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AnHoTtanusi — Bonpoc obecneuenns 6€30macHOCTH PabOTHUKOB IPOMBIIIIICHHBIX MPEAPHATHII
SBIISICTCS OJIHUM U3 BaXXHBIX Ha JaHHBIA MOMEHT. [Ipu nmpoBeneHnn cBapoYHBIX paboT Ha MEpCOHANT
OKa3bIBAIOT BJIMSHUE BpenHBbIC (HAKTOpHl TMPOM3BOACTBAa. B mporecce paboOT, CBA3aHHBIX C
AJIEKTPOCBAPKOM M PE3KOH METajUIOB, BBIIEISIOTCA TBUIb JKele3a M JPYTruX METalioB, Tasbl,
IMOKCHJ KPEMHHs, YTO NPHUBOAUT K (POPMHUPOBAHMIO IMHEBMOKOHHMO3a 3JIEKTPOCBAPIIMKOB H
ra3zope3unkoB. CocTaB U KOJIMYECTBO OOpa3yIOIIEHCs] BBICOKOJUCIIEPCHOM MBUIM 3aBUCUT OT BUAA
CBApKH, COCTaBa NPHUMEHSEMBIX CBApPOYHBIX MAaTEpPHATIOB W CBAPHBAEMBIX METAIJIOB, PEKUMa
CBapoOYHOro mporecca M Jpyrux (axkropoB. Hambonee omacHeIMH Al MEpCOHANA SBISIOTCS
BBIJICTICHNUS TTapOB IIMHKA IPH CBAPOYHBIX padoTaxX OIMMHKOBAHHBIX M3/enuil. B pesymbrare Takoro
BO3/ICHUCTBUS 3/I0POBBIO TIEPCOHANIA MOKET OBITh HAHECEH 3HAYMTENbHBIN yiiep0. Bipixanue mapos
IIMHKA BBI3BIBACT TaK HA3bIBAEMYIO «IIMHKOBYIO» WM JIMTEHHYIO TUXOpaaky». B mannoi pabote
MPEJCTAaBICHBI PE3yIbTAThl UCCICAOBAHUMI MO OINpPENEeNICHUI0 KOJIMYECTBA BPEIHBIX BEUIECTB MU
KOHTAaKTHOH M 3JIEKTPOJIYroBOH CBapkax. B Xxome mccienoBaHus OBUIO ONpeENEsieHO KOJIMYECTBO
BBIJICIIEMBIX BPEIHBIX BEUIECTB IPU CBapKe JeTajeid C 3allMTHBIM TOKpBITHEM. JIuib
o0ecrieueHNe 3aIUTHBIX MEPOIPHUATHI MOXKET CHU3UTH BPEIHOE BO3JICHCTBHIE JAHHOTO (haKkTOpa Ha
paboTaromnux.

Knioueswie crosa: CBapKa, BpCAHbIC BCUICCTBA, OTPABJICHUC, TUHK.
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Abstract — The issue of ensuring the safety of industrial workers is one of the most important at the
moment. During welding operations, harmful factors of production affect the personnel. In the
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process of work related to electric welding and cutting of metals, iron and other metal dust, gases,
silicon dioxide are released, which leads to the formation of pneumoconiosis of electric welders and
gas cutters. The composition and amount of highly dispersed dust formed depends on the type of
welding, the composition of the welding materials used and the metals being welded, the mode of
the welding process and other factors. The most dangerous for personnel are the release of zinc
vapor during welding of galvanized products. As a result of such exposure, significant damage may
be caused to the health of personnel. Inhalation of zinc vapor causes so-called "zinc" or "foundry
fever". This paper presents the results of studies to determine the amount of harmful substances
during contact and electric arc welding. During the study, the amount of harmful substances
released during welding of parts with a protective coating was determined. Only the provision of
protective measures can reduce the harmful effects of this factor on workers.

Keywords: welding, harmful substances, poisoning, zinc.

BBEJIEHUE

B Hacrosimee Bpemsi, B CBA3M C Pa3BUTUEM MPOMBIIIJIEHHOCTH,
MAIIMHOCTPOEHUS U XO3AMCTBEHHOW JESITEIbHOCTH BCE Yalle MNPUMEHSIOTCS
CTaJbHbIE MaTepHalbl C 3aUUTHBIMU TMOKPHITUSIMU. K 3allUTHBIM MaTepuaiam
OTHOCATCS LMHK, OKpalleHHbIe MOBEPXHOCTH. BBIBAIOT OLMHKOBaHHBIE MOKPBITHS:
KpbIlliK, 3a00p ¥ T.4. (mpodHacTwi). YacTo MCHONB3YIOTCS ACTald C IUHKOBBIM
MOKPBITUEM TPU CTPOUTEIHCTBE, B ABTOMOOMJIBHOM MPOMBIIUIEHHOCTH, TaK Kak
JeTaqd C I[MHKOBBIM TIOKPBITHEM 0oJjiee yCTOWYMBBI K aTMOC(EpHBIM U
KOPPO3UOHHBIM SIBJIEHUSIM. B CBsi3u C OOMIMPHBIM NPUMEHEHHEM MPUXOJAUTCS
OI[MHKOBaHHBIE MaTepHUalbl COCIUHSITH C TMOMOIIBID CBAapKH, B PE3YyJIbTATE YEro
MIPOUCXOJIUT BBIJEICHUE MApOB IIMHKA, KOTOPBIE SABJISIIOTCS OYEHb TOKCHYHBIMH U
BpPEJIHBIMH JIJIs1 OpraHU3Ma YeJIOBEKa.

OTpaBiIeHUIO IIMTHKOM M €0 COSAMHEHHUSIMU TOCBSIICHO MHOXKECTBO pabdoT [1,
2, 3], T.X. TaHHBIN BHUJ OTPaBJICHUS UMEET MECTO HE TOJBKO B CBAPOYHBIX paboTax, a
TaK)Ke MPHU IIMHKOBAHUM METAJIIIOB, TUTHEBBIX padOTax u T.1I.

