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Toueunas konmaxmmnasn
ceapKa, ceapHoii Ha npoTshkeHnM MHOrMX NeT ToYeyHasl KOHTaKTHAs CBapka SIBNSIETCS
HaAEXHON U NONYNAPHOWA TEXHONOMMEN COEAMHEHUS, NPEXAE BCErO B aB-

cmepoicens, hopma y :
TOMOGWILHON NMPOMBILNIEHHOCTU. Bnaroaaps CBOMM CBOMCTBAM TEXHOJOMUS

71eKmpooa, obecneunBaeT noslyyeHe BbICOKOKAUYECTBEHHbIX LIBOB B KOPOTKME CPOKM,
Moodenuposanue, 3HaUUTENbHO MOBbLIWAS 3(PdEKTUBHOCTL MPOM3BOACTBA. lMcnonb3oBaHue
YUC/ICHHbLI AHAIU3 nepenoBbiX BbIYUCUTENBHBIX MHCTPYMEHTOB 3HAUMTENIbHO CHUXKAET 3aTpa-
Tbl HA CO3AaHMe NPOTOTUMOB M UCK/IIOYAET AOPOroCTOSALIME UCTIbITAaHUS, KO-
TOpble M3-3a HEMpPepPbIBHOCTM NPOU3BOACTBA TPYAHO MM AaXe HEBO3MOX-
. HO npoBecTU. CyLecTBEHHO MOBUATb Ha KAYecTBO M NPOYHOCTb CBAPHbIX

Spot contact welding, coe M
AVNHEHWIA NO3BONSIET UCMOMIb30BAHNE YMUCIIEHHOMO aHanM3a, C NMoMOLLbIO

weld rod, electrode shape, KOTOPOro MOXXHO MOZENMPOBaTb Pa3Mepbl U hOpMy CBapHbIX LUBOB.

simulation, numerical Llenb paccMOTpeHusi YMCNEHHOrO MeToAa 3ak/touanach B MOyYEHUM
analysis NoAPOBHbLIX AaHHbIX, MO3BONSIOWMX OLIEHUTb NPOBEAEHNE CBAPOYHOro Mpo-

Llecca: u3MeHeHne 06bEMa CBapHOro LWBA, paauyca CBapHOro LWBa, paauyca
30Hbl TEPMUYECKOrO BIMSIHMS.

Mpy aHanM3e npouecca KOHTAKTHOM CBapKWM M3yYanucb 3nekTpuye-
CKMe, TepMUYECKNe, METaNTypruyeckue n MexaHuyeckmne siBNeHusi, Npouc-
XOAsLUME NpU CBapKe.

