 mm using a bonding
varnish:

a, 6, 8, 2 — stages of movement of the welding arc along the sample

UM (IIIOCOM 10 CPABHEHUIO C HAarpeBOM MOBEPX-
HOCTU 0Oe3 aKkTHBHpYIOLIETro (uitoca YBEIHMYUIOCH,
YTO MPUBOAMIIO K UCKPUBIICHHUIO CTOJIOA TyTH U OT-
CTaBaHUIO AHOAHOTO ISATHA OT OCH CTOJNOA, JABMUra-
IOIIETOCS. CO CKOPOCThIO 3,3 MM/cek. B HavanbHbII
MOMEHT 3)KUT'aHUs TyTH CTOJIO UMEET CTaHIapTHOE
NPOCTPAHCTBEHHOE MOJOKEHUE, IO MPOLICCTBUU
0,24 cexyHIbl HAUMHAETCS MHTEHCUBHOE ILIABIIE-
HHUE aKTUBUpYIOIEro (uroca u AyroBoi croiad uc-
KPHBJIISETCSI, OSBIISIETCS. MOIIHBIA aHOHBIN (aked,
HalpaBlIeHHBI B CTOpOHY Karoaa. [[nuHa daxena
Ha 20-30 % Oonbme, yem it Gpakuuu 0,08 Mm.
OTMmedeHHble OCOOCHHOCTH IUIABJIECHUS AKTUBH-
pyromux (IoCcoB U MOBEAEHUS cTojba Ayrd Ha
puc. 8—10 coxpaHsrOTCS U JUIsl IPYTUX COCTABOB.

Ha puc. 11 mnpeacraBieHbl OCHMIIOIPAMMbI
npoliecca ropeHus a1yru 6e3 ¢uroca u ¢ Qiarocom.
Bunano, uro nyra, ropsias no cioro ¢iroca, UMeeT
OoJsiee BBICOKME 3HAUEHMs HAMPSDKEHHUS M3-3a KOH-
TPAKIMOHHOT'O PEKHUMa FOPEHHUSI.

Ha puc. 12 noka3an npouecc cBapku o0OpasioB
u3 cranu 3 ¢ ¢mocom TiO,, HaHECEHHBIM CIOEM

1,5 MM C HCTONBb30BaHHWEM CBS3YIOLIETO Jlaka, Ha
puc. 13 —u3 cramu 3 ¢ gimocom TiO, C coem Toi-
muHOoH 0,5 MM.

OO0cy:xneHune pe3yjbTaToB

Pe3ynprarel SKCHEPUMEHTOB IOKAa3bIBAIOT, YTO
DIyOWHA TIPOIUIABIICHHUS YBEIMYWIACH IpaKTHUe-
CKHU BO BCEX CIIy4asiX, HE3aBUCUMO OT IIPUMEHEHMUSI
¢moca. CpaBHEHHE BIUSHUS aKTUBUPYIOMINX (Ditro-
COB Ha TyOuHY mporaBienus npu ceapke A-TIG
HU3KOJIETUPOBaHHBIX CTaJed M HEp)KaBeIolel cTa-
JIM BBIABMIIO aHAJIOTHYHOE BiMssHME okcunoB Ti0,,
SiO, B oTHOmEHNM 00enX IPyNn cranel. Biusnue
OKCHJIOB, @ TOYHEE KHUCIIOPOJa, OCTABISIEMOTO OK-
CH/IaMU B CBApPOYHYIO BaHHY, XOPOILIO OOBSICHSIETCS
KOHBEKIIMEe MapaHroHy, 4To OTMEYEHO BO MHOTHUX
Hay4HbIX yOnukanusx [3—29].

[TpencraBnensl M300pakeHUs] IyTH, MOTyYEH-
HBIE B XOJ€ HEKOTOPHIX HCIBITaHUi. B OonmbmmH-
CTBE MCIBITAHUI HE HAOIIONAIOCH CYIIECTBEHHBIX
pa3nuuuii B popmMe TyTH 1Mo CPaBHEHUIO C TPATHUIIN-
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Puc. 11. OctpmorpaMMBbl TOKa U HaIIPsDKEHUS] CBAPOYHOMN JTyTH:

a — 6e3 ¢utoca; 6 — ¢ garocom

Fig. 11. Oscillograms of current and voltage of the welding arc:

a — without flux; 6 — with flux

8

2

Puc. 12. TIpouecc cBapku cranu 3 ¢ TiO,, HAHECEHHBIM CI0eM 1,5 MM C HCIIOIB30BaHUEM CBA3YIOIIETO JIaKa:

a, b, 8, 2 — CTaJINU TIEPEMEIICHUS CBAPOYHON JyTH 10 00pa3iry

Fig. 12. The process of welding steel S¢3 with TiO, applied in a 1.5 mm layer using a bonding varnish:

a, 6, 8, 2 — stages of movement of the welding arc along the sample

onHbiMu niponieccamu TIG u A-TIG. B HexkoTophIx
WCTIBITAHUAX C UCTIOIb30BanueM ¢umroca Si0, srex-
TpUYeckas ayra, Ho-BUIUMOMY, UMella TeHCHIIHIO
K OTKJIOHEHUIO B MPSIMOM HAampaBiIeHUHU. DTOT TUI
duroca Takke BbI3bIBaJI Hanboliee CUIbHbIE H3Me-
HEHUSl HaNpsDKEHUs OYyTd — KaKk MUHHUMYM BJIBOE
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Ooublie 3HAYCHUH, TIOIYYEHHBIX C APYrHUMHU (hiiro-
camu.

Habmronaercs, 4To TONIIMHA TOKPBITUS OKa3bl-
BAa€T OYEHb CHUJILHOE BIMSHUE Ha NPOIUIABICHHE
cBapHoro mBa (puc. 5). IlponnaBnenue cBapHOTO
1IBA CHAyYaJla JIMHEWHO yBEIMYUBACTCS C TOJIILUHON
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Puc. 13. Ipouecc cBapku ctam 3 ¢ pmrocom TiO, C, nanecennsm cnoem 0,05 MM ¢ HCIIOIB30BaHUEM
CBSI3YIOLIETO JIAKa!

a, 6, 6, 2 — CTaJur NNCPEMCIICHNA CBapOIIHOﬁ AYyTH 11O 06p33uy

Fig. 13. The process of welding steel S¢3 with TiO, C flux applied in a 0.05 mm layer using a bonding varnish:

a, 6, 6, 2 — stages of movement of the welding arc along the sample

nokpbITHs 10 50...70 MKM, a 3aT€éM IOKa3bIBacT
TEHJEHIUIO K CHUXeHuto (puc. 5). [Ipomnasnenue
ceapHoro mBa TIG cooTBercTBYeT HyNIEBOH TOII-
LIMHE TOKPBITUS U cocTaBister ot 1,4 no 1,9 mm anst
MCCJIEIOBAHHBIX CBapOYHbIX TOKOB 0T 100 1o 150 A.
B 3aBuUCMMOCTH OT CBapOYHOrO TOKa MaKCHMallb-
Hoe nporuiaBienue B A-TIG nocturaercst ajs Toi-
mHbBI OKpeITUS OT 40 1o 70 mxMm. Habmomaembie
MaKCUMAJIbHbIE 3HAYEHUS MPOIUIABICHUS CBAPHOTO
mBa cocraBigior 4,8, 3,9 u 2,9 MM COOTBETCTBEH-
HO Juisi cBapouHbIX TOkoB 150, 125 u 100 A. On-
TUMaJIbHAsl TOJIIMHA, IO-BUIMMOMY, YBEJIMYMBA-
€TCs C MOBBIIIEHHEM CBapouHOro Toka. Hampumep,
MaKCUMaJlbHass TIIyOMHA MPOHUKHOBEHHUS OKOJIO
40 mMxm nocturaercs npu 100 A, oxono 70 MM —
npu 150 A. Takum 06pa3om, ONTUMHU3ALINS TOJIIH-
HbI MOKPBITUSL 3aBUCUT OT AJIEKTPUUECKONU MOIIHO-
CTU CBAPOYHOU IyTH.

IIpn mnpeBblIEHUHM ONTUMAJIBHON TOJILHMHBI
MOKPBITHS MPOIUIABICHUE 3HAUUTEIBLHO YMEHbIIIA-
eTcsi. DTO OBICTPOE TMaJeHUE MOXKHO OOBSCHUTH
Oosiee BBICOKMM pacxXolOM JHEPruu, HEeoOXOau-
MBIM JJIs TIpeososieHust 6aprepa ¢uroca. Kpemumii

[0 CyTH HENPOBOISAIIUI MaTepuan u obecrednBa-
€T BBICOKOE DJIEKTPUYECKOE COMPOTUBICHUE IyTE.
CrabuibHas yra yCTaHaBIMBACTCS TOJIBKO IOCIHE
TOTO, KaK (PpJIIOC CTAHOBUTCS >KUJKUM WU IOJHO-
CTbIO ynamsiercs myTeM wucnapeHus. llockonbky
pacxon sHepru Ha 3T0T 3()(EeKT yBeInIMBaeTCs
C TOJILMHOW ITOKPBITHS, TO JOJIS MAaJArOLIC dHep-
i, 3 (HEKTUBHO UCTIOIb3yeMast AJIsl CO3/1aHuUs CBa-
POYHOI BaHHBI, 3HAYUTEIHHO CHUKAETCS.