TexHu4yeckuil IMHK COACPKUT MPUMECH CBUHIIA U MbIlIbsika. OKUCh IIUHKA —
3TO OEJbIi PBIXJIBIA MOPOIIOK C MpeaeabHo aonmyctuMon koHueHTtpamuei (I1IJIK) 6
mr/m® [1]. Meramindecknii HHHK CcepeOpHCTO-0e10ro IBeTa C TeMIepaTypoit
miaBiaeHuss 419,5°C u temneparypoit kunenus 906,2°C. Ha Bozmyxe ObICTpO
OKHUCJISIETCS. M TIOKPHIBAETCS MATOBOM IJIEHKOW OKHCJA, KOTOPBIA MpeloXpaHseT
MeTayul OT JajdbHeHIero okuciaeHus. [IpombllIeHHOE MOJyYEeHHUE YUCTOTO IUHKA
OCHOBAHO Ha DJIEKTPOJIM3E pacTBopa coyiel nuHKa. M3BECTHBI MHOTOUYMCIIEHHBIE
COEIMHEHHUSI [INHKA, KOTOPBIE UCHOJB3YIOTCS B PA3JIMYHBIX OTpACiX [2].

Ha mnpousBojacTBE IMHK BCTpedaeTcss B BHJE TyMmaHa (OKHCH LIHMHKA),
OTHOCUTEILHO 0€30MacHOTO COCIWHEHUS TpPH COOJIONCHUM MEpP WHIWBHIYATHHOM
3ammThl. [lpy OTCYTCTBMM Mep WHIMBUAYAJIbHOW 3alllUThl, LIUHK IOCTYMNaeT B
OpraHu3M HEINOCPEACTBEHHO 4YE€pe3 OpraHbl JbIXaHWS, OTYACTU IKEITyIOUYHO-
KUIIEYHBIM TPaKT, HAIpUMEp, MPU 3arjlaTbIBAHUM MbUIM. BjpiXaHwe MmapoB IUHKA
OMAaCHO, MOCKOJIbKY MOET BbI3BaTh TaK HAa3bIBAEMYIO «IIMHKOBYIO» WIH JIUTEUHYIO
JUXOPAAKY», XOTS HEMOCPEACTBEHHO METAUIMYECKUd [MHK B TBEPAOM U
NbUICOOPA3HOM COCTOSIHMM SIBJIIETCSI HETOKCMYHBIM. I[Ipu Oosiee npnmuTenbHOM
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BO3/ICICTBUM OKHUCH IIMHKAa BO3MOXHO Pa3BUTHUE MEJJIEHHO MPOrPECCUPYIONIETO
ITHEBMOKOHHKO3a [1].

B ciyyasix cMepTenbHOro MCX0Ja BBISBISIOTCS TUCTPOPUUECKUE U3MEHEHUS,
0COOCHHO BBIP@KEHHBIC B CEPJICUHOM MBIIIIIE, TIEYEHHU U MToYKax [2, 3].

[Ipu cBapke U pe3ke METAUIOB 00pa3yeTcsi BBICOKOAMCHEPCHBIH a’po307lb,
KOTOPBI COAEPXKUT TbUIb >Kele3a M JPYyrux METalioB, Tras3bl, 00JaJaromiue
TOKCUYHBIMU M Pa3IpakarolIMMU CBOMCTBaMHU, M JUOKCHA kpemHus. KomgnuectBo
BBIJICTICHU B TEPBYID OYEpPEIb 3aBUCUT OT BHUJA CBAPKH, PEXKHMa CBAPOYHOTO
MpOIECCa, COCTaBa MCIOJIB3YEMBIX CBApPOYHBIX MAaTEpUAIOB M CBapUBaEMbIX
MeTaioB. B pe3ynbrare HEraTUBHOTO BO3JACHCTBUS Y 3JIEKTPOCBAPLIMKOB U
ra3ope3ynkoB  MOTYT  HAOJIOJAThCSd  MHEBMOKOHHMO3BI, a TaKXke JApyrHe
COMYTCTBYyIOIIME MpodecCHOHANbHBIC 3a00JeBaHUs, TaKUE KaK: XPOHUYECKHM
OpoHXHUT, OpOHXMallbHAas acTMa, WHTOKCHUKAIIUS MapraHIleM, OCTpOe€ IOpakKeHHe
BEPXHUX JBIXaTEIbHBIX MIYTEW U JIETKUX, «IUTEHHAs JIuxopaakay [1].

Takum 00pa3oM, OCHOBHOM OMACHOCTHIO IS CBapIIUMKa MPU TMPOBEIACHUU
CBApOYHBIX pabOT JeTalie C 3alUTHBIM I[IUHKOBBIM ITOKPBITUEM SIBIISIETCS TaK
Ha3bIBaeMasi «IIMHKOBAs JIMXOPaJKa», OOYCJIOBJICHHAsT WHTCHCHUBHBIM HCHapeHUEM
IMHKA W TONAJaHUsl MApOB B 30HY JIbIXaHWs. 3a OLICHOYHBIA KPUTEPUN CTENICHU
OTIACHOCTU TPUHUMAETCS MPEAENIbHO JOMYyCTHMAas KOHIICHTPAIUs OKCHJla I[WHKA,
pasHas 0,5 mr/m’ [4].

PACYETHASA YACTDb
Pacuem Konuuecmea yunka, evbloenaruiecoca npu céapke

B kauectBe wmccnemyeMoro mBa, BBINOJHEHHOTO PYYHOW JJIEKTPOAYTOBOM
CBAPKOW, NPUHUMAETCS CTBIKOBOW IWIOB JUIMHOW | M muiacTMH ToimmuHOW s. B
KAueCTBE MCCJIElyEMOr0 IIBA, BBIIOJIHEHHOTO KOHTAaKTHOM CBApKOW, MPUHHUMAETCS
TOYEYHasi KOHTAKTHAsl CBapKa IUIACTUH C TOJIIUHAMH §; U S;. ITO 0O0YCIOBICHO TEM,
YTO TOUEYHAs] KOHTAKTHAsI CBapKa HanboJiee pacpocTpaHeHa B HAPOJAHOM XO3sIiCTBE
U MOXET HCIONb30BaThbCsl B HEOOJBUIMX CBapOYHBIX MPOU3BOJACTBAX, TIJIE HE
oOecnieunBaeTcs JOJDKHBIM ypOBEHb BEHTWISLMU. POJIMKOBBIE M CTBIKOBBIE BH[IbI
KOHTAaKTHOW  CBapKHM, KaKk  IPaBWIO,  HCIOJIB3YIOTCI B CEPBE3HBIX
aBTOMAaTU3MPOBAHHBIX  IIPOM3BOJACTBAX, OCHAIIEHHBIX  XOpOWIEH  CHUCTEMOWU
BEHTWISILIUM W BBICOKUM YpPOBHEM OO€CNEUEHHUs CAHUTAPHO-TUTMEHHUYECKUX HOPM
pabouux mecT. Pacuer koiauyecTBa [IMHKA TPOU3BOAMUTCS U3 pacueTa Ha OJIHY TOUKY.

