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Annomayus: TlpuMeHeHre rTHOPUAHBIX TEXHOJIOTHH ITO3BOJISIET IOBBICHTH ITPOU3BOJUTENBLHOCTD MPOIIECCa CBApKH 33 CUET
CHIDKEHHS pacxofia CBAPOYHBIX MaTeprajioB, BDEMEHHBIX 3aTpaT Ha IOATOTOBKY CBAPHBAEMBIX KPOMOK, CHIDKCHHS TEIIOBIIOXKE-
HHS, a CIIe/IOBAaTeIbHO, BEPOSITHOCTH BOSHUKHOBEHMS TpelliH. CBapKy METaIOB B Pa3HOPOIHOM COUETaHWH (Melb — aJIIOMHU-
HHI) [enecoo0pa3Ho OCYIIECTBIATh UMITYJILCHBIMHI MPOIIECCAMU TIPH TEMITepaTypax HIDKE TeMIeparypsl miasineHust. B Jlon-
CKOM TOCYAapCTBEHHOM TEXHUYECKOM YHHUBEPCHUTETE pa3paboTaH MpoLecC BICOKOBOJIBTHON KOHIEGHCATOPHOW CBapKH, COYeTa-
IOIIMHA MPOIIECCHI EKTPOIPOUOHHOIN OYMCTKH TPU TOPEHUH IEKTPHYECKOM TyTM MEXIy CBAPUBACMBIMH MOBEPXHOCTSIMH,
cOMmMKeH s ieTalied M BBIIUIECKa PACIUIaBICHHOIO MeTalula M3 30HbI CBApKH C MOCIEAYIOIISH IUIacTHUeckoi nedopmarmeit
IOBCHIIBHBIX TTOBEPXHOCTEH. TepMOCHIOBOE BO3/ICHCTBIE HAa CBApHBAEMBbIE JCTAIN PEan3yeTcsl OCIEA0BaTEIbHBIM BKITFOYE-
HHEM MeXaHU3Ma OCaJKH CO CBapMBACMBbIMHU JETAJIIMU B Pa3psiIHYyIO LIENb TeHepaTopa UMITYIECHBIX TOKOB U HE MPEBBIIIACT
200 mxc. [TapameTps! paspsqHOTO KOHTYpa (MHIYKTHBHOE M AKTUBHOE COIIPOTHBIICHHE, EMKOCTB) MO0OPaHbI TAKMM 00pa3oM,
4TOOBI CBapKa ObLiIa OCYIIECTBIIEHA CHHYCOUIAJIBHBIM 3aTYXalOIUM pa3psiJioM 1 o0ecriedrBaia He0OXOAUMBIE SHEPreTHYECKHIE
napameTphl mporecca (EMKOCTh M HalpshkeHHe Oarapell KOHIEHCATOpOB), IPOYHOCTHBIE MapaMeTpbl CBApHOTO COEANHEHUSL.
Pa3paborana MeToMKa U3MEPEHHS TEMIIEPATY Pl HA OCHOBE PErHCTPALMN CHEKTPATBHOTO U3ITydIeHNUsI IPY TOPEHUH IyTH, 103~
BOJIAIOINAS. OLEHUTh TEPMUUECKYIO COCTABILIIOLIYIO MpoLiEcca CBapKU. PacueTHBIM MyTeM ompeseeHbl AaBJICHUs: MarHUTHOE,
CO3/IaBaEMOE MEXaHM3MOM OCAJIKH, TTapOB PACILIABICHHBIX METAUIOB U JABJIEHHE COylapeHus. Pa3paboTaHsl METOAMKH peru-
CTpalLH TEMIIEpaTyphl U JABJIECHHS B CBAPUBAEMBIX JICTAISIX TIPU COYIapeHNH U IuiacTideckoi nedopmarmu. [lomyuennsie pe-
3yJIBTaThI TI03BOJISIFOT OLICHUTh BO3MOKHOCTh COCAMHEHMSI PA3HOTONIIMHHBIX JAeTalel B Pa3HOPOIHOM COYETaHHU U3 IBETHBIX
METaJUIOB IPH 0TPA0OTKE TEXHOJIOTHIECKOTO IPOoLecca CBapKy.
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BBEJIEHUE

OCHOBHBIM HanpaBJICHUEM IIOBBIIICHUSA IIPOU3BOAH-
TEIBHOCTH B 007aCTH CBApOYHOI'0 NPOMU3BOJACTBA ABJISACTCA

CBAapKH: CBapKy B3PbIBOM, MAarHUTHO-UMITYJIbCHYIO CBapKy
(MHUC), B KOTOPBIX 3a CYET DHEPTMU B3PHIBYATOTO Bellle-
CTBa WJIM MAarHUTHOTO TIOJSI PA3TOHSIOTCSl CBapHBaeMbIe