Kpome Toro, mo mepe yBenTUYEHHUS TOJIIUHBI
MOKPBITUSL 3JEKTPUYUECKasl Jyra HEyCTOWYHMBa H3-
3a HepacIUIaBICHHOTO ¢utoca, 00eCreynBarOIIEero
OoJiee BBICOKOE AIIEKTPUYECKOE CONPOTUBIICHUE HA
MIPOJIBUTAIONIEICS CTOPOHE. DTO BBI3bIBAET U3MEHE-
HUe npoduiIst Tyru, KOTopas 3aTeM PacTATUBACTCS
HazaJ K paciuiaBieHHoOW BaHHe (puc. 7-9). Taxon
3¢ EeKT 3aMBbIKaHUS CTAHOBUTCS BCce O0Jiee BaXKHBIM
C YBEJIMYCHHEM TOJIIIUHBI HOKPBITUS JJIS1 33JaHHOTO
TOKA WJIM JUIA 3aJJaHHOM TOJIIIMHBI MPU CHUKECHUU
CBAapOYHBIX TOKOB. [laxke IIpU ONTUMAIbHOMU TOJI-
IIMHE TOKPHITHS 0Kosio 50 MkM (puc. 7-9) apdexr
3aMbIKaHUsl HAOMIOAAETCs MPU CPAaBHEHMU KaJpOB
Bugeo TIG u A-TIG. DddexT 3aMblkaHus CBs3aH
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c 0Oosee BBICOKMM 3JIEKTPUYECKUM COMPOTHUBIIE-
HUEM OKCHJa KpPEMHHS, KOTOpOE€ YMEHBIIAETCs
C pOCTOM TeMIIepaTypbl, 0COOEHHO KOIJa KpeMHUI
MepeXouT B XKUIKYIO (azy. [TockonbKy miaBneHne
MIPOUCXOAUT TIpU 00Jiee BBHICOKOW TeMmIeparype Ha
MIPO/IBUTAIOIIEICS CTOPOHE, TO Jyra MMEeT TeH-
JIEHIIMIO OTCTaBaTh OT KOHYMKA MPOJIBUTAIOLIETOCs
ANIEKTpoJia. YKa3aHHOE 3aMbIKaHHE TyTU YBEIUYH-
BaeT 3(PPEKTUBHYIO UIMHY M YaCTUYHO CIIOCOO-
CTBYET MOBBILICHUIO HANPSDKEHUS C IMOKPBITUEM,
Kak cooOI1aercs Jajnee B 3TON CTaTbe.

B mponecce A-TIG nHabmromaercst ymaydiieHue
OTHOIIIEHHUS ITyOMHBI MPOIJIABICHUS K IIMPUHE Ba-
muka (DOP), nocturaemoe 3a cué€t sddexra «me-
XaHU3MOB CXKaTHsl IyT'M» U «0O0paTHOW KOHBEKIUU
MapaHronn», Takke H3BECTHOM KaK KOHBEKIHS,
BbI3BaHHAs IOBEPXHOCTHBIM HATSKEHUEM, WU Tep-
MOKanuisipHast koHBekus. [Ipn xonBexkunn Ma-
PaHrOHM, KOTJa aKTUBUPYIOLIUH (DIrOC HaHOCUTCS
Ha 3aroTOBKY, OH IOCTaBIISI€T IOBEPXHOCTHO-aK-
TUBHBIN 3JIEMEHT KHCIIOpOJla B CBAPOYHYIO BaHHY.
OTO W3MEHSET TPAJAUEHT OBEPXHOCTHOTO HaTsIKe-
HUS BHYTpPb K LIEHTPY; TAKUM 00pa3oM, coJepKaHue
KHUCIIOpOJa BIMSET HA XapaKTep TEUEHUs KUAKOCTH
B CBapOYHOU BaHHE [5].

