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AHHoOTauus. DnekTpokoHTakTHas npusapka (OKII) sBisercs mepcrieKTUBHON pecypcocOeperaromei TeXHOIOTHel MOy YeH s
(DyHKIIMOHAIIBHBIX HOKPHITHI U3 OTXO0B HHCTPYMEHTAIBHOTO ¥ MAIIMHOCTPOUTENHFHOTO IPON3BOACTBA. {i1s BEIOOpa MPUMEHSEMBIX
MarepuaoB, 000pyI0BaHHsI 1 HHCTPYMEHTOB, IIOPSKA U ONMCAHMS BHIIOJIIHAEMBIX OIEpaLi (IIepeX0/I0B), TEXHOIOTHUECKUX
peXUMOB (IapamMeTpoB) HeoOxoauMa pa3padoTka 4eTkoi MeToauku. C 1eNbio pa3paboTKU METOAMKHU TOMYyUEHUs, yIIPOUSHUS
¥ BOCCTaHOBJICHHS JIeTajIel MaIlllH HCCIIeJOBAIICH (DyHKIIMOHAIBHBIE IOKPBITHS, TOTYUYCHHBIE JIEKTPOKOHTAKTHOM ITPUBAPKOH
Ha yctaHoBke 011-1-10 «Pemaeranby. JMuTeIpHOCTS CBAPOYHOTO UMITYJIBbCA U TIAY3bI 3a/1aBajiach MpH oMoty perynsropa PBU-501.
TapupoBaHue CUJIbI CBAPOUHOIO TOKA IPOBOAMIIOCH YEPE3 MOJIOCY, U3TOTOBIEHHYIO U3 Menu Mapku MM TonmuHON 5 MM, € IOMOILBIO
npudopa UCT-02. Ananu3s conporusienus 30Hb! coequaenns npu IKI nmokasain, 4To [uist cranbHOH JeHTs Y 12 onTuMansHoe
3HAYCHUE YCHIIHS COKATHsI CBAPOYHBIX AJICKTPOIOB Ha JieMeX ruryra u3 cranu 651 cocrasut 1,7 kH. st obecniederust HanOobIiei
nponsBoauTensHocTH nponecca JKII 1 OMHOTo epeKpPBITHS CBAPOYHBIX IUIOMA/IOK (C YIETOM B3aUMHOTO NIEPEMEIIIEHHUS ANEKTPOIOB
U ISTAJIN) NPEACTABIECHBI 3aBUCUMOCTH, MO3BOJIAIOIIME Ha3HAYATh [T BCEX CXEM M BapHAHTOB 00OPYI0BaHHUS OCHOBHBIE ITapaMeTpPhl
UIEKTPOKOHTAKTHOM IIPUBAPKU: CHIIy CBAPOYHOTO TOKA, BPEMsI €T0 IIPOTEKAHUS U Nay3y MEKAY UMITYJIbCaMH, YCHIIHE CKaTHs
CBAapOYHBIX AJIEKTPOIOB, CKOPOCTh MPUBAPKHU, KOA(DPHUIUEHTHI HEPEKPHITHSI CBAPOYHBIX TOUEK, PACXO]] OXJIaXKIAFOLIEH KHUAKOCTH.
PaccMoTpeHo ux BiusHUE HA IPOTEKAaHUE MPOLecca U Ka4eCTBO I10y4YaeMbIX NOKpBITUi. [IpeacTraBieHHblii alropuTM pacuéra
Y Ha3HAYEHNUSI PEXKMUMOB IIPHBAPKHU MO3BOJISAET YIPOCTUTH HCIIONB30BaHNUE TEXHOIOTHHN U IIOBBICHTB KAa4€CTBO MOIyJaeMBbIX MOKPBITHH
3a c4éT MUHUMU3AIMU Opaka, BOSHUKAIOLIETO BCIIEACTBIE OIMOOK NP Ha3HAUCHUH N1apaMETPOB ITPUBAPKU. AJITOPUTM MOXKET
OBITH MCIIONB30BAaH B MAITMHOCTPOUTENBEHOM U, B YACTHOCTH, PEMOHTHOM ITPOM3BOJICTBE MPH MPOESKTHPOBAHUH TEXHOIOTHYECKUX
HPOLIECCOB MOTyYeHNs! (PyHKIHOHATBHBIX TTOKPBITUH IPH YIPOYHEHUH ¥ BOCCTAHOBJICHHH JIeTaJleil MallInH.
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Abstract. Electric contact welding (ECW) is a promising resource-saving technology for obtaining functional coatings from the waste
of tool-making and machine-building production. A clear methodology is a pre-requisite for selecting the materials, equipment, and tools used;
stating the order and describing the operations (transitions) performed; and choosing technological modes (parameters). To develop a technique
for obtaining, strengthening, and restoring machine parts, the authors studied functional coatings obtained by electric contact welding at the 011-1-
10 “Remdetal” installation. The duration of the welding pulse and pauses was set using the RVI-501 controller. The welding current strength
was calibrated through a strip made of 5 mm thick copper grade with the welding current meter IST-02. Based on the analysis of the ECW zone
resistance, he authors found that, for the steel belt U12, the optimal value of the compression force of the welding electrodes on the plowshare
made of 65G steel will be 1.7 kN. To ensure the highest efficiency of the ECW process and complete overlap of welding sites, and taking into
account the mutual movement of electrodes and parts, the authors present the relationships that help pre-set the main parameters of electrical
contact welding for all circuits and equipment options: the strength of welding current, its flow time and the pause between pulses, the compression
force of welding electrodes, welding speed, overlap coefficients of welding points flow rate of the cooling liquid and their influence on the process
flow and the quality of coatings obtained. The presented algorithm can be used in machine-building production and, in particular, repair production

for designing technological processes of obtaining functional coatings during the hardening and restoration of machine parts..