THOPUAN3AIHS CBAPOYHBIX MAaTEPHANIOB, MCTOYHUKOB ITH-
TaHUs, Pa3IMuHBIX clI0co00B cBapku. ['MOpuan3anus cBa-
POYHBIX MaTe€pHajoB HAIPABICHA HA HCIOIb30BAaHHUE JIBYX
win 0OoJiee NPHCAJOYHBIX MAaTepHUajloB OJHOBPEMEHHO
B 30HE CBapKH, YTO IO3BOJHT IIOBBICUTH MPOYHOCTH CBap-
Horo mBa. llemecooOpa3HOCTh MPUMEHEHUS THOPHIHBIX
TEXHOJIOTHH 3aBHCUT OT MapOK CBApUBAEMBIX MAaTEPHAJIOB,
TOJIIWHBI, PA3ACIKU KPOMOK, IJIHWHBI CBapHBIX IIBOB,
CKIIOHHOCTH K OOpPa30BaHUIO XOJOIHBIX M TOPSYUX Tpe-
niuH. Kak npaBuiio, ruOpuIHbIE METObI CBAPKH (J1a3epHO-
JyTOBasi, JIa3epHO-TIa3MEHHAs, Ja3epHO-MHIYKIIMOHHAS
U Ap.) GOpMHUPYIOT CBapHOE COCTUHCHHE B KHUAKOH (ase.
B 3aBucuMocTH OT coueTaHnii THOPUIHBIX METOJIOB CBap-
KM II0JTy4aeTcs pa3Hasl MIUPUHA 30HBI TEPMUYECKOTO BIIH-
SIHHSI, CBApHOTO IIIBa, YTO MO3BOJISET OLEHUTh Pecypc pa-
60THI KOHCTPYKITHH B 11eoM [1; 2].

Jlist orydeHnst CBapHBIX COECAWHEHUI B Pa3HOPOIHOM
COYCTaHUM 3a4acCTyr0 IPUMEHAIOT HWMIYJIBCHBIC METO/bI

© Heckopomuniii C.B., 2025

JIeTall U IpPU COyJapeHUM TeMIlepaTrypa CBapUBaeMbIX IO-
BepxHocTell He mpeBbimaeT 0,87y, 4To MO3BOISIET COp-
MHPOBaTh CBapHOE COSIMHEHHE B TBEPAOi (ase.

Astopami [3] IpoBEICHBI MCCIENOBAHMS OLIEHKU ITPOYHO-
CTH CBAapHBIX COEIMHEHMI C YIE€TOM COCTOSHHUS CBAPUBAEMBIX
MOBEPXHOCTEH (MEXaHMYECKOH, XHMHYECKOH 00paboTKH,
HaHECEeHUs CMa30uHbIX MaTepUajioB) C MCIOIB30BaHUEM (DHK-
CHPOBaHHOTO 3a30pa W pacCTOSHHS OTCTyNa Ul CBapKu.
MHUKpPOCTPYKTYpHBIEC HAOIIONCHHSI U UCTIBITAHUS Ha PacTshKe-
HHE TTOKa3aJId, YTO Ka4eCTBO CBAPKU 3aBHCHT OT ITOATOTOBKU
noBepxHocTH. OOpa3oBaHHE BOJHHUCTOM MHKPOCTPYKTYPBI
U MHTEPMETAUINYCCKUX COCAMHEHMH OBUIO TMPOBEPEHO Ha
TpaHUIle HEKOTOPBIX coenuHeHnil. ONHAKO ITH YCIOBUS HE
TapaHTUPOBAII JOCTATOYHYIO0 TpodHOCTh [3]. Heobxomimo
obecrieynTh Tepe]; CBapKOM ITOATOTOBKY MOBEPXHOCTEH 10
IOBEHWJIGHBIX CJIOEB, @ JUISI CXBATHIBAHHUS IOBEHMJIBHBIX II0-
BEPXHOCTEH B TBepIOil (ha3ze — COOTHOIICHHE BPEMECHHBIX ITa-
pameTpoB mporiecca (tepBoe yeiosue) [4; 5]:
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. (1)

TOE ts, ta, fp — BPEMEHHBIE IapaMeTphl B3aUMOACUCTBUS,
aKTMBAIllMM M pEJaKCallid CBapUBAE€MBIX MOBEPXHOCTEH
COOTBETCTBEHHO.

VYenosre (1) BKIFOYAET SHEPTeTHUECKUE M AIEKTPHUECCKHES
TapamMeTphbl UMITYIIbCHBIX ITPOLIECCOB, TEOMETPHIECKHE Iapa-
MeTpbl COOPKHM W TapaMeTphl MHIYKIHOHHO-IMHAMHIECKOTO
npuBoma [5; 6]. Bpems akTuBarmu 3aBHCHT OT (DH3HKO-
XHMHYECKOTO COCTOSHUSI TIOBEPXHOCTEH B MOMEHT OCYIIIECTB-
JeHns U3MIECKOr0 KOHTAKTa U BEIMYHHBI ITACTHIECKOH Jie-
(hopmarmK cBapuBaEMbIX MaTepHAIIOB B 30HE KOHTakTa. Bpems
peraKcaIi 3aBUCHUT OT PelaKCaIlMOHHBIX XapaKTepHUCTUK Ma-
TEpHaJIOB U TEMIIEpaTyphl Tpolecca B 30HE CBapku. Bpems
B3aUMOJICHCTBHS (CBAapKU) 3aBUCUT OT TEXHOJIOIMYECKOTO MPH-
€Ma MMITyJIECHOTO TIPOIiecca ¥ CKOPOCTH 3BYKa B CBApHBAEMBIX
croraBax. Tak, B pabote [7] yCTaHOBICHBI B3aUMOCBSI3H TPOU-
HOCTH JUTS IVIMHAPUYECKUX CBApHBIX COSIMHEHNH pa3HOPO-
HBIX METaJUIOB «QJIFOMHHHII — CTaJb» B 3aBHCUMOCTH OT CKO-
pPOCTH M yIa CTOJKHOBEHWS, PaJyalbHOTO 3a30pa, IUTHHBI
HAXJIECTOYHOTO COEAMHEHHS M HAINpsDKEHWS paspsina Oarapeit
KoHzeHcaTopoB. OnpeneneHbl COOTHOMIEHHS MEXIY PalHallb-
HBIM 3a30pOM H HAIPSDKEHHEM, YTO TTO3BOJIAET MONIydaTh CBap-
HBbIE COEIMHEHMS IIPY MEHBILIEH BBOIUMOM DHEPIUN.