CBsi3b TOBEPXHOCTHOTO HATSKEHUS C TEMIEpa-
Typoil Obl1a paccMoTpeHa B paborax [6—21]. beuio
YCTaHOBJIEHO, YTO MPHU CBapKe CTAU C HU3KUM CO-
JIep>)KaHUEM Cepbl U KHCIOpoJa MOBEPXHOCTHOE
HaTSKEHUE YMEHBUIAeTCsl C TOBBIINICHUEM TeMIle-
paTypsl, BBI3bIBasl OOIIUI OTPUIIATEIHHBIA Tpaau-
€HT TMOBEPXHOCTHOTO HATSDKEHUS. DTO MPUBOIUT
K paIMalibHO HAIIpaBJIEHHOMY Hapy’Ky MOTOKY B CBa-
pouHol BaHHE. JlaHHBIN (paKT MOIApOOHO paccCMOTpEH
B pabote [22]. ABTOpBI CUHUTAIOT, YTO KOHIIEHTpA-
IIMU TIOBEPXHOCTHO-aKTUBHBIX ASJIEMEHTOB CBBILIE
50 ppm BIUSAIOT Ha HANpPaBICHHUE U BEIIMYUHY TEp-
MOKANMWUISIPHBIX CUII [22], 4TO U3MEHSIET BEIUUNHY
MOBEPXHOCTHOTO HATSKEHHUS B CBApOYHOW BaHHE
C OTpHUIIATEIHLHON HA MOJIOKUTENbHYIO [6—12].

TeueHne B CBapOYHOW BAHHE MIPOUCXOAWUT OT
Oosiee HU3KOTO MOBEPXHOCTHOTO HaTsbKeHus (0o-
Jiee XOJoHas KHUAKash CBapovYHas BaHHA) K Ooiee
BBICOKOMY TIOBEPXHOCTHOMY HaTsDKeHUIo (Oonee
Terulasi KUJAKash CBapoyHasi BaHHA), B pe3yJbTare
YEero pacIUIaBICHHBIN METAI HA BEPXHEW MOBEpX-
HOCTH T€YET K IIEHTPY CBAPOYHOU BaHHBI, CO3/IaBast
BHYTpeHHUH MOTOK [10—16]. DTOT BHYTpEeHHHUI TO-
TOK obecrieunBaeT 0osee NyooKkoe MPOHUKHOBEHUE
u Oosee y3kuii Bamuk. IMEHHO 9TO M3MEHEHHUE Ha-
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MIpaBJIEHUS TPaIMEHTA TOBEPXHOCTHOTO HATSYKEHUS
OOBsICHSIET M3MEHEHHUE HallpaBlieHus MoToka Ma-
PaHTOHH.

B mexanu3me cxxatus Jyru 31eKTPOOTpULIaTeNb-
HOCTB MIOTOKA UTPAET BaXHYIO poJib [6, 7]. lyra, cy-
LIECTBYIOIAsl Ha MIOBEPXHOCTH MOKPBITON (IIFocOM
3aroTOBKH, IIPHU TEMIIEpaType cTojida Ayrd Mpou3-
BOJIUT OOJIBIIIOE KOJUYECTBO MOJONKHUTEIBHBIX HO-
HOB [4]. MOXHO cnenarh BBIBOJ, YTO SJICKTPOHBI
MOTJIOIIAIOTCS MapaMHu BOKPYT CBAapOYHOIN BaHHBI,
YTO MPUBOJAUT K YMEHBIIECHHIO KOJIMYECTBA 3aps-
KEHHBIX YacTHII, IPUCYTCTBYIOUIMX B Ayre. Boico-
KORJIEKTPOOTPHLIATEIbHBIN 3apsSyKEHHBIH Map TOJIKA-
€T CTOJI0 AYTH BHYTPb B pauabHOM HaIlPaBJICHUU.
OO6pa3yromuecss WOHBI MPUTATHBAIOT CBOOOIHBIE
AJIEKTPOHBI, IPUCYTCTBYIONIUE B CTOI0E IyTH, CO3-
JaBasi c)KaTve Jyr'd, ¥ OCHOBHOM MeTasul IUIaBUT-
cs1, CocoOCTBysI 0oJiee TITyOOKOMY MPOTUTABICHHUIO
[5-22].