Mpouecc KOHTAKTHOW CBapKWM AEUTCS Ha TPU OCHOBHBIX 3Tama: Cka-
TUe, NPOTEKaHWe CBapO4YHOro Toka, (hopMMpPOBaHME CBApHbIX LUBOB M Mpo-
KOBKa CBApHOro LWWBA BO BpeMs oxnaxzaeHust (puc. 1). KoHTakTHas cBapka
06bIYHO MCMOJMb3YETCA MPU COEANHEHUW NIUCTOB, TOJLUMHA KOTOPLIX Orpa-
HU4YKMBAEeTCa AnanasoHoM oT 0,5 Ao 3 MM. lNpu cBapke ABa aneKkTpoaa M3
MEeHOro CryiaBa NoAalT 3MEKTPUYECKMI TOK M OKasbiBalOT CKMMalolee
YCWU/IME Ha CBApVBAEMbIE 3/IEMEHTI. BbilLeynoMsaHYThI NPOLECC NPUBOAUT
K 06pa3oBaHMI0 CBApHOTO LWBA B pe3y/ibTaTe M/aB/eHWsl MaTepuana Ha rpa-
HULIE CTbIKa COeAMHSIEMbIX 311EMeHTOB. MMoaBoA Tensa K CTbIKy 3aBUCUT OT
BE/IMUYMHBI TOKA, NPOTEKAIOLLErO Yepes 30Hy CBapKu, U OT BPEMEHU MpoTe-
KaHWs ToKa. 3TV ABa NapaMeTpa perynmpyrTcs B 3aBUCMMOCTY OT CBapuBa-
€MOro Matepuana, TO/LWMHbI INCTOB U TUMOB 3/1EKTPOAOB, UCMOSb3YEMbIX
B MpoLiecce CBapKM.
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KauecTBO CBapHbIX COEAMHEHWI 3aBUCUT, Mnpe-
X[€e BCEro, OT CUJIbl 3MIEKTPOAHOIO YCUINSI U BpeMe-
HM NpOTeKaHMsi CBApOYHOro Toka. B nocneaHee Bpe-
MSl YUACTIEHHbIN aHaNM3 CTan OYeHb MOMY/SPHbIM NP
pa3paboTke COBPEMEHHbIX TEXHOSOMMA CBapku. Uc-
MoJSIb30BaHNE YNC/IEHHBIX aHA/IM30B MO3BOSIET TOYHO
onpeaenvTb BAUSHWUE CUMbl OKATUS U BPEMEHW NPO-
TEKaHWs CBapO4YHOro TOKa Ha pacnpefeneHne Tem-
nepaTypbl B TeyeHue Bcero npouecca. Kpome Toro,
HabnoaeHMe 3a BMSIHUEM OCTaslbHbIX MapaMeTPOB,
BKJIOYAs CBOMCTBA MaTepuana unmn crnocob Kpenne-
HWSl, MOXXHO MCMOJIb30BaTh A/ KOHTPOJIS 3@ pacnpe-
AEeNeHNeM HanpskeHui 1 aedopMaLmni.

PucyHok 1 — OTAenbHble 3Tanbl NpoLecca TOYEYHON KOHTAKTHON CBapKu

PaccMOTpUM TOYEUHYIO KOHTaKTHYK CBapkKy B
yncnosoM cdopmate [1]. O603HaUeHHbIE Ha pUCYHKE
2 gBNneHns B3auMocBs3aHbl. CnegoBaTenbHoO, aHasno-
FMMYHO YMCNIEHHOMY aHanM3y CBapOYHbIX MPOLECCOB,
HeobXoAMMO BbIMOMHATL Kak TepMoMeTanypruye-
CKME, TaK N MexaHu4yeckme pacyétbl. B cooTBeTCcTBMU
CO CXeMOW, NPeACTaBNEHHOW Ha PUCYHKE 2, YeTbipe
OCHOBHbIX SIB/IEHUSI, paHee YNOMSHYTble B OTHOLLEHWMU
MpoLIecca TOYEYHON KOHTAKTHOW CBApKM, YUWUTbiBae-
Mble nporpammort SYSWELD BMecTe € Mx B3auMOCBSi-
35MM, NpeacTaBnaoT coboii cneaytowme Npobnemsbi:

1) 3neKTpOKUHETUYECKHE;

2) cBSiI3aHHble C NepeHOCcoM Tenna;

Temmeparypa

YcmoBusS KOHTaKTa
IloTepu MOITHOCTH
(dyext Jlxoyms)
Temmeparypa VcaoBus
KOHTAaKTa

Temnomepenada I '
Temneparypa

CKpEBITad TemIoTa

TIponopims a3z

MeTtannypras I

PucyHok 2 — Koppensuus Mexzay 31eKTPOKUHETUYECKUMM SIBIEHWSIMU, NEPEHOCOM Tena, MeTa/lypruiyeckumm
N MEXaHUYECKMMM SIBIEHMSIMM MPU TOYEYHONM KOHTaKTHOW cBapke [1]

YncaeHHbI METO MOACITUPOBAHUS TIPOLIECCOB TOYECHHOM KOHTAKTHOM! CBAPKH
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3) MeTannypruyeckme npeobpasoBaHms, MpPowc-
XoAaLlme Npu HarpeBe U OXNaXAeHUM CBapUBaeMbIX
3/1EMEHTOB;

4) OTHOCSILLMECS K HanpshkeHusM 1 aedopmaum-
SIM B CBapMBaEMbIX 3/IEMEHTaX.