Kaxk npaBwuiio, ¢, He IPEBBIIIAET HECKOJIBKO COTEH MUKPO-
cexyHz, a nasienue pocruraer 107 ITa. Takumu moxasarens-
MH XapaKTepU3yeTcs BBICOKOBOJBTHAS KOHJEHCATOpHas
capka (BKC), paspaboranHas B JJOHCKOM roCyJapCTBCHHOM
TEeXHUYECKOM yHuBepcutere. [ nbpuanas texnonorus BKC
coderaer B cebe Mpouecchl TOPEeHNsT UMITYJILCHON JIyTH aHa-
JIOTUYHO CTHIKOBOW CBapKe OIUIABICHWEM M CBapKy KOBKOH
IPH COYNapeHUH Pa30TPeThIX MOBEPXHOCTEH 3a CYET Mar-
HHUTHOTO TIOJISI, CO3aBaEMOTO B MHAYKTOPE, KOTOPBII BXOINT
B pa3psHyIO LENb HUCTOYHHKA NMUTaHWs (TeHeparopa HM-
MYJIBCHBIX TOKOB) M CBApPHUBAEMBIX JIETaNICH.

J1s1 CHUKeHUS! SKOHOMUYECKHX U BPEMEHHBIX 3aTpaT Ha
MPOBEIEHUE DSKCIIEPUMEHTAIBHON YacTH HCCIIeAOBaHUN
B HAcCTOsIIee BpeMsl pa3padOTaHbl MPOTrPaMMHBIE TIPOAYKTHI
ANSYS, MARC, SPOTSIM, SYSWELD, BAZIS, LS-DYNA
U JApyrue, MO3BOJSIOIIME MPOAHAIU3UPOBATh COCTABIISIO-
IIAe CBapKH B3PHIBOM, MarHUTHO-MMITYJIBCHOW CBapKH:
TETUIOBBIE TIPOIECCHl, AedopManyy, HanpspkeHns. K coxa-
JICHUIO, B TIPEUIaraeMbIX NPOAYKTAaX HPEICTABICHBI TOIBKO
HanboJsiee pacrpoCTpaHEHHBIE METOIBI CBAPKH UIT MOje-
JMPOBaHMSA MPOTEKAIOINX IporeccoB. OnHAKO HBIHEITHNH
BEKTOP Pa3BUTHUS B CBAPOYHOM ITPOM3BOJCTBE HAIPABIICH Ha
UCCJIEZIOBAaHUE U BHEIpPEHHE TMOPUAHBIX METOAOB CBAapKH,
CMOJICIIUPOBaTh KOTOpBIE MPOOIEMATHYHO B CHIIy MHOXe-
CTBa OIHOBPEMEHHO MEHSIOIUXCS (PaKTOPOB.

Vcnionb3yemble METONBI MOIEIMPOBAHKMS MEHEe paclpo-
CTpaHEHHBIX CIIOCO0OB CBapKH (pestbe(hHOMN, KOHJIEHCATOPHOIT)
B OCHOBHOM IPEJCTAaBIEHB! Y3KOCIEUAIN3HPOBAHHBIMU IIPO-
rpaMMaMH Ha YpOBHE JHCCEpTalMOHHBIX padot [8; 9]. C yue-
ToM crerdukn nporecca BKC v ommH U3 pa3paboTaHHBIX
MIPOTPaMMHBIX MPOXYKTOB HE MO3BOJISIET CMOIEIHPOBATH HM-
mynbeHBI Tporiece BKC. Brawame HeoOxommmo mpoBecTd
HATypHBIH SKCIIEPUMEHT C BPEMEHHBIM COIIOCTABICHUEM BCEX
MPOIIECCOB TEPMOMEXAHIIECKOTO BO3IAEHCTBYSL.

IIponiecc BKC peanuzyercst mo cxeme, IpUBEIEHHON Ha
puc. 1. Yeranoska g BKC cocrout u3:

— rereparopa uMIyiscHbIX TokoB (I'MT), B cocraB ko-
TOPOTO BXOIAT: OJIOK 3apsiiHbIA (TpaHcdopmaTop MOBBI-

IIAFOIIUH, BBIIPSAMUTEND, YIPABISIEMBIA MOCTOBOH), HAKO-
MUTEIBHOE yCTPOHCTBO (Oarapest KOHIEHCATOPOB), OIOK
KOMMYTHPYIOIIMH (KOMMYTHpYIOLIEe YIpaBIsioliee HCKPo-
BOC YCTPOMCTBO Pa3pAIHUKA C OJIOKOM IMOJKUTA);

— MarHUTHOTO MEXaHW3Ma OCaJIK{, COCTOSIIETO U3
TUIOCKOTO MHIYKTOpa (BKJIIOYAaeT B ceOsl TUIJIEKTPUUECKUI
OaHmaX, B KOTOPBIA YKJIaAbIBaeTCs IUIOCKasl CIHpaib Ap-
XHMMeJa), CTAIFHOTO TOJIKATENsl C JOpPATIOMUHHEBOW TOJI-
JIO)KKOH, MEXaHM3Ma KpEIJICHUs] NPUBAPHBACMOTO CTEPXK-
HEBOTO JIEMEHTa C TOKOIOIBOASIICH KIEMMOM.