OneKTpOMarHuTHbIE CUiIbl JIOpeHIa Takke yBe-
JMYMBAIOT OTHOILIEHUE IIyOMHBI MPOIUIABICHUS
k mwmpuHe Baimuka (DOP) B mexanusme A-TIG.
C TOBBIIIEHHEM CBapOYHOTO TOKA BEIMYMHA CHJ
Jlopenua yBenuuuBaercs. Uem MeHbIlIe painycC 3TO-
ro msTHa, TeM Bhimie cuia Jloperma [18-20]. boib-
mas cuwia JlopeHna AeicTByeT BEPTHKAJIbHO BHU3
B LICHTPE PaCIJIaBJICHHON CBapOYHON BaHHBI U YBe-
mnuuBaeT DOP. Dnekrpomarautasie cuibl JIopeH-
na U cuibl MapaHrOHH YIPaBiISAIOT KOHBEKIMEH
CBapo4yHOU BaHHBI M yBenmuuBaroT DOP. Ceapou-
Hasi BaHHA HUCHBITHIBAECT ACHCTBHE TaKUX IBUXKY-
IIMX CHUJI, KaK CHJIa BBITAJIKMUBAHUS MOJ JEHCTBUEM
CHJIBI TSDKECTH, a’pOJMHAMHUYECKOE HampsKeHHe
CABHIa U CHJIbI PEAKI[MH OT UCTIapEHHs Ha MOBEpPX-
HOCTH CBapo4yHOW BaHHBI. Bce oHu 3¢ ¢dekTuBHO
yiydmatot nposap B nponecce A-TIG, HO ux poiib
MHHUMAJIbHA TIO0 CPAaBHEHUIO C JICUCTBYIOLIECH CH-
701 MapaHroHH, W, CIIEIOBATEIbHO, UMU MOXXHO
npeHeOpeys Npy aHaIU3e Ha MUKPOBEIINYMHE.

B xone npoBeneHHBIX UCCIEAOBAHUN yCTAaHOB-
JIEHO, YTO T€OMETPHsI CBApHOIO IIBa, OE3YyCJIOBHO,
3aBUCHT OT IMEPEMEHHBIX MapaMeTpoOB, KOTOPbIE
BaXHO TOYHO KOHTPOJIMPOBATH ISl JOCTHKEHHS
HaWIydIllero kauecTsa cBapku. HexoTopsie U3 3Tux
napameTpoB, Biustomux Ha mpouecc A-TIG, 00-
CYX/IAIOTCsI HUXKE.

Bo muorux paborax [5-26] ormewaercs, 4TO
paznoxeHue ¢uroca 3aBUCUT OT CKOPOCTU €ro pe-
akKllM{, KOTOpas, B CBOIO OdYepedb, 3aBUCUT OT
yaenbHOM Mmromann vactull. Ilostomy skcnepu-
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MEHTAJIbHO YCTaHOBJEHO [5-22], YTO YacCTHIIBI
¢uroca pazmepoM ot 0,8 10 4 MKM yay4lIaroT mpo-
masieHue. [Ipyu ucmonb30BaHUM KPYITHBIX YaCTHIT
(25 mxM) 3TOT 2 deKT He HAOIIOAACTCS, TOCKOIBKY
OHM 001aar0T CcJ1ab0il CIOCOOHOCTBIO K Pa3JIoiKe-
HUI0. bonee Menkue yacTuilsl roca UMEIOT 00JTb-
HIYI0 YIEIbHYIO IUIOIIA[b [0 CpaBHEHHIO ¢ Oojee
KPYTHBIMH, YTO MPUBOINT K JIYUIIEMY Pa3JIOKCHHIO
[12]. C yBenuueHneM TONIIMHBI (hIIr0ca yBETHYHUBA-
eTCs W TEIU10, HeoOX0IMMOe ISl TIPEOIoJICHHsT 0a-
pbepa (rroca, 9To CHUKAET ITyOWHY MPOTIABIICHUS
MIpU JIaHHOM 3HA4Y€HUH TOKA. XOTS M3BECTHO, YTO
MIPOIUIABIICHNE 3aBUCUT OT CBAPOYHOTO TOKA, OTTH-
MaJibHasi TOJIIMHA c10s ¢uitoca BCE e Ba)kHa IS
MOJTYYCHHS Ka4eCTBEHHOTO CBapHOTO 111Ba [4—16].

BaxHo moHMMaTh, 4TO TiepeT HAHECEHUEM CJIOS
duroca ero MepeBOAAT B MAcCTOOOpa3HOE COCTOS-
HUE, CMEIINBasi TOPOMIKOOOpa3HbIA (IIFOC C TOJI-
XOJISIIIIAM PACTBOPHUTENIEM, KOTOPBINA JOIKEH HCTIa-
pUTHCS 70 Havaja mporecca CBapku. M3 pa3mmaHbIx
JKUJKUX HOCHUTENICH HanOoJee 4acTo UCTIONb3YIOTCS
alleTOH U CIUPT. DKCIIEPUMEHTHI MOKA3bIBAIOT, YTO
alleTOH SIBJICTCS PACTBOPUTENIEM, JIEMOHCTPHUPY-
IOIMM HAWIy4IlINe Pe3yJabTaThl, OH O00ECIeYNBAET
MakcuMasibHOe TiporuiaBieHue [10—14]. B To xe
BpeMs BO MHOTHX paboTax BOIMPOCY BIUSHUS THUIA
pacTBOPHUTEINST HE YACNAETCS NMPHUCTAIHHOTO BIIHS-
HUS, 9TO, BO3MOXKHO, BJIHSIET HA TMOJTYYEHHBIE pe-
3yJBTaTHI.