Keywords: functional coatings, parameter settings for electric contact welding mode, welding current, pulse interval, welding

electrode clamping force, welding speed, welding point overlap ratios
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Beenenne. [Ipn IpoeKTHPOBaHNHN TEXHOJIIOTMYECKUX TPOLIEC-
COB MOJTyYeHHs (PyHKIIMOHATIBHBIX HOKPBITUH 2IEKTPOKOHTAKTHOM
TIPUBApKOi HEOOXOANMBI BEIOOP, pacdeT M Ha3Ha4YCHUE MaTepHa-
JI0B, 000PYI0BaHMs1, THCTPYMEHTOB, TIPUCTIOCOOICHNH B TEXHO-
JIOTMYECKUX MapaMeTpoB (PEKUMOB), BIMSIONIMX HA CBOMCTBA
Y Ka9€CTBO TTOTyYaeMbIX JTAHHBIM METOIOM TTOKpbITHit 2 [1-7].

Ha mMexaHW4ecKHe U SKCIITyaTallMOHHbIE CBOWCTBA (hyHKIIU-
OHAJIbHBIX MOKPBITHH, MOTYy4aeMBbIX 3JIEKTPOKOHTAKTHOH MpPH-
Bapkoii (OKII), BIHAIOT KOHTpOIUpYyeMBbIe (3aaBacMble) U He-
KOHTPOJINpYeMBbIe (He3aaaBaeMble) (haKkTophl.

HexoHTposnupyembie (akTopbl — 3TO TeMIepaTypa, Bilax-
HOCTb U JJABJICHHUE OKPY>KalOIIel CpeIbl, TeMIIeparypa X0JI0AHOH
CETeBOH BOJIbI, BEJIMYMHA, CTAOMIBHOCTD M YACTOTA HAIPSHKEHUS
B CETH JIEKTPOCHAOKEHHS YCTAaHOBKH.

K koHTpOMmpyeMbIM (akTopam, 3a1aBaeMbIM B IPOLIECCE TIPH-
BapKH, OTHOCSITCS: CHJIA CXKATHS CBAPOYHBIX JEKTPOIOB, 3a/1aBa-
emast JaBlICHHEM B THEBMOLMIIMH/PAX CBAPOYHOMN TOJIOBKH; CHIIa
CBapOYHOTO TOKA; BPEMs IIPOTEKAHNSI HMITY/IbCA CBAPOIHOTO TOKA
U TIay3bl MEK/Ty MMITyJIbCAMU; [OZIa4a WM CKOPOCTH JIBUKEHHS 110~
JIad¥l CBApOYHBIX JEKTPOIIOB (3aTOTOBKH) B 3aBHCHMOCTH OT CXe-
MbI nportecca DKII; BenmmurHa pacxoia OXNakIaroIei JKuIKo-
CTH (CETEeBO XOJIOHOM BOJIBI), CKOPOCTH CBAPKHU, KOTOPAs! TaK Ke,
B 3aBHCHMOCTH OT CXEMBI ITPOLIECCca U THIIA UCIIONIb3yeMOoro 000-
PYIOBaHMs, 33/1aETCsl YAaCTOTOM BpallleH s 3ar0TOBKH B CITydae 00-
PaboTKH Tel BpalleHUs IMOO CKOPOCTHIO MPOIOJIEHON MOIa4H 3a-
TOTOBKH OTHOCHTEIEHO SMIEKTPoIa (M Hao00poT) Ipr 00paboTke
IocKuX Aetanei [8]. UMeHHO KOHTpoIMpyeMble apaMeTphbl OKa-
3bIBAOT HANOOJIBIIIEE BIMSIHAE HA CBOMCTBA M KA9ECTBO TIOJTydac-
MBIX ITOKPBITHII 1 SBJISFOTCS TapaMeTpaMy peKUMa pUBapku. Mx

! Bypak I1.1. Natencudukanus 2IeKTPOKOHTAKTHOM IPHBAPKA
JIHT IPH BOCCTAHOBJICHHUH JieTaneii: Monorpadus. M.: MITAY um. B.I1.
Topstakuna, 2012. 330 c.

2 Arees E.B., Areesa E.B., Kpynsikos O.B., Kopones M.C. Drekrpo-
SPO3MOHHBIH NOPOIIOK, MOJy4YEeHHBIH U3 0TX0n0B cmiaBa TSK10:
Momnorpadmst. Kypck: 3akpsIToe akioHepHOe 00IIeCTBO « YHHBEPCHTETCKAS
KHHTay, 2022. 231 ¢

PpalMOHANBHBIA 1 000CHOBAHHBIH BBIOOP HA OCHOBE HAKOIICHHO-
TO SKCHIEPUMEHTAIBEHOTO OIbITa M IPOBEAEHHBIX TEOPETHUECKIX
WCCIIEIOBAHNH TTO3BOJUT YIIPABIISTH CBOKCTBAMH (IIPOrPaMMHpPO-
BaTh) ¥ KAUYECTBOM MOMy4aeMbIX (hyHKIMOHATBHBIX TIOKPHITHH.
i pacu€ra OCHOBHOTO BPEMEHHM NPHUBAPKH, UCIIOIb3YEMOIO
JUTSL OLIEHKH SKOHOMHYECKHX TToKa3zareneit mponecca IKI1, HeoO-
XOIIMMO OIIpEIEIeHHE TPOU3BOAUTEIEHOCTH MPOLIECCa.