DnekTpuyeckre SIBNEeHUS U nepedada Tensaa B
aHanM3MpyeMon orpaHMYeHHoN 0bnacTu coyeTatoTcs
C SIBMIEHMEM AMCCUMALMKN SHEPrnM 3a CYET addekTa
[bxoynst n MOryT 6bITb ONUCaHbI C MOMOLLLIO 37IEKTPO-
KMHETUYECKOW Moaenu:

_—
div (,u . grad(V)) =0, (1)
roe ¢ — aneKTpuyeckas NpoBOANMOCTb.

C y4éToM rpaHu4yHoro ycnosusi Oupuxne wniu
HeliMaHa v TennonpoBOAHOCTM, OMWUCHIBAEMOMN 3a-
KOoHOM O®ypbe, nepeHoC Tenna B OAHOPOAHOM MaTe-
pvane onpeaensieTcss ypaBHEHMEM TEMIONPOBOAHO-
CTH, coaepxalmm 3hdekT [Koyns Kak BHYTPEHHWN
UCTOYHKK Tenna [1; 2; 3]:

div (/1 : gr7d(T)) + @)

— — O0H
+grad(V)-pu-grad(V) = 5
roe A — TennonpoBOAHOCTb;

H — 0bbEMHas 3HTanbnus.

Takke cnegyeT OTMETUTb, YTO 3MEKTPONpPOBOA-
HOCTb [ 3aBUCUT OT TeMnepaTypsbl.

Ecnn cBapvBaeMblii MaTepuan npeteprneBaeT
MeTannypruyeckme npoueccbl, Takke HeobxoaMmo
YUUTbIBATb KOPPENSILMIO MEXAY NMEePEeHOCOM Terna u
MeTannypruyeckumm npeobpasosaHusaMu. Beiweyno-
MSIHYTble COOTHOLUEHUS cneaytolme:

1) MeTannyprudeckme npeobpa3oBaHuns B 3aBu-
CMMOCTU OT NMpeablayLUMX U3MEHEHWI TeMnepaTypbl —
Tak Ha3blBaEMON TEPMUYECKON «UCTOpUM>»;

2) cBoMCTBa MaTepuana, BK/OYasi TEM/OBbIE, B
3aBUCUMOCTY OT OTAESbHbIX MeTannypruyeckux gas;

3) MeTannypruyeckme npeBpalleHunsi, COnpoBo-
XAAOLMECS CKPbITbIM TErM0M, CyLECTBEHHO MEHSI0-
LWMM pacrnpeseneHuns TemnepaTypHbIX None.

C TOYKM 3peHns YMCNEHHOro aHanu3a, pacnpege-
NeHns MeTannypruyecknx @as npeacTaBnsioT cobom
[OMOSIHUTENbHbIE NEepeMEeHHble COCTOSHUS, U3MeHe-
HWSI KOTOPbIX MOXHO OnucaTb C NoMoLblo andde-
peHUManbHbIX YPaBHEHWUI BO BPEMEHM.

BbisiBNeHne Koppensumin Mexzay MeTannyprude-
CKMMK npeobpasoBaHusMK M CBOMCTBAMWU MaTepuana
— TEenMoNpOBOAHOCTbIO, MAOTHOCTBIO, SHTANbNUEN —
npeanonaraeT UCMosb30BaHUE JIMHENHBIX YPaBHEHWUI
ANa KaXxxaon dasbl oTaenbHo. BbigeneHvem Tenna B
pe3ynbTaTe paccenBaHWs MOXHO npeHebpeuyb 13-3a
OYeHb HM3KMX 3HaYeHUM KO3 ULMEHTOB TpaHCcdOp-
MaLMK, BbI3BaHHbIX MPOLIECCOM CBapKu, 0COBEHHO No
CPaBHEHWIO C MOTEPSIMM 3HEPrMK, 06YCNOBNEHHBIMU
apexToM [xoynsi. B TepMoMeTansiyprmyeckom aHa-

JIM3€ HEe YYMTbIBAETCS KOHBEKUMS XMAKOro MeTasnna
B CBapHOM sZipe W NPUHMMAETCS YBEMYEHME TEMO-
NpOBOAHOCTMU.