OCHOBHBIM  TE3MCOM, JIeXKAIlMM B  OCHOBE  pacyeTa  KOJUYECTBA
HCTIAPAIOMIErOCs HUHKA C IOBEPXHOCTH CBAPUBAEMBIX JETAJIEH, SBIISIETCS CIAEAYIOLIEE
IIPEANOJIOKEHHE: BO BpEMsl CBAapKU MCHAPSAETCS BECh LIMHK, HAXOMSIIMICS B 30HE
CBapHOIo IlIBa, TEMIIEpAaTypa KOTOPOrO BBILIEC WM PaBHA TEMIIEPATYPE HCHAPECHHUS
LMHKA.

Torna maccy ucrapuBIIerocst iuHka M, (Kr) MOXKHO HAaWTH 110 dbopmye:

ML; = Sucn '50L; Py (1)
rae: S,e, — TJOIIAAb 30HBI CBAPHOIO WIBAa, OIPAaHUYECHHON TEMIIEpaTypou
_ 2,
MCIAPEHUS LUHKA (121,,.,=906,2°C), M™; O,
oy, — IIOTHOCTb LIMHKOBOTO MOKPBITHS, Kr/M.

— TOJIIIMHAa TUHKOBOI'O ITOKPBITHA, M;

119



CrenoBaTenbHO, OCHOBHOM 3ajaueil 0OpH BblYMCIACHHH M, , SBISETCS

nojyyeHue GopMyJbl A1 pacyera Sy, -
Jlnst pyuHO#M 2€KTpOAYroBoi cBapku (puc. 1a):

Sucn =2 Hucn : Lucn ) (2)

rne: H,,., — MpUHA 30HBI CBAPHOTO 11BA, OTPAHUYECHHAS YCIOBUEM (=1, , M;

Ly, — JUIMHA CBApHOTO 1IBA, IpUHUMAETCS Ly, =1 M.

VYMHOXEHHE Ha 2 NPUHHUMAETCA Ul ydeTa MCHapeHHs LHMHKA ¢ 00erX CTOpOH
CBapUBAEMBIX IIJIACTHH.

Ha pucynke 1 mpencraeneHa pacdeTHas cxema JJIs JJIEKTPOAYroBoH (a) u
KOHTaKTHOU cBapku (0). PacueTrHas cxema npeactaBisieT coboil rpaduk u3MeHeHuUs
TEMIIEpaTypbl B IONEPEYHOM CEYEHUM CBAapHOro mBa. OOJacTh MCHIApeHus LUHKA
OorpaHuYeHa WUPUHOU H ., I DAEKTPOLYIOBOU CBApKU U D)., M1 KOHTaKTHOU
CBapKHu.

Tmax

Tmax

R OAAAAOD0000M -
! PP F TR |

gle

a §

Puc. 1. PacueTHas cxema Jyisl JIEKTPOIYroBOM (a) M KOHTAaKTHOU CBapKH (0), y U T — paCCTOSIHUSI OT
OCH TIIBA.

Fig. 1. Calculation scheme for electric arc (a) and contact welding (b), y and r are the distances
from the seam axis.

J1y1st 0;THOM TOYKM KOHTAKTHOM cBapkH (puc. 10):

2
D
Suen =4-w—7%,

€)
rae: D,,., — IuaMeTp 30HbI, OTPAHUYEHHOHN yCIOBUEM [>f),.;, , M. Y MHOKEHHE

Ha 4 MMPUHUMACTCA JIA yd€Ta HCIIApPpCHHUA IMHHKA C 00enx CTOPOH CBapHuBaACMbIX
BHAaXJICCT IIJIAaCTHUH.

Hus onpenenenusa H,., u D,., HEOOXOAHUMO pacCMOTPETh TEMIIEPATYPHbIE
IIOJIA ITPU DJIEKTPOAYTOBOW U KOHTAKTHOU TOUYEUYHOU CBApKE.
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OcHoeHble napamempul C6APHBIX COCOUHEHUII NPU KOHMAKMHOIL céapKe.

[Ipy KOHTaKTHON CBapke sIPO paciuiaBIeHHoro Mertamia (puc. 2a, 20)
XapaKTepU3ylT €ro pasMepaMu: TUaMeTpoM dg B TUIOCKOCTH KOHTAKTa JeTajlb-
JeTanb (CBapuBaeMOT0 KOHTAKTa), U BBICOTOU /g WM MPOTUIABIICHUEM JeTanelt 4; u
A;. TlocnenmHue oOmpeAensioT OTHEIBHO IS KaKIOW JeTald KaK OTHOIIEHUE K
TOJIIIIMHE JAETaJeH §; U S, pACCTOSIHUN /1; ¥ K, OT MJIOCKOCTH CBapUBAEMOT0 KOHTAKTa
710 TPaHUIIBI 30HBI PACTNIABIICHHOT'O METaJlJIa ¥ BRIPAKAIOT OOBIYHO B MPOIICHTAX [5]:

A;=(hy/s7)-100%, Ay =(hy/s5)-100%, (4)

Pasmepwr smpa (dg, hg, A;, A>) B HauOoJblled CTENEHW BIMSAIOT Ha
IPOYHOCTHBIC CBOMCTBA TOUEUHOTO COSTUMHCHUSI.