CBapouHBIli TOK HampsIMyl BIUSET Ha reoMe-
TPUYECKHE XapaKTEPUCTHKHA CBAapHOTO IIIBa, Ta-
KM€ KaK TUIOMIQ/Jb TOMEPEYHOTO CEUEHUs, IIHPHU-
Ha ¥ nyouna mBa. Ilpu cpaBHenuu capku TIG
u A-TIG nabmrogaeTcst MOYTH ABYKpaTHas pa3HUIlA
B IIyOWHE TPOIUIABICHUS MPH YBEJIMUYCHUH TOKA.
s TIG ¢ 6onee BEICOKMMH 3HAYEHUSIMH TOKA TIPU-
POCT HIMPUHBI IIIBA OYEHb HE3HAYUTENICH, TOT/A KaK
st A-TIG oH 3HaYATEIBHO OOIBIIIE.

VYBenudyeHne CKOPOCTH CBAPKU MTPUBOJIUT K CHH-
JKEHUIO TETUIOBJIOXKEHHUS Ha CBAPHOW IIIOB M TIONY-
YEHHUIO0 HEeTITyOOKoTO miBa. [TTyOmMHa mporiaBieHus
00paTHO MPOMOPIIMOHAIIEHA CKOPOCTH CBapKHU MPH
3aJIaHHOM CBapOYHOM TOKE.

[110THOCTD SHEPrUM AYTH HANPSIMYIO 3aBUCUT
OT JUTMHBI JIYTH, YTO SIBISIETCS. KPUTHUECKUM (Pak-
topoMm nipu cBapke A-TIG [3-9]. Kak npasuio, s
MIPEIOTBPAIICHUS PAaCCEMBAHUS TEIlIa TyTH B OKPY-
JKAIOIIYIO CPey MPEANOUTUTEIbHBI 00jee KOpOoT-
kre Aayru [1], 9To0B MakcMMaabHOE TEIUIO AYTH
PaBHOMEpHO TepeaBaioch Ha 3aroToBKy. OHaKo
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JUTSE O0eCTIeUeHUS CTAOMIIBHOCTH AYTH U MUHUMU3a-
MU TIOBPEKEHUS IIEKTPO/Ia HEOOXOIUMO COOITIO-
JaTh 3HAYUTENBHOE paccTosiuue [5—12]. s cBapku
Hepkageromen ctanu MmetooM A-TIG o6kraHO Hc-
MOJIb3yeTCs ITMHA ayTH 2...4 MM [4-6].

[Ipn momuepkaHUU TOCTOSHHBIMH CKOPOCTH
MOJIa4yy ¥ CBAPOYHOTO TOKA M NMPUMCHEHHH aKTH-
BUpYIOLIEero ¢giroca HalOmMogaeTcsi HeOOIbIIOE YBe-
JUYCHUE HanpsbkeHus nyru. M3BecTHO, 4TO (hirroc
MIPH  PaA3jOKCHUH TPUTATUBACT 3JICKTPOHBI, 3TO
MIPUBONT K CY)KCHHIO AYTH W TOBBIIICHUIO HAIpsi-
xerust. Craboe WM CHITbHOE YBEITHUYCHUE 3aBUCUT
IJIJaBHBIM 00pa3oM OT COCTaBa OKCHJIHOTO (Iroca.
DKCIIEPUMEHTHI SICHO ITOKA3bIBAIOT, YTO CYIICCTBYET
OYCBHUIHAS KOPPEISANUS MEXKIy HM3MEPEHHBIM Ha-
MPSDKEHUEM JyTH U PE3yABTHPYIOIUM CYKEHUEM
JyTH, TI03TOMY OoJiee BBICOKHE 3HAYCHHS Harps-
XKEeHHsI oOecrieyar KOHIICHTPUPOBAHHOE CYy)KECHHUE
Oyrd. OT10 3aUKCUPOBAHO U B paboTax JpyTrUx aB-
TopoB [16-29].