Hean uccaenoBanuii: paspaboTka METOAUKU BEIOOpa, pac-
yeTa U Ha3HaueHus napameTpos pesxuma DIIK npu npoextupo-
BaHUM TEXHOJIOTHYECKUX MPOIIECCOB YIPOUCHNUS M BOCCTAHOBIIE-
HUS IeTaneil MaliuH.

Marepuansl U MeToAbl. lccrienoBaHue MPOBOIMIOCH
Ha obopynoBannu «011-1-10» npousBoacrea BHIIO «Pemae-
Tanby». OnpeaeieHue BETMIMHBI CBAPOYHOTO TOKa OCYIIECTBIIS-
Jock m3MeputeneM ceapouHoro Toka MCT-02. [InurensHOCTS cBa-
POYHOTO MMITYJIECA U TIAy3bl 3aJaBAJIach IIPH IOMOIIH PETYIISITOpa
PBU-501. TapupoBaHme CHIIBI CBAPOTHOTO TOKA IIPOBOIHIIA Yepes3
T10J10CY, U3TOTOBJIEHHYIO U3 MeU Mapkd MM ToNuumHOM 5 MM.

Ilopsinox TapupoBKU: Ha cBapouHOM peryisitope PBU, nocie-
JIOBATENTbHO M3MEHSISI 3HAYEHUS THPUCTOPHOTO PETYIITOpa OT «1»
710 «9», I3MEPSUTN aMIUIUTYIHBIE U ISHCTBYIOIIHE 3HAYECHHS CHITBI
TOKA, & TAKKE HANPsDKEHHNE HA CBAPOUHBIX AEKTPOaX MPH MPOXOK-
JICHHHY TOKa uepe3 MEHYIO MOJIOCY U IUTY)KHBIH JJeMeX U3 CTaau
65T, BenmuuHbI 27IeKTPUYIECKOro CONPOTHUBIIEHHS B 30HE KOHTAKTa
PpaccUUTBIBAIIH 110 (hPOpMyYIIe, OTIPEIEIISIOIIEH HaNpsDKEHNUE BTOPUY-
HOI niern Tpancgopmaropa: U, = I, R. TTpu 3ToM pacdyérHoe co-
npotusieHne ysemuusanock ¢ 0,00022 Om npu «1» Ha TupHCTOp-
HoM peryrrtTope 10 0,00024 Om mpu yeraHOBKe 3HaueHHS «9». W3-
MEpPEHHE CHITBI TOKA 1 HAIPSDKEHMS TIPH IIPHBApKE JICHTHI U3 CTAIN
V12 k nemexy 1IyTa, H3roTOBICHHOMY U3 cTaiu 651, mpomsBoan-
JIOCh NIPH PA3INYHBIX 3HAYECHUAX THPUCTOPHOTO PETYIIATOPA U yCH-
TS CKATHSI CBAPOTHBIX MIEKTPOJIOB, TOCTOSHHOM 3HA4YEHHUH BpeMe-
HM uMIynbca ¢, = 0,12 ¢ u Bpemenu nay3sl £, = 0,80 c. 3HaueHus
COTIPOTHBJICHHSI PACCUNTHIBAIKCH 110 3akoHy Oma U, = I, R.

JlaBneHue Bo3ayxa B MHEMOLWINHJPE, OCYILECTBIAIONIEM
C)KaTHe CBApOYHBIX 3JIEKTPOJOB, PETYIUPOBANIOCH PETYKTOPOM
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TEXHUYECKHUIA CEPBUC B AMK

YCTAHOBKM U KOHTPOJIHPOBAJIOCH MO MaHoMmeTpy TM-310
T'OCT 2405-88. OmpeneneHue CUITBI CKaTHA SJIEKTPOIOB IIPOBO-
JI0Ch Tipy oMot quHamomerpa JJOCM-3-10Y ISO 376:2011.

Pesynbrarnl 1 X 06cykaenue. /11 noryyeHus Ka4eCTBeH-
Horo nokpbITus ipu DKIT HeoOxomMo 00ecIeunTh KOHTAKT CO-
eMHSIEMBIX IOBEPXHOCTEH M nX akTHBanuio. IIpn 3ToM mporiecc
COEIMHEHHS BO3MOKEH, €CIU CyMMapHas IepeaaBaeMasi SHeprus
U 6onp1ue snepruu aktuBanyu £, [9]:

E,<U=U+U,+U, (1)

rie E, — sneprus axrusauuu, J[x; U, — sHeprus, BelIESIOMAACS
(3amacaemast) py IUTACTHYECKOH Ae(hopMaIiK TPUCaJ0IHOTO
W OCHOBHOTO Matepuana, J[x; U, — sHeprus, obpasyromascs
NpHU yIpyroi aedopManuy COeIUHSEMbIX MarephaioB, JIx;
U, — tennoBas SHEprus, BBLACIAIOMANACS NPEUMYILECTBEHHO
TPH IPOXOXKAECHAH DIEKTPUYECKOTO TOKa, JIK.

KonngecTtro Temnotsl O, BRIACTSIOMEHCS IPH IPOTEKAaHUU
NEKTPHYECKOTO TOKa BO BTOPHYHOM IIeNH TpaHchopmaropa uc-
TOYHHMKA CBAPOYHOTO TOKA, OTPEAEISIETCS 0 hopMyIie:

tn

0=[L (R, @)

rae R — monHoe 3MeKTPUYECKOe COMPOTHUBIEHUE BTOPUYHOM
nenu, Om; [, — neificTByIoImast BEIMYMHA CHIIbI CBAPOYHOTO TOKA
BO BTOPHYHOM 11enu TpaHcdopmaropa, A; f — Bpems, C.