MoaobHO MOAENMPOBaHMIO CBApPOYHbLIX MpoLec-
COB, aHa/M3 KMHETUKM U30TEPMUYECKMX MpeBpaLle-
HMN 0B6bIYHO BKJIIOYAET WCMOSIb30BAHNE YPaBHEHUS
[>xoHcoHa — Mena — Aspamu [4].

OfHako, 4YTO KAaCaeTCs TUMUYHbBIX CBapOYHbIX
MPOLIECCOB, XapPaKTEPU3YIOLWNXCA  3HAUYUTENbHLIMU
CKOPOCTSIMM HarpeBa M OXNaXAEHWUS, MOXHO TaKxXe
NCMosb30BaTb MOAENb, MPEANOXEHHYIO J1e61oHAOM K
[leBO, BblpaXXeHHYIO B BUAE CleaytoLLel 3aBUCMMOCTH

[5]: ~
. p(M)—p
(T @)

roe p — COOTHOWeHWe obpa3oBaBliencs asbl;
p(T) W t(T) — NapaMeTpbl, KOTOpble NPU 3aAaHHOM
TeMmnepaType «T» npeacTaBnslT cobon ¢asosble
OTHOLLEHUS MOC/IE BPEMEHU Harpesa W BPEMEHU Bbl-
fepxkun. [na kaxaoro npeobpa3oBaHUs yKasaHHble
BblLLe 3HaYeHWs1 KOPPEKTUPYIOTCS, YTOObI COOTBETCT-
BOBATb HEMPEPbLIBHOMY OX/TAXKAEHUIO.

B oTHoweHnn 6e3anddy3noHHOro npespalle-
HWS, TO €CTb MapTEHCUTHOIO NPEBPALLEHNs, UCMONb-
3yeTcsa ypaBHeHne KocTuHeHa — Mapbyprepa:

p(T) = pu(1 — e~ b Ms=D)
onaT < Ms, 4)

rae p, — KOJIMYECTBO NPEBPALLEHHOTO ayCTeHUTa;
Ms — TemnepaTypa B Hauane MapTEHCUTHOrO NpeBpa-
LWEHWsI; b — NapaMeTp, COOTBETCTBYIOLLMI NpeBpaLLe-
HUIO, NMPOUCXOAALLEMY MPU U3MEHEHWUW TEMMNEPATYPbI.

Koppensuusi Mexay TEennoBbIMM U MexaHuye-
CKUMW SIBNEHMSIMU UMEET 6OJbLUOE 3HayeHue npu
MOZENMPOBAHMM, MOCKO/IbKY HEobX0AMMO  Y4YUTbI-
BaTb TEPMUYECKME HAMPSHKEHUS, U3MEHEHUs 06bE-
Ma, MNACTUYHOCTb, BbI3BAHHYID METaTypruyeckmm
npeobpa3oBaHneM. MexaHU4YecKuin aHain3 OCHOBaH
Ha CTaHAAPTHbIX YPaBHEHWSIX, OMMUCHIBAKOWMX CTa-
TUYeckoe paBHOBecMe. BakHO OTMETWUTb, YTO Mpu
MOZENMPOBAHUM MPOLIecCa CBApKK, BbIMOJSIHAEMOrO
MAOCKAMU 3/EKTPOAAMM, BbIlLEYKA3aHHbI aHau3
MOXXHO OTAENWUTb OT TEPMOMETaTyPruyeckoro aHa-
nn3a. ITO NPOUCXOAMT U3-3a TOro, YTO NpU TepMoOMe-
TaNNypruyeckoM aHanmuse noLadb KOHTaKTa Mexay
3NEKTPOAAMM M CBApMBAEMbIM MAaTEpPUasioM TaKasl e,
KaK NioLaab MeXaHUYeckoro KOHTaKTa.