OKCTIEPUMEHTHI Pa3IMUHbIX aBTOpPOB [1-8] mo-
Ka3bIBAIOT, YTO IIyOWHA TPOTUIABICHHS 3aBUCUT
OT cofiep KaHHs KHCIOpoAa BO BPeMsl CBAapKH, IIO-
CKOJIBKY OHO CIIOCOOCTBYET Pa3BUTHIO KOHBEKITHH
Mapanronu. ConepxaHue KHCJIOPOIa MOXKHO TOY-
HO KOHTPOJHPOBATh, HCIIOJIB3YS MOIXOSANITYIO KOH-
CTPYKIIMIO COIJIa M ONTUMU3UPYS pacxop rasza [1,
2].

HccnemoBanusi pa3iMyHBIX aBTOPOB TIOKA3bI-
BalOT [5-7], uro moOaBieHHE a30Ta CIIOCOOCTBY-
€T YBEJIWYCHHUIO TEIUIOBBIICIICHUS, a TaKXkKe OKa-
3BIBACT TOJIOKHUTEILHOC BIIMSHHEC HAa TCOMETPHIO
Y CBOMCTBa cBapHOro 1mBa [22-29]. Tak, Hanpumep,
[IyOMHA MPOIUIABICHHUS W ILUIOMA]b ITOTIEPEIHOTO
CCUCHUS CBAPHOTO II1BA YBEITUIHBAIOTCSI TIPH JT00AB-
JIEHWW a30Ta B aproHoBou cpene [26—-31]. Yrmosas
nedopmaius Takke MUHUMU3HUPYETCS MpU J00aB-
JICHUHW a30Ta, MOCKOJbKY OHA HAIPSIMYH0 CBS3aHa
C IIMPUHOW CBApHOTO IBA, a a30T OOCCIICYUBACT
MTOJTHOE TIPOILIABIICHUE, YTO TIPUBOJIUT K CHIKCHHEO
yrioBoi aedopmanmu [24-28]. OOHapyKeHO, YTO
TBEP/IOCTh, MPOYHOCTH HA PAa3pbIB M CKIOHHOCTH
K 00pa30BaHUIO TOPSIUMX TPEIIMH PE3KO BO3pacTa-
10T TIpHU A00aBIeHUH azoTa [27-29].

N3BectHO [1-6], 4TO 3amTUTHBIN ra3 HA OCHOBE
BOJIOpO/ia 00J1aZlaeT BHICOKOM TETIONPOBOIHOCTHIO
IIPH TeMIIepaTypax, OJU3KHX K JUCCOITHAIIIH MOJIC-
Kyl Bogopoaa. [loatromy npu nobasneHuu Bogopo-
Jla TIPOMCXO/MT CYIIECTBCHHOE BIIMSIHHE HAa 00BbeM
pacIUIaBJICHHOTO MaTepuaja B CBapOYHON BaHHE
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[26—29]. Bb10 OTMEUEHO yBEeNMYEHHE HaPSHKEHUS
JIyTy, TIyOWHBI TporuiaBieHus, 3¢G(GEeKTUBHOCTH
IUIaBJICHNUS, TOJBO/A TETJIa U IUIOIIAIN ONIEPEYHO-
TO CEYEeHHMsI, B TO BpeMs KaK OKCH/Ibl, KaK MpPaBUIIoO,
BOCCTAHABJIMBAIOTCS P J00aBIEHUU BOIOPOJA
[5-7, 10-16].
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BuiBoabI

OcHOBHBIE pe3ylbTaThl MOKHO PE3IOMUPOBATH
CIEeIYIOIIUM 00pa3oM.

1. Ucnionp30BaHNE OKCHUIOB KPEMHHSI U TUTaHA
(TiO, u Si0,) IPUBOAMIIO K YBEIMYEHHUIO [IyOUHBI
nporuiaBneHus npu ceapke A-TIG, He3aBUCHMO OT
TUMna U Mapku ctanu. CTeneHb YBeTU4eHUus Tryou-
HBI IPOIUIABIICHUS] OTPAHUYHMBAIACH TUATIA30HOM OT
30 % 1o 6omee 200 %.

2. TonmuHa TOKPBITHS SBISETCS Ba)XKHBIM I1a-
pametpom 1pu cBapke A-TIG. OObIYHO peKOMEH-
nyercsa He npeBbimath 200 MKkM 6e3 KOMMEHTapHu-
€B O TOM, KaK JHEprusi CBapKh MOXKET IMOBIHSITH
Ha pe3yabTaThl MPOIUIABICHUS MO TONIIUHE. DTO
HCCJIEIOBAHNE MOKA3bIBACT 3HAYUTENbHbBIE Koela-
HUs TIporuiaBieHus mBa B nuamna3one 0...200 MxMm.
VYCTaHOBNEHO, YTO ONTUMHU3MPOBAHHAS TOJIIMHA
B nponecce A-TIG Bapbupyercs ot 40 1o 70 MM
B 3aBHCHMOCTH OT CBAPOYHOIO TOKA M JaeT MOBbI-
IIeHHE TMPOIJIABICHHUS 1IIBa B JIBa pa3a IpU 3aJlaH-
HOM ypOBHE TOKa.