Brnaromapst ocnezioBaTenbHOMY COEIMHEHHIO Oarapeii KoH-
JICHCATOPOB C MHIYKTOPOM M CBAPUBAEMBIMH JCTAISIMH PEa-
30BaHO CHHXPOHHOE TEPMOCHIIOBOE BO3ICHCTBHE HA 30HY CBa-
puBaeMbIX Jetasieil. bonee moapobHOe onmcanue (GU3MIECKoit
CYIIHOCTH TIporiecca npeactarieHo B padore [10]. BoisiBieHs
4 cramuu nporiecca BKC, Bximouatoriue: 1) mpoOoi MexxaJiek-
TPOJTHOTO MPOMEKYTKA (TIPH HAIMYNH TPEIBAPUTEIIHLHOTO 3a30-
pa MexImy JOeTalsiMu), 2)BO30YKICHHUE JyTH, 3)JIEKTPO-
SPO3HOHHYIO OYHCTKY, 4) CONMKEHUE JIeTaliel U BBITLIECK pac-
IUTABIIEHHOTO METajlla M3 30HBI CBAPKU C IOCIEIYIOIeH uia-
cTHYecKoi Jedopmarieii IOBEeHUITBHBIX MOBEepXHOCTEH. JlocTo-
BEPHOCTh Pa3pabOTaHHBIX CTaWi MpolEecca YCTaHOBJIEHA HA
OCHOBaHMHM IPUMEHEHUsSI COBPEMEHHOW PpETHCTPUPYIOLLEH
anmaparypsl, BKIFOYAIOIIEH CKOPOCTHYIO (hoToperucTparmio
Tporecca TEPMOANHAMUYECKOTO BO3ICHCTBISL HAa CBAPUBACMBIE
neramm (kamepa CORDIN 505). Kunetnka qBrkeHHsT TOJKATe-
JIs1 B MArHuTHOM 110JI€ MHAYKITMOHHO-AUHAMUYCCKOIO TIpUBOAa
MCCIIeIOBaHa CKOPOCTHOM Kamepoii Phantom.

Bce cragun npouecca (1-4) npoTekaroT B Te4eHHE Iep-
BOTO IEPHOAA pa3psa ToKa (BTOPOE YCIOBHUE):

foa T lon +1, <(075+1)T )
€ fpss — BPEMs pa30orpeBa M UCIAPEHUs MPUIIOBEPXHOCT-
HBIX CJIOEB TIOBEPXHOCTEH CBAPUBAEMBIX JIETaNICH;
tn — BPEMsI TOPEHUSI UMITYJIBCHOM Jyrd (JIEKTPOIPO3UOH-
Hasi OYHMCTKA);
t; — Bpems TBeproazHoro B3anMoseicTBUS (CBapKH);
T — nepuop pa3psia eMKOCTHOTO HAKOIMTEINS Ha KaTyIIKy
MHIIYKTOpa ¥ CBapUBaEMBbIC JICTANIH.

Asrtopamu [11] ObIIH TOTYYEHBI OCHMIDIOIPAMMEI TIPO-
ecca MUC: Tok pa3psiia 1 MarHUTHOE JTaBJICHHUE, IO KOTO-
PBIM PACCUMTBHIBAIOCH M3MEHEHHE B IPOIECCE CBAPKH Ma-
pameTpoB paspsagHoro koHTypa R, L u C, KOTOpbIe TO3BO-
JSIT CHPOTHO3UPOBaTh (POPMBI MMITYJIECOB TOKA JJISI HC-
MOJIB3YeMBIX HHAYKTOPOB. B OCHOBHOH cepun 3Kcrepu-
MeHToB npu BKC mapamerpsl paspsaHoro xoHtrypa R, L
u C ObUTH BBIOPaHBI TAKUM 00pa3oM, YTOOBI TOK OBLI CHHY-
COMIAIBHBIN 3aTYXalOIINI 1 BBITOIHSIIOCH YCIIOBHE:

R<?2 £,
C

rae R — akTHBHOE CONPOTHBIIEHHUE Pa3psTHOTO KOHTYpa;
L — MHIyKTHBHOE CONPOTHBIICHUE PAa3PSIHOTO KOHTYPA;
C — eMKOCTBh Oarapell KOHICHCATOPOB.