Ha pucynke 2 mpecTaBiIeH BUI TOYEUYHOTO CBAPHOTO COCIUHEHUS (a) U cXxema
€ro reoMeTpu4ecKux rnapameTpoB (0) B cilydae CBapKH JeTajell He paBHBIX TOJIIMH

[5].

dg

Puc. 2. Bun TOU€YHOTO CBApHOTO COSIMHEHUS (@) U CXeMa ero TeOMETPUIECKUX rmapaMeTpoB (0) B
cily4ae CBapKH JieTaneil He paBHbIX TONIIUH 1 u 2 snekTponamu 3 u 4: s;, s, — TONIMHA aeTanet |
u 2; dg m hg — nuameTp W BBICOTA sAJpa pacCIUIaBICHHOTO MeTaiuia; /;, h, — BBICOTa 30HBI
pacruiaBIeHHs B IETaNISIX.

Fig. 2. The type of spot welded joint (a) and the scheme of its geometric parameters in the case of
welding parts of unequal thicknesses with 1 and 2 electrodes 3 and 4: s;, s, — thickness of parts 1
and 2; dy and hg — diameter and height of the core of the molten metal; %, 4, — height of the melting
zone in details.

3HauyeHWE NMAMETpa sIpa 3aBUCUT OT TOJIIUHBI CBAPUBAEMBIX JETalieh § U
MOXKET OBITh paccuuTaHo 1o popmyse [5]:

dyg=2s+3. (5)
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B GonpimnHCTBE ciyyaeB BeJIWYMHA MPOIUIABIEHUS netanei A; u A, AOKHA
HaxoauThcsi B mpenenax 20...80% ot tonmumuubl aetaneid. C y4eToM 3TOTO, s
WH)XEHEPHBIX pacue€TOB MOXKET ObITh HCIIOJIb30BaHa (popMyna:

S7+sS
h, ~ 2ITe2 (6)
2

Tak kak Hac WHTEpPECyeT MOMEHT MAaKCHUMaJIbHON TeMIepaTyphl HarpeBa, TO
U3MEHEHHUE TeMIlepaTtypbl 1o koopauHare » (puc.l O, puc. 2 6) B MOMEHT
BBIKJTFOUCHUS CBAPOYHOTO TOKA, MOYKHO PacCuMTaTh IO 3aBUCUMOCTH [5]:

TV [, |
t.(r) =ty exp a? {—”} —| == A (7)
2] T4,
rae: fp; — TeMIeparypa IUIABJIEHUS CBAapMBAEMbIX IUIACTHH, d, —

Kod(ppuueHT, onpeaensieMbii mo hopmyie:

(8)

t3 — MAKCUMAJIBbHOC 3HAUCHHUE TCMIICPpATYpPbl B KOHTAKTC OJJICKTPOA-ACTAJIb,

t3 :tnﬂ 0,]+0,81’§_§ . (9)

Cornacho [5], dopMmymna (7) X0opolIo coriacyercs ¢ pe3yjabTaTaMu YHCICHHBIX
pacdeToB TEMIIEPATypHBIX TIOJEH TpH KOHTAKTHOM CBapkKe, U MOXET OBITh
MPUMEHEHa I MHKCHEPHBIX PacyeTOB.

Taxkum 00pazom, I UHKCHEPHBIX PACUCTOB B KaU€CTBE MCXOJIHBIX JaHHBIX K
dopmyne (7) nocTaTod4HO 3agaTh TEMIEpPATypy IUIABIEHUS {;; W TONIIUHY

ompenensiemoe 1mo hopmyIie:

CBApUBAEMBIX JETalCH §; U §;. TOMMMHY § MOXKHO IMPUHATH KAK CPEIHIOK TOJIIUHY
cBapHBaeMBIX jieTaneit s = (s + 5 )/ 2.

OcHoeHvle napamempuvl CHbIKOBHIX C6APHBIX COCOUHEHUN
npu 31eKmpooy2060ii ceapke

Ha mpouecc pacnpocTpaHeHHsl TeIUla B METAJIE, HArp€BaeMOM CBAPOYHOM
nyroii, BausAOT d(GQEeKTUBHAS TEmIoBas MOIIHOCTh CBAPOYHOM JOYyTH W
pacmpenesieHde TEIUIOBOrO TMOTOKa MO TOBEPXHOCTH METalia; pa3Mepbl U (opma
CBapuMBa€MbIX  M3JCNIUN, Terlopu3nyeckue CBOWCTBA  MeTaula,  yCIIOBUS
TEII000MEHA C OKPYKAIOIUMHU TPEIMETaAMHU.

DJNIeKTpUYeCcKasi FHEPTHs, MoTpedisemMasl 1yroi, B OCHOBHOM IIpeBpaIlaeTcs B
TEMIoByt0. O((eKTUBHAsA TEIUioBasi MOIIHOCTh ¢ Tpolecca HarpeBa WU3JeIus
CBApOYHOM JAYyroil MOKHO HalTH 1o gopmyJe [6]:

q=u-1-U, (10)
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rae: [ m U — cuna ToKka W MajeHue Hampsbkenuss Ha ayre; u=0,7 + 0,85 —
apdextuBnbii KIIJ] mporecca HarpeBa W3aeausl AYroM, MPEACTABISICT OTHOIICHHE
K MOIIHOCTH

KOJIn4cCTBa TCIlJIA,

AIEKTPUYECKOU IyTH.
B Tabnune 1 npuBeneHsl paboune HaMpsDKEHHUS M CUJIA TOKA TPU JTYTOBOM
CBAPKE B 3aBUCHUMOCTH OT TOJIILMHBI JINCTOB.

nepcaaromerocas or Ayru K MCTAJlly,

Tabnuya 1. Paboune HaNpsHKEHUS U CHJIA TOKA TIPU IYTOBOM CBapKe B 3aBUCHMOCTH OT TOJIIIMHBI