Mertognka
MpoBeaém aHanM3 npouecca TOYeYHON KOHTaKT-
HoW cBapku. Moaynu SYSWELD nporpammbl Spot
Weld Mesh n Spot Weld Advisor ucnonb3ytoTtcs ans
NOArOTOBKM W ONpeaeneHunst BbIYMCIIUTENbHON Moae-
nn. MepBbi MOAYb COAEPXKUT MHCTPYMEHT, NMO3BONS-
tOLLMIA CcO3AaBaTb NapaMeTpUYecKne MOAENN CBapHbIX
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COEMIMHEHWIN, 3HAUUTENBHO YCKOPSIOLWMIA CO3AaHMe
pacyétHo Mmopenu. B 3ToM Moayne nonb3oBaTenb
[O/KEH yKa3aTb KOJIMYECTBO CBAPMBAEMBIX JIUCTOB/
NAacTUH, a Takxe UX TonwwmHy. lNonb3oBaTenb Mo-
XKET peLunTb, UCMOJIb30BaThb M 3aaHHYH0 FEOMETPUIO
3MEKTPOAOB WM CO3AaTb COOCTBEHHYIO reoMeTpuye-
cKkyto mogenb (puc. 3).

PucyHok 3 — «ACCUCTEHT MO TOYEYHOW CBapKe»

(EN 10130). Npu aHanu3e wucnonb3oBanacb CBap-
Ka 3MeKTpoAaMMn NOCKON paboyeli MOBEPXHOCTbIO
(puc. 4).

B Moayne «ACCMCTEHT MO TOYEYHOM CBapke»
(puc. 5) nonb3oBaTenb CHayana onpefensier Tun

v Spot Welding Process

*Parameters

Intensity Frequency (Hz): 50.00

Squeezing Force (N): 3000.00

Number of Squeezing Periods: | 25

*Loads
Number of Loads: 1

Load_1 |20 E

Ans AeMOHCTpauMn BO3MOXHOCTEN COBPEMEH-
HOro0 aHaNMTUYECcKoro NporpaMMHoro obecneveHuns ¢
nomoLbio nporpamMmel SYSWELD 6bina co3gaHa oce-
cummeTpuyHas 2D-mogenb AByX CTanbHbIX JINCTOB,
NOABEPrHYTbIX TOYEYHON KOHTaKTHOM cBapke (puc.
4). Oba nucrta TonwmHoM 1,0 MM 6bINM U3rOTOBMEHBI
13 XONOAHOKATaHON HM3KoyrnepoamcTor ctanu DCO4

o)

R LT cer<\AVOCAD O PAD eskloptiv/eidi | [
Sheets

*Number of Sheets: | 2 v

Thickness

Sheet1: |1.00 Sheet 2. 11.00

0.80 1. |0.80
[[] Use Spacer

Electrode
“Mesh Type: (O Pre-Defined Geometry () Custom Mesh

“Mesh File: -

“Bectrode Radius 3
“Top Intemal Radius 5
“Top Extemal Radius 8

i

—-
Electroderadius

Create Mesh |

Close L

PucyHok 4 — PacyétHast Moaesib TOYEYHOMN CBapKu
COMpOTUBAIEHNEM [BYX JINCTOB

mMaTepuana, napaMeTpbl Mpouecca, TWUMbl 3/IEKTPO-
Q0B 1 YC/TOBUSI COMPOTMBIIEHNS] COEAMHEHNS, A 3aTEM
BbIMOJHSAET BbluMCieHus. Cpasy nocne 3aBepLieHust
pacyETOB MoJb30BaTeNb MOMyYaeT MHGOPMALMIo O
(hopMe CBapHOro LBa, Pa3BUTUM 30HbI MNJaBNEHUS,

TactoTa CBApPOYHOT'O TOKa

DIeKTpoaHad (CKUMAKOIIAN)
cHIa

KomuecTBO MHKIOB CHKATHA
(Bpema cxxatia) 25/50Tu=05¢

KommgecTBO MUKIOB TOKA (BpeMs
cBapkH) 20/50 T'm = 400 Mc

Ceapounblil TOK: 9 KA

PucyHok 5 — OkHO Moayns «ACCUCTEHT MO TOYEYHOMN CBapke»: HacTpoKka NnapaMeTpoB npouecca cBapku