B [12] mpomsBenena ontummsarust mnporecca MUC, co-
CTOSIIIAs M3 ONPEZeNICHUs 10 BEeJIMYMHE BBIUIECKA pPacIliaB-
JICHHOTO MeTaJlla BEIMYMHBl MUHMMAJIBHOH BBOAMUMOI >HEp-
TUH TIPY MUHUMAJIBHOM PAcCTOSHUM MEXIY CBAapHBACMBIMH
JIETAISIMA 1 HEOOXO/IMMOM YIJIE MX COYIapEHHMs, 4TO MO3BOIS-
€T YBEJIUYHTh CPOK CIYXObl MHIyKTOpa. Perucrparmio Toka

52

Frontier Materials & Technologies. 2025. Ne 4



Heckopomublii C.B. «Oco0eHHOCTH perncTpanuu NpouneccoB TEPMOMEXaHUYECKOr0 BO3/1eliCTBHS IPH BBICOKOBOJIbTHOIA. ..»

a 7}
Tp T
B ¥
Gk,
1 ©
I
!
2 | B o
g
PM
L
/
4. u
T,
6. || 3oHa ceapku l,

Puc. 1. [lpunyunuanvnas cxema ycmanoeku 015 8bLCOKOBONbIMHOU KoHOeHcamopHou céapku (BKC):
1 — cenepamop umnynocuwvix mokos (F'UT); 2 — unoykmop, 3 — Oropaniomunuesdas nOOI0dCKa; 4 — cmanbHou moakamens,
5 — npueapusaemulii CImepiHCHe8oU dneMenm ¢ MOKON00800AU el KIeMMOU U MEXAHUSMOM KPenieHuUsl,
6 — ceapusaemas demans, H — macHummulii NOMOK, co30a8aemvlil KAMYWKOU UHOYKMOpA,
Py — macnumnoe oasnenue 6 paboueii 3one unoykmopa, Iy — mox paspsoa;
1, — HagedenHbill UHOYYUPOBAHHBIL MOK, Vi — CKOPOCIb NepemenjeHus moaKames
Fig. 1. Schematic diagram of the high-voltage capacitor welding (HCW) setup:
1 — pulse current generator (PCG), 2 — inductor; 3 — duralumin substrate; 4 — steel pusher;
5 — welded rod element with current-carrying terminal and fastening mechanism; 6 — workpiece to be welded;
H — magnetic flux generated by the inductor coil; P, — magnetic pressure in the inductor working zone;
1, — discharge current; I, — induced current; V, — pusher displacement velocity

paspsima u Hampspkerust B mporiecce BKC ocymecTsisimin
C UCIIONB30BaHNEM U(POBOTO ocrmuiorpada, KOTOPBIi TOM-
KIIFOYaJIM K KOPOTKO3aMKHYTOMY BHUTKY — IOsICY Porosckoro
U Jenurento HanpspkeHus.. ComocTaBisis BpeMsl MPOTEKaHUS
TOKa, €ro aMIUIMTYQy C pe3ylabTaraMH CKOpPOCTHOH ¢oTo-
perucTpanyy, BO3MOKHO ONPEACIUTH JUIUTEBHOCTD CYIECT-
BOBAaHMs OTHENBbHBIX CTaquii W HMX BKJIaJ B IIOJydeHHE
HEpazbeMHOTO COSMHEHNSL.

MaruntHoe nasnenune P, mpu BKC, cOmmxkaromee
CBapHMBaeMBbIe JETaJIN, OTIPEIEISIETCS 10 BBIPAKEHHIO

2 r,t
Uusc +« .,
e -sin” wt,

A3)

e K> — KO9(Q(HUIHEHT, yIUTHIBAIOIINIA COOTHOIIIEHHE TeOMeT-
PHYECKHX NTapaMETPOB «MHIYKTOP — CBapHBAEMBbIE JIETAIN;
U — nanpspkeHne 3apsia 6arapeil KOHAEHCAaTOpOB;

C — eMKOCTB Oarapeii KOHIEHCATOPOB;

L, r, — MHOYKTUBHOCTb M AKTUBHOE CONPOTHBICHHE DPa3-
PSITHOTO KOHTYpa COOTBETCTBEHHO;

® — KpyroBast 4acToTa TOKa;

t — BpeMsl.

MarautHoMy [aBieHHUIO P, NPOTHUBOJACHCTBYET JaBe-
HHUE TIApOB PACIUIABICHHBIX METAIOB (Pry), ONpenensiemMoe
10 AMIMpHYECKOMY BbIpakeHuo [10]:

2
_ 281,

M
Ty S

) “

rae I, — TOK paspsja;
Fuv — TEIDIOTA UCTIAPEHISI METAILIA;
S — ITomma Ik KOHTAKTHOH TIOBEPXHOCTH CBAPHOTO COCINHEHHIS.
HecmoTps Ha BCECTOPOHHIOI M3YYEHHOCTH IIpolecca
Onarozapsi MCIOJIB30BAHUIO COBPEMEHHOH pETHCTPHPYIOLIEeH
anmapaTypsl, IPeICTaBIAeTCS HHTEPECHONW PErHCTPaLs TeM-
neparypsl IIpH TOPEHUM TYTU U NOCNE €€ TallleHUs, a TaKkxKe
perucTpanys JaBjieHus] Ha CTauy IUIACTUYECKOH jaedopma-
MK U TBepro(ha3HOro B3auMOJEHCTBUS. Perucrparnms criek-
TPAJIBbHOIO U3JTydeHUs A7l ONPEAESNICHUs TEMIIEPaTyphl B 30HE
CBapKu ObUIA OCYIIECTBJICHA METOIOM JIBYXIIBETHOM IHPO-
MeTpud. OCYILECTBISIIM PETUCTPALUIO BEIUUUHBI ONTHYE-
CKOTO M3ITy4eHHUS TIPH TOPESHHUH IEKTPUICSCKON TyTH U Jajee
CpaBHHMBAIIY C IDTAHKOBCKHIM M3IIyYeHHEM depHoro tena [13].
B [14] moka3zaHO, YTO MOTPENTHOCTH JAHHOTO MeETOjAa
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cocraBmwia 2 % Al CMeIIeHus Temreparypsl u 3-8 % s
aMILTUTYABI KoNleOaHWil TeMIepaTypsl IPH HarpeBe HCCIeIye-
MBIX 00pa3ioB. ABTOpEI [15] HCTONB30BaIN METO/L BYXIBET-
HOW IMPOMETPUU JUIl TEPMOCTPYKTYPHBIX SKCIIEPUMEHTOB
B CpeJax TEIUIOBOTO M3JIYYEHUs! C MOCIEAYIOUIMM aHAJIM30M
TEPMOCTPYKTYPHBIX HarpspkeHHH. [loaydeHHbIe pe3ysbTarhl
TIO3BOJIMJI YCTPAHUTD dP(EKTH! oTpaskeHNi (POHOBOTO HM3ITY-
YEHHS! ¥ HEU3BECTHBIX KOA(D(HUIMEHTOB U3ITyUeHHsI Ha OCHOBE
ITOPUTMAa HAMMEHBIINX KBA/IPATOB.