JIVCTOB
Table 1. Operating voltages and current strength during arc welding depending on the thickness of
the sheets
Tommmua T"onwle O0OMa3aHHbIE OOMOTaHHEIE
CBapUBAEMOTO Jlnaverp AIEKTPOABI AIEKTPOABI AIIEKTPOIBI
MeTalia, MM pECKIPOA, MM Vv A Vv A Vv A
1,5 1 12-14 3040 14-16 3040 30-32 3040
2 2 14-16 40-60 16-18 40-60 30-32 40-50
3 2 16-18 60-80 16-18 60-80 30-32 50-60
4-6 3 16-18 80-100 18-20 70-90 28-30 60-70
7-8 3 17-20 100-120 18-20 90-100 28-30 70-80
9-10 4 17-20 120-140 18-21 100-120 | 28-30 80-90
11-15 4 17-20 140-160 18-21 120-140 | 28-30 | 90-100
16-20 5 18-20 160-180 18-22 140-160 | 27-29 | 100-130
21-35 6 18-22 180-220 | 20-24 160200 | 26-28 | 130-160
3640 6 18-22 180-220 | 20-24 160200 | 26-28 | 130-160

Kak yxe ObUIO CKa3aHO BbIIIE, B KaueCTBE HCCIEIYyEMOIrO IIBAa B JAHHOU
paboTe MPUHUMAETCS] CTHIKOBOM IIOB TOHKHX IiacTuH. CleaoBaTelbHO, pa3Mephl U
dbopMa cBapuBaeMbIX H3AEIUN oOmpenenserca (opMOil CTHIKOBOTO IIBAa TOHKHUX
IJ1acTUH. JJaHHOMY IIBY COOTBETCTBYET pacueTHas cxema «llnactuna» [6].

ID1actiHa, T.e. IUIOCKMH CJIIOM Majlod TOJIIMHBI S, 3aHUMAIOIMH 00JIacTh

0<z<s, T.c.

TCJIO0, OIPAaHUYCHHOC IIAPpAJICIIBHBIMHU IIJIOCKOCTAMU z=0

HEOrpaHUYEHHO MpocTUparonuiicsa B HanpasieHusax OX u OY (puc. 3);

|0

Vs
oy o
-

/
f
Lo
/ /

U z=s,

Puc. 3. PacueTHas cxema TEIJIONPOBOALIETO Tela U NCTOUYHUKA TEIUIA IIPU HarpeBe Jyrou.

Fig. 3. Design scheme of a heat-conducting body and a heat source when heated by an arc.
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[Ipn cBapke SUCTOB BCTHIK 1€1€COO0pPa3HO CUYUTATh, YTO TEIUIO MAYTH
MPWIOKEHO K JIMHeHHOMY 3nemeHTy OO (puc. 3) [6]. DT0 03HayaeT, 4TO TEIUIO
nepefaeTcsi OJAHOBPEMEHHO IO BCEH  TOJNIIMHE MeETajlla OJIMHAaKOBO W,
COOTBETCTBEHHO, MICTOUHMK TEIUIA SBJISIETCS IMHEWHBIM UCTOUHUKOM.

Jlns ucciaeayeMoro IiBa NPUHUMAETCS CXE€Ma HENpPEephIBHO ACHCTBYIOIIETO
OBICTPOJIBIKYIIETOCS MCTOYHMKa Teryia. CKOpOCTh ABMKEHHS 3JIEKTPOJIa MOXKET
BapbUpOBATHCA [6]:

v=1+ 6 mm/c. (11)

[Ipu mepememiennn WCTOYHWKA OOpasyeTcs 30HA HarpeBa B BHJE Y3KOU
MOJIOCHI BJIOJIb IIYTH €ro MepeMeieHus. Terio pacupoCTpaHseTcsl B HalpaBlICHUH,
MEePIEHANKYJIIPHOM OCH TIEPEMENICHHs] MCTOYHHMKA, TMOSTOMY PACUETHBIE CXEMBI,
KOTOpBIE OMUCHIBAIOT MPOIIECC PACHPOCTPAHEHHUS TEIlIa, 3HAUUTEIbHO YIPOIIAIOTCS
[6].

CrnenoBarenbHO, COBOKYITHAsI pacueTHasi CXeMa UCCIIEyEMOT0 CTHIKOBOIO I11Ba
COCTOHT B CIIEAYIONIEM: paclpOCTpaHEHHE TEIUla MPU HarpeBe TUIACTUHBI MOITHBIM
OBICTPOJBIKYIITUMCSI IMHEHHBIM UCTOYHUKOM (puC. 4).

Puc. 4. Pacuernas cxema HCCIICAYEMOI'0 CTBIKOBOI'O MIBa IIpW HArpe€BE€ IMIJIACTHUHBI MOIIHBIM
6I>ICTpOI[BI/DKy1I_[I/IMC$I JIMHEHHBIM HCTOUYHUKOM.

Fig. 4. Design scheme of the butt joint under study when the plate is heated by a powerful fast-
moving linear source.

ITo Mepe yBenu4eHUs CKOPOCTH MEPEMEILEHHS TMHEHHOTO MCTOYHKKA TEIIA V7,

U TIpY TIPOTIOPLIMOHATIFHOM YBEJIMUEHUH €0 MOITHOCTH ( Pa3Mephl 30H, HarPeThIX J10
OIIpE/IeJICHHOW  TEeMIlepaTyphl, YBEJIMYUBAIOTCS; [UIMHA 30H YBEJIMYUBAETCA
IPONOPIMOHATIFHO CKOPOCTH, a IIMpPUHA BO3PACTAaeT, CTPEMSACh K ONpEIeICHHOMY
npeneny [6].