YncaeHHbI METO MOACITUPOBAHUS TIPOLIECCOB TOYECHHOM KOHTAKTHOM! CBAPKH




A. C. Yenosckut, N. M. Coukas, E. B. LLlewyHosa 89 I

paguyce 30Hbl MNaBAeHNUS U paanyce 30Hbl TepMuye-
CKOro BAMsiHKSA. [onib30BaTeNb TakxKe MOXET MPOCMO-
TpeTb avarpammy napametpoB Weld Process Check,
onpeaensioLyto Ka4eCTBo npoLecca No BbITECHEHUIO
Xugkoro metanna (puc. 6—10). Bpemsi cBapku co-
ctasnseT 400 MC, YTO BUAHO MO Anana3oHy rpacmkos
(puc. 6-9).

MapaMeTpbl MpoLecca TOYEYHOW CBApKM MMET
ocoboe 3HauyeHue. Hebosblloe W3MEHeHWe OAHOro
napameTpa MoB/MSIET Ha BCe OCTaNbHble. OHK ByayT
onpeaensTb Ka4eCTBO CBapHbIX LWIBOB. WX COOTBETCT-
BylOLLEE CcoYeTaHMe 06ecneynT NPoYHoOe CoeAMHEHME
M XOpoLlee KayecTBO CBapku. MapaMeTpbl TOUEUYHOM

CBapKW BKOYalOT:

PucyHok 6 — CBapHOM LUOB, NOSTYYEHHbIN C MOMOLLbIO 3M1EKTPOAOB C M/IOCKMM HAaKOHEYHMKOM
(MMHMManbHas Temnepatypa 39,29°C; MakcuManbHas TemnepaTypa 2305,4°C)

Molten Zone

=8

50

EVOLUTION (mm3)
8
T

20~

Molten Zone

0.4
TIME (s}

05 08 07

PMCYHOK 7 — N3ameHeHne 06béMa CBapHOro wBa 13 XXMAKoro MeTassia npu TOYEYHON KOHTAKTHOW CBapkKe, BbIMOJIHEHHOM
C NCNOJIb30BAaHMEM MJIOCKOro HaKOHEYHUMKa 3NeKTpoaa (MaKCMMaﬂbHoe 3HayeHne o06bEMa 54 MM3)
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35
— Molten Zone

RADIUS (mm)

o
T

0.4
TIME (s) P2

PucyHok 8 — N3MeHeHWe paauyca CBapHOrO LWBA M3 XXMAKOro MeTassia npyu TOYEYHON KOHTAKTHON CBapKe, BbIMOSHEHHO
C MCMOMb30BaHMWEM MJIOCKOrO 3M1eKTpoAa (MakcyMasbHoe 3HadyeHre pagnyca 3,28 MM)

Heat Affected Zone =B
4z
— Heat Aflected Zone
35
281
£
w
> 21
o
<
3
14f
o7
0.1 02 03 0.4 05 08 07
TIME (s} Pwz

PucyHok 9 — M3MeHeHve paanyca 30Hbl TEPMUYECKOrO BAVSIHUSA NMPU TOYEUHON KOHTAKTHOM CBapKe BbIMNOJHAETCA
C MOMOLLIO MJIOCKOrO 3M1eKTpoaa (MakcUManbHoe 3HadeHne paauyca 3,90 Mm)

1) anekTpoaHyto cuny; Pe3y/ibTaTsel UCCEA0BAHNA

2) AMaMeTp KOHTAKTHOM MOBEPXHOCTW 3MEKTPO- OCHOBbIBasiCb Ha Hay4yHoOM cTaTbe [6], MOXHO
Aa; BbIBECTM 3aBUCMMOCTU NapaMeTPOB TOYEYHOM CBapKu