AHanu3 JIUTepaTypHBIX JAHHBIX AHAIOTMYHBIX MMITYJIbC-
HBIX TIPOIIECCOB TOKA3aJl, 9YTO OCHOBHBIM JIaTYMKOM IS PErH-
CTpALMK TEMIIEPATypPbI, JABICHNUS SBIISFOTCS TEPMOTAphl THITA
Fe-Ni, Cu—Ni, Cu—kxoHCTaHTaH, MO3BOJIIONINE 3a(HKCHPO-
Barb TepMo-OJIC B MHKpPOCEKYHJHOM jauanazone [16].
K ¢wusnueckum mnapamerpam, ONpPENENSIOIINM COCTOSHHUE
METaJUIOB B 30HE COyIapEHHMSI, a CJIeI0BATENBHO, U MPOLECC UX
CXBAaTbIBAHMS, OTHOCST JABJIECHHE W TEMIIEPaTypy, KOTOpbIE
00yCIIaBIMBAIOT IUIACTUYECKYIO Ie(OpMalMI0 CBapHBAEMBIX
neraneil. Tak, mpyu cBapKe B3PBIBOM TEPMOINAphl pa3sMEIaroT
B YIIyONCHUSIX HIDKHEW cBapuBaeMoil mmThl. [Ipu coymape-
HUM METaUI B 30HE KOHTAaKTa C TEPMONApOH IUIACTUYECKH
nedopmupyercs, Ha ocipuuiorpad)e perucTpupyercsl CHIHaJ
B BHae TepMo-O/IC. Bornee mompobHOe ormicanne m3MepeHui
IPH CBAapKEe B3PHIBOM, MAarHUTHO-MIMITYIBCHOM CBapke, CThI-
KOBOW CBAapKE COINPOTHBICHWEM W OIUIABICHHEM C HCIOIb-
30BaHHMEM TepMorap npexactasieHo B pabdote [17]. [Ipu BKC
0c00ast CJIOKHOCTD 3aKIIFOYaeTCs B PACIOIOKEHUH TepMoIIap,
K TOMY K€ BHCITHHUEC MAarHUTHBIC IOJIA YCIOKHAIOT IMOJTYYCHUE
KadyecTBEeHHOro curHaia [18].

Llens paboOTHI — CO3/IaHKME CUCTEMBI PETHCTPAIMHU Tapa-
METPOB PEKHMMOB BBICOKOBOJILTHOW KOHJIEHCATOPHOHN CBap-
K{ Ha CTaJN¥ TOPEHUSI IEKTPUUECKOHN IYTH, TIIaCTHYECKOH
nedopmannu 1 TBepa0(ha3HOTO B3aNMOACHCTBHSL.

METOJIUKA IMPOBEAEHUA UCCIIEJOBAHUA

I/IccneuyeMble CILJIaBbI

Jns cBapKM NPHUMEHSUIM CTEP)KHEBBIE 3JIEMEHTHI M3
crumaa M1 (I'OCT 1535-2006) nuamerpom 10 MM ¢ BBI-
CTymoM Ha Topiie (muamerp/mmuHa d/I=1,3/1,5 mm), auCTBI
n3 ciwtasa ASM (I'OCT 21631-2019) TonmumHO#M 2 MM.

OobopynoBanue u npuOOPLI

Perucrpanuio Toka paspsna, BPEMEHHM €r0 MPOTEKaHUS
OCYIIECTBIIUIN TI0sicoM POTOBCKOTO, HalpspKeHHWE Ha JIyre —
JIeTIMTeNIeM HampshKeHus. Temreparypy ONpenessuii 10 WH-
TEHCUBHOCTH onTryeckoro minydenus. BKC ocymecTsmsim
Ha 0OpaTHOH MOMSPHOCTH (CTEPXKEHb «+», IUIACTHHA «—»)
1 Ha NPSIMOM NOJIIPHOCTH.

Jiist obecniedeHust CHHYCOMJaIbHOTO 3aTyXaloUIero TOKa
ObUIM YCTaHOBJICHBI CJIEIYIOIIME IapaMeTpbl Pa3psIHOTO
KOHTypa: HMHIYKTMBHOCTHb pa3psAgHOro kKoHTypa L=1800-
2100 ul'H, emrocTh Oarapeit konaeHncaropo C=1800 Mx®,
4YTO COOTBETCTBOBaNO R<68 MxOwm. IlapameTpsl pexumoB
BKC npusenens! B Tabnuue 1.