VYpaBHeHUE NpPeNeIbHOTO COCTOSHHS IMpoIecca PaclpoCTpaHEHHs TeIuia Mpu
HarpeBe IUIACTHMHBI MOIIHBIM  OBICTPOABIIKYIIUMCS JMHEHHBIM HMCTOYHHUKOM
BbIpaXkaeTcsi popmyIoii [6]:

q y
T(y,t)= ————b-t]. 12
(y ) v-s-\/47r-/1-c-p-texp 2-a-t (12)
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CornacHo JaHHOMY YpaBHEHHIO, TEMIIEPATYpa B KaXKJIOW TOUYKE BO3PACTAET U
NajaeT TMocjie NPOXOXKACHUS MCTOYHHMKA Teruia. Hac MHTepecyroT TOJBKO
MAaKCUMAJIbHbIE 3HAYEHHSI TEMIIEPATYpP, KOTOPbHIE JOCTUTAlOTCS B 30HE IIIBa
He3aBUCUMO OT BpemeHd. CornacHo [6] W3 JAHHOTO YpPAaBHEHUS MOJTy4aeTCs
YpPaBHEHHE JJIsI MAKCUMAaJIbHBIX TEMIIEPATYP:

2

m\YV

- : (13)
vec-p-s-2-y 2-a
r7e: ¢ — yAeNbHas TEIUIOEMKOCTh cBapuBaemoro wmeramia, JDx/xr-K; p-—

3
IUIOTHOCTh CBAapHBAeMOro MeTaijia, Kr/M’; b — Ko3(p(ULUEHT TeMIepaTypooTaayH,
1/cex, onpenensiems! o GopmyIie:

2.
b:ﬁ’ (14)
c-p-s
a — KO>hOUIMEHT TEMIIepaTypOMpPOBOAHOCTH, M’/C, OIpEAEIseMbIi IO
dhopmyiie:
A
a=—-, (15)
c-p

. 2
oy — K03(punmeHT noBepxHOCTHOH Ternoornaun, Br/MK; 4 — koapdunment
TETUIONPOBOAHOCTH CBapuBaeMoro metaimia, Br/mK.

Pacuem maccol yunka npu KOHMAKMHOU céapxe.
PaccunTtare Maccy ucnapsirorierocs 1uHka MoxkHo o popmynam (1), (2) u (3).
Kaxk mpaBuiio, ToimmHa IMHKA HA MOBEPXHOCTHU JIETalel BapbUPyeTCs OT 2 110
270 mxm. PaccmaTpuBaemMbie Tomubl mactud ot 0,4 1o 6 mm. TonmuHa niacTuH
IIpU KOHTAaKTHOW cBapke Bapbupyercs ot 0,4 10 6 MM; TONIMHA IJIACTUH TIPH
3JIEKTPOAYTOBOM CBapKe BapbupyeTcs ot 1,5 10 6 Mm.

pruep pacuema maccol ucnaparouiecoci yuHKa npu mMouUeuUHOU KOHMAKMHOU
ceapkKe niaacmun mwmumoﬁ S]=8) = 1 mmu mommmoﬁ UUHKO06020 ROKpblmusn

Soy

CHayasia OIpeAeNnuM CIPAaBOYHbIC BEIMYHMHBI, OOIIME /I BCEX CIy4yaeB
capku. U3 dopmyn (1) + (9) cnenyer, uto Temmeparypa IUIaBICHUS MeTajuia
TIACTHH {77 , INIOTHOCTD LIMHKA O, U TEMIEPATYpa UCIIAPCHUS LUHKA [, I BCEX

=2 MKM

CJIydacB MOT'yT OBITH IIPHUHATHI OJTMHAKOBBIMMU:

{7 =1530°C; p, =7100 kr/M®;  1,,0,,=906,2°C

PacueTtnas TOJIIIMHA CBAPHUBACMBIX IIJIACTHUH:

=] MM
2 2

JlnameTp siipa NpOoILIaBICHHOIO MeTalla onpeneauM 1o gopmye (5):
d,=2s+3=2-1+3=5Mm.
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BricoTy snpa nporaBieHHOTro MeTaiuia onpeaennm no Gopmyie (6):
ho= s;ptsy 1+1
a 2 -
MakcumanbHOE€ 3HAYE€HHWE TEMIIEpaTypbl B KOHTAKTE AJIEKTPO-IETalb,
onpenensemoe o Gopmyie (9):

to=trn| 01+038 ha |2 1530 01+0.8 1 —1018,5°C
o 2s 2.1

Koadpdunuent a, onpenensercs no popmyne (8):

=] MM.

N3meneHune Temmneparypsl 10 KOOPJAWHATE ¥ MTOJTYYUM U3 3aBUCUMOCTH (7):

2| A 2 h ? P) 2|l 1 2 1 2 2
t.(r)=tgy;exp| a [—”} —{—ﬂ} r< | |=1530exp| 0,737 {—} —{—} r
: 1L 2 d, 2 5

ITo mosmyueHHOU 3aBUCMMOCTH Uil t,.(r) crpouMm rpaduk (puc. 5), mo
KOTOpOMY OIIpeeisieM, 4YTO TEeMIepaTypa WCIApeHuss LHMHKA 1., =906,2°C
JOCTUIaeTCsl HA PACCTOSHUM 7y, =5,5 MM OT OCH ILBA.

H3menenue TEMIIEPATYPHI 110 PACCTOAHHUK) OT OCH HIBd

1900
1800
1700
1600
1500
1400
1300
1200
1100
£ 1000
900

tr,

0 1 2 3 4 5 6 7 8 9 10 11
r, MM
Puc. 5. I3meneHue temMneparypsl 10 KOOPAMHATE 7 IIPU TOYEUHON KOHTAKTHOM CBAapKeE IIACTUH
TOJIINUHOU 5=1 MM.

Fig. 5. Temperature change in the r coordinate during spot contact welding of plates with a
thickness of s = 1 mm.
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CnenoBaTenbHO, JUAMETP 30HbI, OTPAHUYEHHON YCIIOBUEM £>1,,.;,
Dyen =21y =2-55=11 mm
Torna, cormacuo dhopmyre (3), HaitaeMm:

D2.. 0,011°

Suen =411 =47 =38-107% M

Haxoaum Maccy ucnapusiierocs muska mo gopmyse (1):
—4 -6
My =Syen oy Py =38-10"-2-10 " -7100=54 mr
CrnenoBaTellbHO, NPU TOYEYHOM KOHTAKTHOM CBapKe IUIACTUH TOJILUHON
S; =S =1 MM M TOJIMHON LUHKOBOIO MOKPBITHS O, =2 MKM HCHApsieTcs 5,4 Mr

LIMHKA HA OJHY TOYKY IIBA.
B Tabnune 2 mpencrtaBieHbl pe3ysbTaThl aHAJIOTMYHBIX PAacuye€TOB MacChl

MCIIAPUBLIETOCS MHKA JUIS IJJACTUH U IUHKOBBIX IOKPBITUM C Pa3HBIMU TOJIIIMHAMU
Ha OJIHY TOYKY KOHTAKTA.