3) BpeMsi cBapKy; HWU3KOYTIEPOANCTON CTaNM TONLMHOM A0 3,2 MM:

4) BpeMsl BbIAEPXKKY; AVMaMETP HaKoHeYHVKa anekTpogaD =2,54 + (d,+

5) CBApOYHbIN TOK. +d,) MM;

YncaeHHbIM MCTOA MOACTIUPOBAHUATIPOLICCCOB TOHCHHON ' KOHTAKTHON CBAPKH
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Weld Process Check

=03

08

08

User Crit

0.4

02f

—— Weld Process Check

02 025 0.3

TIME (s} sawam

PucyHok 10 — /i3MeHeHus1 B NapaMeTpe NpoBEPKM MPoLecca TOYEYHOW KOHTaKTHOW CBapKW, BbINOJIHSEMON C UCMOsb30-
BaHMEM MJIOCKOr0 HaKoHeYHMKa 3nekTpoda (MakcuMasnbHoe 3HaveHue 0,81

Bpems ceapku t = 10 - (d, + d,) umknos;

CBapoYHbIM TOk I = 3937 * (d, + d,) A;

anekTpoaHas cuna F, = 1500 - (d, + d,) H,

rae d, — ToNWmMHa NepBo NNAcTUHbI, MM (1 MM);
d, — ToNWMHa BTOPOIi NNACTUHbI, MM (1 MM).

MOMMMO AaHHBIX, AOCTYMHbIX HEMOCPEeACTBEHHO
U3 MOAynsi «ACCUCTEHT MO TOYEYHOW CBapKe», Mofb-
30BaTe/b TAKXXE MOXET MOSY4YMTb AOCTYN K Tpaamum-
OHHbIM AaHHbIM, pPaCcCYMTaHHbBIM A4Sl BCEro npouecca
CBapKMU.

BoiBogbl
TakuMm 06pa3oM, PacCMOTPEHHbIN METOA Mo3BO-
NAeT UCKNIYMUTb Aoporocrosime nabopaTopHble uc-
MbITaHWS, KOTOPbIE, OCOBEHHO B Cy4asiX UCMbITaHUI
NMPOM3BOACTBEHHOIO NpoLiecca CBapkKu, 4acTto TpyaHO
WX [Aa)e HEBO3MOXXHO MNPOBECTU, MOCKOJIbKY OHU
BNEKYT 3a coboi nepeocHallleHne 1 nepenporpaMmmu-

poBaHWe CTaHUM NPOM3BOACTBEHHBIX NIMHWI. Kpome
TOro, MPEeACTaB/IEHHbIN BbllE MOAXOA MOXET MOBbI-
CUTb NPOV3BOANUTENBHOCTb U MUHUMWU3UPOBATL KOJU-
4eCTBO BO3HMKAOWMX AeEKTOB 1 HEAOCTATKOB.

ABTOpaMM BblBeAEHbI 3aBMCMMOCTM MapaMeTpoB
TOYEYHON CBapKWN HWU3KOYINIEPOAUCTON CTanu TOSLIMU-
HOM 0 3,2 MM.

BblleynoMsHyTbIM NOAX0A4 K MPOEKTUPOBAHMIO
COBPEMEHHbIX W CIOXHbIX KOHCTPYKTUBHbIX 3re-
MEHTOB TPaHCMOPTHbIX CPEACTB M YacTel MallMH He
TO/IbKO OMpaBAaH, HO M HeobxoauM B GrMdKaNLLEM
byaylieM n3-3a BCE 6onee BbICOKMX TpeboBaHWUi K
KayecTBy, 60s1ee ClIOXHbIX TEXHONOMMIN COEAMHEHWS,
a TaKKe BbICOKMX IKC/TyaTalMOHHbIX CBOMCTB HOBbIX
MaTepuanos. Bcé 3To TpebyeT BbICOKON TOYHOCTU NpU
HaCTpolike napaMeTpoB MpoLecca CBapkM M MOXeT
6bITb MOSTYYEHO C MOMOLLBIO BbIYMCAUTENBHBLIX MOAY-
nen SYSWELD.
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