BKC ocymectsmsumn Ha ycraHoBke «Mmmymse — BM»
(Poccmst) sreproemroctbio 110 30 k/[)k 1 cOOCTBEHHOM YacTo-
toit 20 x['1. OcipmtorpadupoBaHue TapaMeTpOB UMITYIIBCHO-
TO TIPOIIECcCa BBIIOIHSIN C MOMOIIBIO II(POBOTO 3aIIOMHHA-
torero ocrniorpada mapku AKUIT 4126/1A (Poccnst).

MeToaMKa perucTpanuy TeMnepaTrypbl

Peructpanuto usnyuyeHuss IpU TOPEHHUU AYTM OCY-
IIECTBIISNIA METOAOM JBYXLIBETHOM MHUPOMETPUU IO Clie-
nyromieit cxeme (puc. 2). UsMeputenbHas cuctemMa cOCTOS-
Jla U3 cucteMbl 00pabotkn nHpopmarmu (1rdpoBoii 3aro-
muHatomuii ocumuiorpadp AKUIT 4126/1A), doronnona

Taonuuya 1. Ilapamempuol pescumog BKC
Table 1. Parameters of HCW modes

HaumeHoBaHnue Hanpsizkenue 3apsiia 6arapeit EMKkocTh 0aTapeit Beonumas
napaMerpa KoHaeHcatopos U, B KoHAeHcaTopoB C, MkD neprusi W, JIx
3HaueHue 1800-2400 1800 2900-5180

<

Puc. 2. Cxema cucmemvt pecucmpayuu onmuieckoeo uziydenus npoyecca BKC:
1 — cucmema obpabomxu ungopmayuu (yugposoii 3anomunarowuii ocyuniozpag AKHUII 4126/14);
2 — pomoouoo,; 3 — onmuueckoe 6010KHO, 4 — céapusaemvlie demanu
Fig. 2. Schematic diagram of the optical radiation recording system for the HCW process:
1 — information processing system (AKIP-4126/14 digital storage oscilloscope);
2 — photodiode; 3 — optical fiber; 4 — parts to be welded
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(dortoanexrponnsrii ymHOxutenp DPIVY-175M  (Poccus),
KOTOPBIH COEOWHSIN C ONTHYECKHM BOJIOKHOM (CBETOBOI
Mapku ['BOX nuamerpom 5 MM), TOpell KOTOPOTo pacroia-
raynu Ha pacctosHuu 30+50 MM OT 30HBI CBapKU U CBapUBa-
€MBIX JeTaJICH.

Mertoauka pacuera JaBJjieHUs HA CTAUHU
IacTu4eckoi negpopmanum u TeepaogasHoro
B3aMMO/IeliCTBHS CBapMBaeMbIX JieTaJjiei

[Ipu BKC Bblaensinu HECKOJNBKO JAaBieHud. P, — Mar-
HUTHOE JaBIICHUE, cO3aBacMoe B pabodeil 30He MHIYKTOpa
U BO3JEUCTBYIOIIEE HA OJHY M3 CBapUBaeMbIX neraned. Ero
OTIPENIEIISTN PACYETHBIM ITyTeM 110 opmyde (3).

[Ipu roperny IyTH BO3HUKAOT MAPHI PACIUIABICHHOTO Me-
TaJlj1a, KOTOPBIC MPOTUBOICHCTBYIOT MArHUTHOMY JaBJICHHUIO,
a TaKKe YYaCTBYIOT B BBITCCHCHHM BaHHBI JKH/IKOTO MeTaylia
u3 30HBI cBapku. OILICHKY BEIMYMHBI NABJICHHS MApOB pac-
TUIABJICHHOTO MeTalia Pry ONPEACIUTA TI0 3MIHPUYCCKON
dhopmyre (4). [lpu cBapke pa3HOPOAHBIX CIUIABOB YUHUTHIBAIN
Fym CTUTABA C HAIMCHBIIICH TEMITepaTypoi IITaBIICHUSL.

[pu coymapeHny cBaprBacMBIX TIOBEPXHOCTEH YIUTHIBAIA
JTABJICHUE C)KAaTWs FOBCHUIIBHBIX MOBEPXHOCTEH. ABTOPHI pa-
00teI [19] ycTaHOBWITH, YTO B YCIOBHSX BBICOKOTEMIIEPATYp-
HOTO yJapa MHEPIMOHHBIE WIEHHl B YPAaBHEHUSIX CILIOLTHON
Cpelbl MPEBBIIIAI0T IPOYHOCTHRIE W METAT B pacyeTax pac-
CMaTPHUBAETCS KaK WIeaTbHAs JKUIKOCTh. TaK KaK BCIICICTBIC
yrpyroit aedopManuy IpH COyIAPEHUH CBAPUBACMBIX JICTa-
JIeW JaBIICHUE CHIDKACTCS, TO OBUIM MPEIIOKEHBI ITOMPaBOY-
HbIE KO3(PUIMEHTBI, YYUTHIBAIOLINE TEILIOPU3MIECKHIE CBOI-
CTBa CBapUBaeMbIX Marepuaos [20]:

-1

Per Cor
Pc,:[ = l+ﬁ pCT CCT VCT’ (5)

rne P, — NaBIeHUe COylapeHus;
Pers Cer, Ver — TIIOTHOCTB, CKOPOCTH PACIPOCTPAHECHUS YIIPY-
TO BOJTHBI CKaTHsI 1 CKOPOCTB CTEPIKHS COOTBETCTBEHHO;
pa C: — TIOTHOCTB, CKOPOCTH PACIPOCTPAaHEHHs YIPYTOi
BOJIHBI COKaTHsl B JINCTE COOTBETCTBEHHO.