Benuunna cuitel ceapousoro Toka I, mpu OKII paccuntsiBa-
ercs o popmye [7]:

T\

— 3)
n.p,
r7ie d, — TMaMeTp CBapOYHOU TOUKH, M; A — TEINIONPOBOAHOCTD
BemectBa, B1/(m - K); T, — Temmeparypa B 30HE COCIMHEHUS
TIpH TIpUBapKe, K; 1, — TepMHYeCKUi KO (UITHEHT ITOJIe3HOTO
JEICTBUS; P, — YIEIBHOE AEKTPUUYECKOE COMpOTUBIeHHE, OM - M.
Bpemst npoTexaHust UIMITyJIbca CBAPOYHOTO TOKA #, MOYKHO
OIIpEeNIeIUTh BBIpakeHHEM [8]:

K 6h
== ©
A
rac 0— TOJIIIUHA MPUCAA0YHOI0 Marepuaia, M; ]’ln — FJ'IY6I/IHa

nporpesa; K — Ko3(p(HUIUEHT KECTKOCTU PEXUMA (1S JKECTKO-

1, =4.2d,

Ran 17

=7
J

{

|\

Rnd

.

/]
P 7

a
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ro pexuma K =1,5 ami cpennero
—4).

Pacxon oxmaxnaromeii sxuaxocty npu DKII Ten Bpamenns
U TUIOCKUX JIeTajiel OnpeAensaeTcsl aHaTMTUYECKUM BbIpaxe-
HueM [8]:

— 2,5, mus MSTKOTO

Lot NepTod o
Y+(l—a)r ac(t —t)+(1—a)r’

I7Ie ¢, — TeMIeparypa OXJIaKIoIIeH >KUIKOCTH OCIIe KOHTaKTa
C TIOBEPXHOCTEIO, °C; £, — TeMIieparypa BOIbL, IOJaBaeMOil 13 To-
POZICKOH CEeTH XOIOTHOTO BOTOCHAOKEHNS, WM APYTOi OXJIaXK/1a-
romieit xuaKocTy, °C;  — ynenpHas TeIIoTa Iapoodpa3oBaHus,
JIx/xr; o — Koo hpummeHT TerrooTaaun; F — Ioma s moBepx-
HOCTH, OMBIBACMOW BOMOW (OXJIAXKIAIOMICH IKUIKOCTHIO)
npu DKII, M%; a — 10151 HEUCTIAPHBILENCS BOIBI (OXJIAKIAIOMIEN
JKUIIKOCTH); ¢ — yIelbHAs TeTUI0EMKOCTh BemecTsa, J[x/(xr - K);
Nu,, —aucno Hyccenbra.

Uucno Hyccensra myist Ten BpammeHus (IITHHAPA) —

Pr. 0,25
Nu,, =0,5Re Pr* (P—:j , (6)

c

oF (

~ac(t, -,

0,5 o
e Re,;; — aucno Peitnonbaca; Pr, u Pr, — ancio [pasaris mist
JKAJKOCTH U CTEHKH.
ITpu OKII minockux moepxHocTeit —

Nu,, =0,664Re’; Pr)*" [Pij . (7)
Pr,

q)aKTOpOM, OKa3bIBAKOIIIMM BIIMSIHHUEC KaK Ha MCXaHHU4YC-
CKYIO, TaK 1 Ha TETUIOBYIO (JIEKTPUUYECKYIO COCTABIISIIOIIYIO)
SHEPIHI0, MEePENaroIlyIocs K 30HE KOHTAKTa Ul aKTHBAIH
B3aUMOJICHCTBIS COSTUHAEMBIX IIOBEPXHOCTEH (IIPHCaTOTHOTO
1 MaTepuaja OCHOBBI), ABISICTCS YCHINE CHKATUS JIEKTPOIOB P,
obecrieunBaroIee MprmKaTrue MPUCcaI0dIHOrO MaTepraa K Imo-
BEPXHOCTH 3aTOTOBKH ISl 00eCTICYSHUsI SJIEKTPUIECKOTO KOH-
TaKTa U IUIACTHYECKOT0 1e(OPMHUPOBAHHUS 30HBI COCTHHEHHSI.
OT yCuiiuA CKaTus CBapOYHbBIX IJICKTPOAOB 3aBUCAT IPOTCKaA-
HHE Ipoliecca MPUBAPKU U KaUe€CTBO MOIYyYaeMbIX TOKPBITHIM.
CxeMa 30HBI KOHTaKTa coOeNMHAEMBbIX TToBepxHocTel mpu DKIIT

MIpe/ICTaBIeHa Ha pUCYHKe 1.