Taéauya 2. Macca napoB IIMHKA JUTsI TUTACTUH PA3HBIX TOJIIIMH, MI/TOYKA
Table 2. Zinc vapor mass for plates of different thicknesses, mg/point

Tonmuna TonuyHa HOKPHITUS 5()” , MKM

TIJTACTHH S,
MM 2 5 10 40 100 150 200 270
0,4 3,1 7,8 15,7 62,6 156,6 2349 313,2 4228
0,5 3,5 8,7 17,3 69,4 173,5 260,2 347,0 468.4
0,8 4.6 11,5 22,9 91,8 2294 3442 458.9 619,5
1,0 5,4 13,6 27,1 108,4 271,1 406,6 5422 731,9
2,0 10,6 26,6 53,1 212,5 531,3 797,0 1062,6 | 1434,6
3,0 15,0 37,5 75,1 300,3 750,7 1126,0 | 1501,3 | 2026,8
4.0 22,0 55,1 110,2 440,6 1101,6 1652,4 | 2203,2 | 2974,3
5,0 29,7 74,2 148,3 593,3 1483,3 | 2225,0 | 2966,6 | 4005,0
6,0 37,8 94,6 189,2 756,6 1891,5 | 2837,3 | 3783,0 | 5107,1

Pacuem maccel yunka npu 31eKmpooy2080ii ceapke

CHagasia OIpeAeNuM CIPABOYHBIC BEIWYHMHBI, OOIMHME /I BCEX CIy4yacB
cBapku. 13 ¢popmyn (10) + (13) cneayer, 4TO MIOTHOCTh CBAPUBAEMOT0 METAJLIa O,
IUIOTHOCTh ~LUHKA  p,, TeMIeparypa WCHApeHUsi UMHKA  fy.,, YJACIbHAs
TEMIOEMKOCTh ¢ U KO3(DPHUIIMEHT TETIONMPOBOJHOCTA A CBapUBAEMOTO METayljia MpH
cpenneir Temmiepatype cBapku 500°C, k03P GUIIMEHT TOBEPXHOCTHOW TEIIIOOTIAYH
0,p TSI BCEX CITy4aeB MOTYT OBITh MPUHSTHI OJIMHAKOBBIMH:

p=7850 kr/m’; p,, =7100 Kr/M™s 1,0, =906,2°C;

c=670,4 Jx/xrK;  A1=41,9 Br/mK; 0p=33,52 Br/M’K.

CpenHio CKOPOCTh JABWMIKEHHUS SJIEKTPOJIa TaK K€ OMYyCTHUMO MPUHSATH IS

BCEX CIIy4acB OJMHAKOBOM:
v =3 MM/c
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Ilpumep pacuema maccol ucnaparouie2ocsa WUHKA RPU IJ1eKMPOOY2080il CeapKe
00MA3aHHBIMU IJIEKMPOOAMU NIACHIUH MOJAWUHOU S = 3 MM U MOJTUWUHOU
UUHKO06020 NOKPLIMUA Oy = 2 MKM

N3 tabmunbl 1 175 TOMMIMHBI IIACTUHBI 3 MM MIPUHUMAaeM cuiy Toka /=80 A,
pabouee Hanpsikenue U=16 B.

Torna 3¢(HeKTUBHYIO TEIJIOBYI0 MOIIHOCTh ( MPOliecca HarpeBa HaXoJUM I10
dhopmyite (10):

g=u-1-U=07-80-16 =896 Bt
Koaddumment remneparypootnaun onpenensieM o Gopmyie (14):
po 2% 23352 o6 073

c-p-s 6704-7850-0,003

KoaddummenT remneparyponpoBogHOCTH onpeensiemMsbii mo dhopmyde (15):

a=t o M0 962,107 v
c-p 6704-7850

Torpa monyyaeM ypaBHEHHME JUIsi MAKCUMAJbHBIX TEMIIEpATyp ISl TAHHOTO

ciydas 1o 3aBucumocTtH (13):

L ()= 0484 ,_by7 ) 0,484 -896 |
" veepesi2oy| 2-a ) 0003-670,4-7850-0,003-2-

4246-107 .37 ) 4578
2.7,962-107° y

[Io momy4yeHHOM 3aBUCUMOCTU IJIA [, (y) ctpouM Tpaduk (puc. 6), 1O

I- (1—266,64- »’ )

KOTOPOMY OIpelessieM, 4YTO TeMIepaTypa WCIapeHus LHMHKA 1., =906,2°C
JOCTUTAETCS HA PACCTOSIHUM ), =5 MM OT OCH LIIBa.

Hzamenenue TEMIIEPATYPEI 110 PACCTOAHHIO OT OCH ITIBA

2550
2400
2250
2100
1950
1800
1650
1500
1350
= 1200
1050
900
750
600
450
300
150

0

2 3 4 5 6 7 8 9 10 11

tm, °C

¥, MM
Puc. 6. I3meHeHne TeMIeparypbl NEPHEHAMKYISIPHO OCH CTHIKOBOI'O IIBA MPU AJIEKTPOAYTOBOU
CBapKe IJIACTHUH TOJIIUHON §=3 MM.

Fig. 6. Temperature change perpendicular to the axis of the butt weld during electric arc welding of
plates with a thickness of s = 3 mm.
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HIupuHa 30HbI cBapHOTroO 1mBa H ., , OTPAHUYEHHOMN YCIOBUEM />t .,
Hycpn =2 Vyen =2-5=10mm.
Torna, cormacao dhopmyre (2), Haiaem:
Syen =2 -Hyen - Lyen =2-001-1=0,02m.
Haxoaum Maccy ucnapusiierocs nuHka mo gopmyse (1):
My = Syen Ooy Py =002-2-107° 7100 = 284 wr.