3. CBapouHbIif TOK MPHU HCIOIB30BaHUU (hiIro-
coB TiO, u SiO, HanpsAMyO BIMSAET Ha F€OMETPU-
YEeCKHEe XapaKTepUCTUKU CBAPHOTO IIBa, TAKHE KaK
IUIOMIA/Ib ONEPEYHOTO CeUCHHUs, IUPHUHA U TITyOu-
Ha mBa. [Ipu cpaBHenun cBapku TIG u A-TIG Ha-
OmromaeTcsl MOYTH JByKpaTHas pa3HUla B IIIyOHHE
MPOIUIABIICHUS TIPU YBEIUYEHUH TOKA.

4. BnusHue TUIa U MapKH CTaJld HA MPOILIAB-
JSIOUIYI0 CIMOCOOHOCTh MPHU HCMONB30BAHUU aK-
TUBUPYIOIIUX (DIIOCOB SIBHO HE BBISBICHO. 3a-
¢bukcupoBaHbl HEOONBIINE W3MEHEHUS B TIIyOHHE
MPOIUIABIICHUSI B CPABHEHUU C HU3KOJIETHPOBAHHDI-
MU ¥ HEPKABEIOMINMMH CTaISIMHU.
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Introduction. Tungsten inert gas (7/G) welding has gained widespread popularity due to its advantages, including
effective shielding, a stable arc, easy heat input adjustment, reduced metal spatter, and an attractive weld appearance.
However, relatively shallow penetration and low efficiency limit its application. To improve welding efficiency and expand
its scope of application, researchers both domestically and internationally have conducted significant studies aimed at
increasing the energy density of the traditional TIG arc. This includes activating 7/G (A4-TIG) arc welding, which utilizes
a flux applied to the weld surface. Further investigation of the mechanism for increasing arc energy density in A-TIG
welding will allow us to propose new ideas and methods for highly efficient 7/G welding technology. The purpose of this
study is to evaluate the technological potential of using oxide activators 7i0, and SiO, to improve penetration efficiency
and weld quality of carbon and low-alloy steels. Methods. This work involved comparative 4-7/G welding tests. The tests
included the use of 3.5 mm and 8 mm thick plates (300 mm x 300 mm) made of unalloyed (carbon) steel St3 and low-
alloy steel 0.09 C-2Mn-Si. Welding tests included the use of single-component fluxes in the form of oxides (7iO,, SiO,).
All experimental welds were performed under the same conditions, without the use of filler metal (77G welding), with
a current in the range of 10-200 A and a welding speed of 150 mm/min. Arc voltage was maintained in the range of 10.4 V
to 12.8 V; heat input was in the range of 0.499 kJ/mm to 0.614 kJ/mm. All welds were subjected to visual inspection of the
surface condition and macrostructural studies to determine their dimensions. Results and discussion. Most tests observed
significant differences in arc shape compared to traditional 7/G and A-TIG processes. Results of 4-TIG welding tests on
unalloyed and low-alloy steels showed that penetration depth increased slightly in steels characterized by a higher degree of
deoxidation and metallurgical purity. Evidently, not every activator was responsible for the increased penetration depth, but
the use of 7iO, and SiO, oxides was undoubtedly beneficial. An arc constriction mechanism is proposed, which is widely
applicable to 4-TIG welding of steel with various types of fluxes studied. Arc constriction occurs due to the formation of
negative ions in the outer region of the arc or due to the flux coating on the surface. Thus, arc constriction increases the
current density and heat intensity at the root of the anode. This increases the force and pressure of magnetic constriction,
resulting in a strong downward convection flow. The use of silicon and titanium oxides (770, and SiO,) increases penetration
depth during 4-TIG welding, regardless of steel type and grade. The degree of penetration increase was limited to a range
of 40% to 200%.

For citation: Karlina A.l., Kondratiev V.V., Gladkikh V., Vitkina G., Kononenko R.V. Evaluation of the melting ability of oxide fluxes in
A-TIG welding of carbon and low-alloy steels. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal Working and Material
Science, 2025, vol. 27, no. 4, pp. 96-115. DOIL: 10.17212/1994-6309-2025-27.4-96-115. (In Russian).
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