Tupucropuwlii pery: 'mmp
Thyristor regulator

b

Puc. 1. Cxema hopMupoBaHust 31eKTPHYECKOI0 CONPOTHBJICHUS 30HbI KOHTAKTA (2) U pacuéTHas cxema (b):

1 —anexTponpl; 2 — cTanbHas JIEHTA; 3 — 3ar0TOBKA; R, — COMPOTHBIEHNUE 30HBI « DNEKTPO-3ar0TOBKaY; R —
— COIIPOTHBIIEHME 30HBI COeMHEHHS «JIenTa-3aroToBKka»; R, —
— COIPOTHBIICHNE ITyHTUPOBAHUS YEPE3 JICHTY; R — CONPOTUBIEHUE IITyHTHPOBAHKS YEPE3 3aTOTOBKY;
7, — COTIPOTHBIICHIE BTOPUYHOM OOMOTKH TpaHC(OpMAaTopa U IIHH

marepuana (JeHTsl); R,

mryHTa; R,
7, — COTIPOTHBIICHHE TEKTPOJIOB;

COMNPOTHUBJICHUE TIPHUCAA0IHOIO
COIPOTUBJICHUE 3arOTOBKH, Rm — CONPOTUBJICHUE

Fig. 1. Diagram of the formation of the electrical resistance of the contact zone (a) and the design scheme (b):

1 —electrodes; 2 — steel tape; 3 — part; R, — resistance of the electrode- part zone; R, — resistance of the filler material (tape); R,
resistance of the part (workpiece); R,

of the tape — part connection zone; R, —

. — Tesistance

— shunt resistance; R, — shunt resistance through the tape;

R, — shunt resistance through the part; r, — electrode resistance; 7, — resistance of the secondary winding of the transformer and the bus

Cepos A.B., Natbinos PA., Bypak M1./., Cepos H.B.
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OtmetuM, uto B nporiecce DKII yacTp 2neKTpruueckoro Toka
BTOPHYHOM IIeNH TPaHC(HOpMATOpa IYHTHPYETCS Yepe3 MPebl-
JyLLe TOUKH B Psi/ly U Yepe3 NPEAbLIyIIe psijibl IpUBapku (R,).

Ha xaxxom 13 paccMaTpruBaeMbIX YYaCTKOB 30HbI COEMHE-
Hus (puc. 1) Oyner BeIensThCS TeroTa O, MPONIOPIHOHAIBHAS
COIPOTHUBIICHUIO 3TON 30HBI:

0=0,+0,+0.; ®)
0, =20,,+20,+20,+ 0,+ 0, ©

1“;[6 Q’p Q37 Qul’ QCB’ Qau’ Qn’ QJlLl’ Qu’ - TeHHOTa’ BLIﬂeHﬂeMaﬂ
BO BTOPHYHOM 0OMOTKE TpaHCchopMaTopa (KOIHIECTBO SHEPTHH,

TepsieMO€ Ha PEaKTHBHOE COIPOTUBIIEHNE OOMOTKH), B 3JIEKTPO-
Jlax, Ha IIyHTE 4Yepe3 COCEJHUE TOUYKH, B 30HE COCIMHEHMS,
Ha y4acTke «DNEKTPOJ-JIEHTa», B JICHTE, B 30HE KOHTAKTA U B 3a-
TOTOBKE COOTBETCTBEHHO, JIXK.

W3 npencraBneHHBIX Ha pUCYHKE 2 TPa()UKOB CIIEIYET, YTO
MaKCHUMaJlbHasi CHJIa TOKa M COOTBETCTBEHHO MHUHHMAaJIbHOE
JNIEKTPUUYECKOE COIPOTHUBIICHNUE 30HBI CBAPKH JIOCTHUTAIOTCS
MIPU YCHIIUH CHKaTHSl POJIMKOBBIX 3J€KTpooB P, paBHoM 1,7 kH.
[Tpu 5TOM nanbHelIIee yBeINUSHHE CHITBI CKAaTHs CHIDKAET TOK
W YBEIMYNBAET IEKTpUIECKoe conpoTusieHue. [lomydeHHbIi
PEe3yIbTaT MOXHO OOBSICHUTD TEM, YTO HIMEHHO NP 3TOM YCUIIHN
CKaTHs B 30HE COCTMHEHUS BBIIEISETCS IOCTATOYHO TETIa ISt
AKTUBAIMU MeX(a3HOTO B3aNMOAEIHCTBHS OCHOBHOTO U IIpHCa-
JIOYHOTO MaTepHajioB, C 00pa30BaHNEM CBAPHOTO COETNHEHMS.
[Tagenne compoTUBICHNS ITPOUCXOIUT, BEPOSITHO, BCIICICTBHE
MCYE3HOBEHUsSI 30HBI KOHTAKTa 1 00pa30BaHUsl CIUIOLIHOTO CBa-
POYHOTO IIBA C CONPOTUBIICHUEM, U3MEHSIOIMCS 110 TPaJUeH-
Ty OT MarepHaja ¢ OONBIINM IO MaTepralla ¢ MEHBIINM 3JIeK-
TPUUYECKUM CONPOTUBIIEHHEM, KOTOPOE MEHbIIIE HAYaJILHOTO CO-
TIPOTHUBJICHNS 30HBI KOHTAKTA 3THX MAaTepPHAJIOB.