CrnenmoBaresibHO, TIPU 3JEKTPOIYTOBOM CBAPKE IUIACTHH TOJIIIMHON §=3 MM U

TOJIIMHOW UHKOBOTO HOKPBITHS 5%! =2 MKM wucnapsiercs 284 Mr quMHKa Ha OJUH

METp LIBA.

B Tabmuue 3 mnpeactaBieHbl pe3yJbTaThl AHAJOTWYHBIX PACYETOB MAacChl
WCIIAPUBLIETOCS LMHKA JUIs IUIACTMH C Pa3HbIMM TOJUIMHAMH U C Pa3HbIMU
TOJIIIIMHAMU LIUHKOBBIX MOKPBITUM HA OJMH METP IIBA.

Tabnuya 3. Macca napoB IIMHKA JUI TUTACTHH Pa3HbIX TOJIINH, MI/M
Table 3. Zinc vapor mass for plates of different thicknesses, mg/m

Tonmuna TonuHa NOKPHITHS 50% , MKM
IUTACTHH S,
MM 2 5 10 40 100 150 200 270
1,5 2485 | 621,3 1242.6 | 4970,3 12425.,8 18638.,6 | 24851,5 | 33549,5
2 318,7 | 796,9 | 1593,7 | 6375,0 | 159374 | 23906,2 | 31874,9 | 43031,1
3 284,0 | 712,6 | 1425,1 | 5700,4 | 14251,0 | 21376,5 | 28502,0 | 38477,7
4 271,1 677,8 1355,7 | 5422,7 13556,7 | 20335,1 27113,4 | 36603,1
5 2174 | 543,5 1086,9 | 4347.8 10869,5 16304,2 | 21739,0 | 29347,6
6 181,3 | 4533 906,7 3626,7 9066,8 13600,3 18133,7 | 24480,5

PE3YJIbTATBI 1 UX OBCYXKJAEHUE
[Ipy KOHTAaKTHOM CBapKe KOJIMYECTBO HCIAPAIOLIETOCS LUHKA BO3pacTaeT
IIPONOPLUOHAIIEHO TOJIIUHE CBAPUBACMBIX ILIACTUH U MPONOPLUOHAIBHO TOJIIVHE
LIUHKOBOTO ITIOKPBITHS.
[Ipu 31€KTpOAYTrOBOM CBapKe C YBEJIMYECHHUEM TOJIIIUHBI CBAPUBAEMBIX JETAIEH
KOJIMYECTBO HCIIAPSIOLIErOCs LIMHKA CHAyalla PacTeT, IOTOM HAYMHAET CHUXKATHCH.
OTO CBA3aHO C YMEHBIICHHEM ILHMPHUHBI 30HBI CBApHOIO 1IBa f1,.,, OTPAHUYEHHOU

YCIOBUEM t>t,,., B CBSI3U C PACHPOCTPaHEHHEM TeIUla BriayOb MeTamia. M3 storo

CJICaAycCT, 4TO KOJIMYICCTBO UCIIAPAOIICTOCA HNMHKA, HAYWUHAaA C KaKoOM-TO TOJIIIMHBI, HC
3aBHUCHUT OT TOJIIIHWHBI IINIACTHH, a4 3aBUCHUT TOJIBKO OT TOJIIIHWHBI 3alllUTHOI'O
IMMHKOBOT'O IOKPBLITHUA 5014 .

Vunreisas, uto ITJIK okcmaa rmeka paBHa 0,5 MI/M°, Jake OJHA TOUKA
KOHTaKTHOTI'O IIBA YK€ OIIACHA I 3J0POBbS CBAPLIUKA.

ITpu HEOOXOIMMOCTH CBApKM OLMHKOBAHHBIX JETaled 00s3aTENIbHO HYXHO
CHUMAaTh LMHKOBBIA CJIOM MEXaHWYECKH WM XUMHUYECKH, WIM HCIOJIb30BaTh
MOIIHYIO MECTHYIO BEHTUIISALUIO.
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SAKVIFOYEHHUE

JIist 3aIuThl MeTauia OT KOPPO3UU 4YacTO MCIOJIB3YETCsl IMHKOBAHUE, CPEIU
JOCTOMHCTB KOTOPOTO MOKHO OTMETUTH JOCTaTOYHO HENOPOryK) CTOMMOCTh H
XOpOILINe MoKa3aTeau 3PPEeKTUBHOCTH.

OnHako, TpU MPOBEJECHUM CBApOYHBIX pPabOT C TakKUMHU MaTepUalaMu
BO3MOYKHO BBIJIEJIEHUE KpaliHE BPEAHBIX BEUIECTB JJI1 OpraHrn3ma 4desnoBeka. B xoxe
HCCIIE0OBAHMS OBLUIO ONPENEIEHO KOJIMYECTBO BBIIEISEMBIX BPEAHBIX BEILIECTB IPH
CBapKe JeTajel C 3allUTHBIM OKPBITHEM.

[Ipu ananuze nuTepaTypHBIX JAaHHBIX HE YJAJIOCh HAWTH TOYHOE 3HAYEHUE
KOHIIEHTpAI[MH MapoB LIUHKA, TOJIBKO JIMILIb OTMEUYAETCS UX BPEIHOE BO3/CICTBUE HA
OopraHu3M uyenoBeka. Bornpoc o npenenbHo A0MyCTUMON KOHIEHTpAIMU NapoB IIMHKA
OCTaeTcsl OTKPBIThIM. B nanpHelneM IIaHUPYIOTCS pabOTbl MMEHHO B JaHHOU
obnacru.

HanexubiMu crocobamu n30exaTh OTpaBJICHUS SBIISIOTCS
COBEPILICHCTBOBAHUE CPEICTB HWHAMBUAYAJbHOM 3alUTBl M IIOCTOSIHHOE MX
MIpUMEHEHUEe TIPU padboTe ¢ IUHKOM, OOYYEeHHE CBApIIMKOB paboTe C HUMH, a TaKKe
CO3JaHUE TPAMOTHOW HCKYCCTBEHHOW BEHTWIALIMM Ha IPOU3BOJACTBE M YacCTOE
IIPOBETPUBAHUE TTIOMEIICHUN.
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