Poct conpoTtuBienus npy gabHENHIIEM YBEIIMUCHUN YCHITHSL
CKaThsl MOXXHO OOBSICHUTH OTCYTCTBHEM CXBATBIBAHMS HIOBEpX-
HocTel (cBapkn). HayanpHOE CONPOTHBIICHHE 30HBI COSINHEHUS
YMEHBIIACTCS BCIIEICTBHE Ty IIETr0 JEKTPHIECKOTO KOHTaKTa yBe-
JIMYEHHOH (aKTHIECKOH IUIOIIa M KOHTAKTa, 00yCIIOBIIEHHOMH Jie-
(hopmaririelt MUKpOHEPOBHOCTEH, pa3pyIIeHHEM OKCHIHBIX TUIEHOK,
yIaJIeHUEM 3arpsi3HEHNH, 1 yMEHBILCHHMS €10 YIEIBHOTO JEKTPO-
COIPOTUBJIEHHS. DTO JOKHO IPUBOAUTH K YBEITHUEHHIO TEIIOBbI-
JIeNIeHIs1, MTHTeHC(DHKALMH TpoLiecca CXBAThIBAaHUS TOBEPXHOCTEH.
OxHako Koraa CONPOTUBIIEHHE 30HBI KOHTAKTA CHIKAETCS U IPU-
OmKaeTcst 1o CBOMM 3HAYEHHSIM K COTIPOTHBIIEHHIO OCHOBHOTO
Y TIPUCAZ0YHOTO METAUIOB, TEIUIOBBIACIICHIE HE JIOKAIN3YEeTCs
B 30HE COC/IMHEHUS, a PACCENBACTCS BO BCEM 00BEME MaTepraios,
HaXOZIAIIMXCS. MEX/TY MIeKTPOIaM1 YCTaHOBKH. B pesyrnbrare st
CXBAaTBHIBAaHMSI MAaTepHUaJIOB CTAaHOBHUTCS HEZOCTATOYHO TEIUIOTHI,
BBIIEJISIOLICHCS HEMOCPEACTBEHHO B 30HE CBapky. Clie[J0BaTeNbHO,
U TaJIbHEHIIIee MaIeHre eKTPOCOIPOTUBIICHNS HE TIPOMCXOJIAT.

DakTOpOM, OKa3bIBAIOIIMM BIIMSHUE HA KOJIMYECTBO TEILIO-
BOM SHEPIUH, BBIICISIEMOH M 3aTPauylBaeMOii, B TOM 4HcIIe, Ha 00-
pa3oBaHUE COEIMHEHNS, SIBISETCS BPEeMs IIPOTEKaHMUSI CBAPOUHOTO
umitynsca Toka f,. [Tpu OKII 3a Bpems npoxoskaeHNs UMITyIbca
TOKA , IPOMCXOANT B3aMMHOE TIePEMEIIICHHE IEKTPOIOB U 3aro-
TOBKH /,, TO3TOMY TIIOIIA b 30HBI KOHTAKTA, YEPEe3 KOTOPYIO TOK
TIPOXO/IUT B TEUCHHE BCErO BPEMEHH £, OylIeT yMEHbILIAThCS MPo-
HOPLHOHAIIBHO CKOPOCTH cBapKu. C y4€TOM B3aMHOIO IEpeMe-
IIEHHS HIEKTPO/a ¥ 3aTOTOBKH IUIOIIAAb CBAPOIHOM TOUKH OyIeT
paBHa yIBOCHHOH IUIOIIAAN CErMEHTA OKPYKHOCTH (JUIHIICA),
OTCEKaeMoro o0IIIelt XOpIOoi TepeCeKarOIINXCS CBAPOYHBIX TOUEK
B HayaJIe MPOTEKaHMsI UMITYJIbCA TOKA U B €To KoHIe (puc. 3).
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Puc. 2. Biusinne yenims cxkaTust J1eKTpooB Ha mapamerpbl JKII:
a— Ha CHJTy CBapOYHOTO TOKa; b — Ha CONPOTHBIIEHHE 30HBI
COEIMHEHUS; C — BIMSHUE YCTaHOBIECHHON CHIIBI CBAPOYHOTO TOKA
Ha XapakTep U3MEHEeHHs EKTPUUECKOTO COIPOTUBICHHUS 30HBI
coelMHeHusT; d — BONBTaMIIEpHAs XapaKTEPUCTUKA 30HBI
«OIeKTPO/-3ar0TOBKA-TIPUCAI0UHBI MaTepHaI-3IeKTPOI»

Fig. 2. Effect of the compression force of the electrodes
on the parameters of electric contact welding (ECW):
a) the effect of the compression force on the strength
of the welding current; b) the relationship between the resistance
of the connection zone and the compression force of the electrodes;
c) the effect of the installed welding current on the nature of changes
in the electrical resistance of the connection zone; d) the voltage-
current characteristic of the “electrode-part-part-electrode zone”
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Puc. 3. 'eomeTpuyeckue napaMeTpbl CBAPOYHOI TOUKH
OKpyrI0¥ (2) M JyIunTHYecKkoi popmsl (b):

S, — IO b MPUCATOIHOTO MaTepHana, yepes KoTopyko
TOK IIPOXOJUT B TEYEHHE BCETO UMITYJIbCa; [, — B3aUMHOE
niepeMeIleHre AIIEKTPO/Ia U 3ar0TOBKH 32 BpeMsi UMITyJIbca
B HANpaBJICHUH TJIABHOTO JIBIKEHHUS; V,, — CKOPOCTb CBapKH;
¢, — IPOJIOIKUTENFHOCTh MMITYJIbCA CBAPOYHOTO TOKA;

R — pamiyc cBapouHOW TOUKK; @ U b — OOIbIIas ¥ Majas
MOJIYOCH 3IJIMUIICA, OIIUCAHHOTO BOKPYT CBAPOYHON TOUKU

Fig. 3. Geometric parameters of the rounded welding point (a)
and the elliptical shape (b):

S, —the area of the filler material through which the current passes
during the entire pulse; /, — mutual movement of the electrode
and the workpiece during the pulse in the direction of the main

movement; v,, — welding speed; ¢, — duration of the welding current
pulse; R — radius of the welding point; a and b — the major and minor
semi-axes of the ellipse described around the welding point

Serov A.V,, Latypov R.A., Burak P.I., Serov N.V.
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TEXHUYECKHUIA CEPBUC B AMK

C y4€TOM 3TOro MPOU3BOANTEIBHOCTH ITPOLIECCa MEKTPO-
KOHTAKTHOM NpUBapKu W 1ipy B3aUMHOM II€pEeMEIIECHHN JJICK-
TPOZIOB M 3aTOTOBKH 32 BPEMsI IPOTEKAHHS UMITY/IbCa CBAPOYHO-
TO TOKA C 3aJJaHHBIMH K03(p(hUIIMEHTaMH TIEPEKPHITUS CBapOY-
HBIX TOYEK B sy ki, ¥ MEXIY pAIamMu NPUBAPKU Kjg MOKHO
paccuntars o ¢popmyse [9]:

W ky,d kysd, knnknsd g (10)
tn + tukl'ln tu + tmkﬂn

e d, — quameTp IPUBAPEHHOM TOUKK WM LIMPUHA BaJIUKA [IPU-
Bapku (2b), MM; £, — BpeMs ay3bl, C.

3Hast IPOU3BOAUTENILHOCTh W, MOXKHO HaliTH OCHOBHOE Bpe-
Mt ipu DKIT:

A

L=
e A — II0IIa b HAHOCHMOTO IOKPBITHST, MM2.
Jns HaxoxaeHus koadunnenra kg, Ipu KoTopoM Oyaer
o0ecIeunBaThes MOTHOE MEePEKPBITHE CBAPOYHBIX TOYEK IIPH pas-
An4HBIX KodddunuenrTax ky, # ks, HeOOXOIMMO BOCIOJIB30-
BAThCS CIEAYIOIINMY BEIPKESHUSIMH:

(11)

ks =N1=ky,” (12)
Ky, = 1=k (13)

MaxkcuMmanbsHast MPOM3BOIUTENBHOCTH Iponecca JKII Oyner
JOCTUTaThCS TIPU TakoM KO3(DPUIHEHTe TepeKphiTus Ky, ,
TIpU KOTOPOM dKCcTpeMyM QyHKIH (6) Oymet paBeH Hymro. [1ox-
crasus (13) B (11), momy4nm

W'=d k“t—k“ =0. (14)

! tu kl'l

n

IIpu pemenun ypaBHeHus (9) MOIy4eHO BbIpak€HHUE AJIS
pacuera Kod(pQUIHMEHTa TEPEKPLITHS Ky, CBA3LIBAIOLIEE €r0
C BpeMeHHbIMH (1, U ¢,) mapameTpamu npouecca IKII:

22(1-4,43)1,
333 —3214 =276 =271 ¢, —16t,1.°

(1+4,53) V333326 2722 - 2711, -161,, 2% 15
T -(15)

[IpomomKUTENFHOCTD MAY3bI £, , HEOOXOMUMOM IS IEPEKPhI-
TUSI CBAPOYHBIX TOUCK, HAXOMAT 10 (opmyae [10]:

ky,d,
t,=———t kg,

v

cB

(16)

e V,, — CKOpOCTh CBapKH, M/MHUH.
BripaszuB ckopocTh CBapkH V., U3 BeipakeHus (16), momydaum

ke, d
17

— IIn"1

“ tn + ZLnkl'[n
IockomnbKy Ha HPaKTHKE HPOAOIDKHTEIBHOCTh UMITYIbCA f,
W 1ay3bl £, yCTAHABIIMBACTCS THPHCTOPHBIM PETYJITOPOM, UX BEIIH-
YHHA BCeria IOJDKHA ObITh KPATHOM HepHONy NePEMEHHOIO TOKa
cetu anekTpocHaO)eHws1, pasHoro 0,02 c. [l obecriedenus Tpedy-
eMO# ponoIDKHTENbHOCTH BKITFOYeHHS ([1B) reToyHnKa cBapodHO-
O TOKA ¥l MUHHMU3ALUH TUIOLIAIH, Pa3yIPOYHAEMON 3a CUET OT-
IyCKa B IPOLIECCe IPUBAPKH CIICAYIONICH TOUKH, OTDKHO COOITIO-
JIaTbCsl YCIIOBHUE ¢, < t,, IPUYEM B COOTBETCTBHH C BbIpakeHreM (11)
YMEHBIICHHE ITHX MapaMeTPOB BEIET K YBEIMUCHHIO IPOU3BOIH-
TeJBHOCTH TIponiecca . B cBsi3u ¢ 3THM MIHUMAJIbHBIM BpEMEHEM
UMITYJIbCa ¢, MOXKET ObITh TONIBKO 0,02 ¢, a MaKCHMAaIbHOE BpeMst
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Tiay3bl ¢, Ha nipakTuke He npebiuaet 0,1 c. [ToncraBus B BeIpake-
Hue (17) BO3MOXXHBIE palliOHaIbHbIE COYETaHNUSI TTPOIOIKUTENb-
HOCTH , U £, @ TAKOKE ONTHMAIbHBIE KOA((HUIIIEHTHI EPEKPHITHS
ky,» paccunTannble 1o opmyse (15), momydrm 3Ha4YEHUs] CKOPOCTH
npuBapku st @, = 3 MM. Pe3ynbrarsl BBIMOTHEHHBIX BHIYHCIIE-
HMI1 NpeICTaBIeHB! B BUIE THCTOTPAMMBI Ha PUCYHKE 4.
[Tnomans npucagodHOrO Marepuaia, yepe3 KOTOpYyIo TOK
TIPOXO/IUT B TEUEHHE BCETO MMITYJIbCA [T TOUEK, (POpMa KOTOPHIX
O1u3Ka K OKpY>KHOCTH (pHc. 3a), onpenensercs o Gpopmyie [8]:

S, :%(df cos™' (Vd—t) d>—(v,t,)’ )

s Touek, QopMa KOTOPBIX OJH3KA K IJUTHITAYC-
cKoii (puc. 30) [14], —
infl (vcutn ) (19)
2a )|

[Ipu HaHeceHNH QYHKIIMOHATIBHBIX MIOKPHITHI Ha TUIOCKHE
noBepxHocTH [10] cBapoyHas rooBKa NepeMeIaeTcst OTHOCH-
TEJNBHO 3aroTOBKH (Wiim HaoOopoT). Torma BenwdmHa MOmAYN
B MEPIEHINKY/ISIPHOM HAIPABIECHUH 3a MOTHBIM X0 COCTABUT:

(20)
Ecnu nepemMenienre cBapoO4YHOM TOJOBKHM WIIM 3arOTOBKH

CBSI3aHHO C BPAILCHHEM 3aTOTOBKH, IIOJa4y MOXKHO OIPEISIIHTh
o opmyre:

(18)

a
! a| 4 4 4 2

S, =kysd,, MM/ xom.

S, =N kyd,, Mmm/00. (21)
B cnydae, ecnu nogaya 3aroToBKH He CBsI3aHHA C €€ Bpallie-

HHEM, MUHYTHas Tiofiada S, (CKOpOCTh JIBHKEHHUSI TTOaYH V)
OIIPENENACTCS KaK

Nk .d

S, (vg)= %S‘ = N ky.d .n, MM/ MuH, (22)

rae T — mepuon ogHOTO 000poTa 00padaTeiBaeMOi 3arOTOB-
KM, MUH.

INomaua cBapOYHBIX IEKTPOIOB MM 3arOTOBKH Oe3 y4éra
YaCTOThI BPAILICHHS 3aTOTOBKH —

60N kyok d*> MM

S (vg)= Tn v (23)
M S N
nD(t, +t,k,, ) MuH
Vs M/ e
2,3 tpe
2,1 Y7 0.8 AD
A Q-
lca ﬂ;
L7 L] @
1,5 kps
1,3 t»C
1’1 u
X
0,7
Zrcl 0,02 0,04 0,06 0,08 323 /
[0,04] 0,655
ko [0:06] 0671 | 0,642 0,04
" 10,08 0,679 0,655 0,635 0 02
[0,10] 0,684 | 0,664 0,647 | 0,632 &

Puc. 4. Cxopoctsb npuBapki (v,,) 1 Ko3(p(pHIHEHTI HepeKpbITHS
CBAPOYHBIX TOUeK (K, ¥ kjg) B 3aBHCHMOCTH
OT NMPOIOJLKUTETHHOCTH HMITYJILCA TOKA £, W 1ay3 MKy HUMH £,

Fig. 4. Welding speed (v,,, m/h) and the overlap coefficients
of welding points (k;,, and k) at different combinations of values

of the current pulse duration (#,,s) and pauses between them (z,, 5)
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IIpencraBneHHbIN anrOpUTM, NO3BOISIIOIUI IPOU3BECTU
nonoop 000pyI0BaHMs, HHCTPYMEHTOB, TIPHCAIOUHBIX MaTepH-
aJI0B, METOI0B MHTEHCH(MKALIMH TIpOIIecca, a TAaK)Ke TEXHOJIO-
TMYECKUX MapaMeTPOB, MOXKET UCIIOIb30BAThCS IPH MIPOEKTHPO-
BaHHMHU TEXHOJIOTMYECKUX IPOIIECCOB MOIYYEHNUS (PyHKIIMOHANb-
HBIX TIOKPBITHUH PU yIPOYHEHUH ¥ BOCCTAHOBJICHUH JeTalleH
Malll{H B MalIMHOCTPOUTENBEHOM U PEMOHTHOM IMPOU3BOACTBE.

BoiBOABI

1. IlpoTexanue mpoliecca NPUBAPKU U KAY€CTBO MOTyUaeMbIX
MOKPBITUI 3aBUCST OT YCUIINS CKATUsl CBAPOUYHBIX AEKTPOIOB.
Ha ocHoBe ananm3a conpoTusieHus 30HbI coequHenus mpu OKIT

TECHNICAL SERVICE IN AGRICULTURE

MOKa3aHo, YTO JJISl CTAIbHOM JIeHTH! Y 12 onTHUMaibHOE yCUIIHE
CKaTUsl CBAPOYHBIX AJIEKTPOAOB Ha IUTYKHBIHN JIeMeX, U3r0TOB-
JIeHHBIN U3 cTanu Mapku 651, cocrasnser 1,7 kH.

2. IlonyueHHbIe BBIPaXEHUs], TTO3BOJISIFOIINE PACCUUTATD OIl-
THMAJBHBIC KOI(PPUIMCHTHI IEPEKPBITAS U KHHEMATHYCCKUE T1a-
paMeTpbl HNEKTPOKOHTAKTHON MIPUBAPKHU, IO3BOJISIIOT MIPOEKTUPO-
BaTh TEXHOJIOTMYECKUE TPOLIECCH] YIIPOUSHHUS U BOCCTAHOBJICHHS
JIeTaliei MaIlyH.

3. [IpencraBieHHBIA aNrOpUTM pacdy€ra Mo3BOJIET YIpO-
CTUTh UCIIOJIb30BAHUE TEXHOIOTUH U TOBBICUThH Ka4€CTBO TOJTY-
YaeMBIX MTOKPBITHI 32 CYET MUHUMH3AIMY Opaka, BOSHUKAIOIIIE-
TO BCJICICTBUC OIMMOOK ITPY HA3HAYCHUH TTAPaMETPOB MPUBAPKU.
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