CkopocTh coymapeHusi cBapuBaeMbix getanend (Ven)
onpeensau u3 2-ro 3akoHa HetotoHa:

_F,t
m b

V-

I

(6)

T

rae Fy — criiia MarHUTHOTO JIaBJICHUS;

t — Bpems niporiecca BKC;

My — Macca TOJIKATEIsl CO CBAPUBAEMOH JIETABIO.
JInuTensHOCTh AEMCTBYS NaBICHUS COYAAPEHUsS CBapH-

BaeMbIX feTanei Pey (1) oneHuBamu mo Gopmyie [20]:

2
tCZ[ = C{CT 5

I

(7

rae [y — JUIMHA CTEPIKHEBOTO JIEMEHTA.
Bonna coymapeHus TpOXOOUT B HAMpaBIeHUH Py
1 B 0OpaTHOM HamNpaBJICHUH C YYETOM CKOPOCTH pacIipo-
CTpaHEeHUs yIPYroil BoIHbI coxkaThs B ucTe C.
HanpsoxkeHue oTpakeHHOM BOJHBI Gorp, BOCIPUHMMAE-
MO€ TpaHHILEH pasena Mociie COyIapeHHs CBapHBAaEMBIX
JieTajnei, paBHO BO3MYIIAIOIIEMY JaBIICHHIO:

6. ~P . (®

oTp cn

[Ipu 31OM, €CI Gorp>Pey, TO METAIUTTIECKHE CBSA3H OymyT
Ppa3pylIeHbI ¥ CBAPHOE COSANHEHNE HE CYOPMHUPOBAHO.

MeTonHKa perucTpanuy TeMnepaTypsl U JaBJIeHHs MPH
coylapeHHHU CBapHBaeMbIX JeTaJeii

CucreMa pericTpanyy TeMIeparyphl ocie TaleHns TyTH
u napieHus (prc. 3) cocrosiia u3 Tepmorap trma K (xpomens —
aJIIOMeIIb), TaK KaK OHM XapaKTepH3YIOTCS HaMMEHBLICH
HHEPLIHOHHOCTBI0. TepMonapsl TOAKIIOYAIN K aHAJIOTOBOMY
YCHINTENO U cucTeMe 00pabotku mabopMarmn. s cHinke-
HUS TIOMEX M YCHWJICHUs CHTHaJIa MMITYJIbCHOTO MPOIIECcca HC-
none3oBa  ycuwutedb AD8495. VYeraHOBKY TepMomapsl
K-THna ocymecTsisiin Ha pacCTOSIHUM 3 MM OT 30HBI CBapKH
B IIyXO€ OTBEPCTHE CBAPUBAEMOTO CTEP)KHS. YCTaHOBKY HIK-
Hel TepMOIapbl OCYIIECTBISUIN B IUAIEKTPUIECKOM TTOMI0K-
Ke ¢ pope3epoBaHHBIM T1a30M o crail. CBepXy yKiIaabBa-
JIM CBAapHBAECMBIN JIUCT, TOMKUMAIA MHIYKTOPOM C TOJKAaTe-
JieM gepes crepykersb [17; 18].

[puamumn pabotsl ycmwmtenss AD8495 mnst TepMoriapsl
K-Tuma 3axsmogancst B (popMHPOBaHNH Ha BBIXOJE CUTHAJIA TIO
HanpspkeHHio U IPOIOpIMOHATEHO TeMIIepaType ¢ paspelie-
nem 5 MB/°C. Uepe3 u3MepeHHOE HAIPSDKEHHE Ha BBIXOZIE
JlaT4yika ObUIa ompesesieHa TeMIIepaTypa 1o ypaBHEHHIO

_U-125

U3M

+273,13, ©)

l

rae Tusw — U3MEpEHHas TeMieparypa, K;
U — curnan tepmonapesl, B.

C nomompto cucrem peructpanmu BKC (puc. 2 u 3)
OBIIO MONYYEHO paclpezelIcHUe MapaMeTpoB Mporiecca Ha
stamax 3 u 4 (puc. 4).

Jnst oATBEpKACHNS PETUCTPAIM NMEHHO JIaBJICHUS CO-
yaapeHust P, TepMomapoid, a He TeMIepaTrypbl mpoliecca
Harpesa IUIACTHHbI OBUIH IOCTABJICHBI JOTIOHUTENBHBIE 3KC-
neprMeHThl. CoynapeHue OCYLIECTB/SUIM MarHUTHBIM MeXa-
HU3MOM OCajKu, 0e3 MONKIIIOYEHHUs AeTaield B paspsiIHbIN
KkoHTYp «Mmrtynsc — BM». TepMonapy pacrionarany 1oy ria-
cTUHOH. B pesynsrare Obun 3a(h)MKCHPOBaHB! M3MEHEHHS CHT-
HaJla OT TePMOIAaphbl, AHAJIOTUYHBIE N0 JUIUTEIBHOCTH MPOLIEC-
ca, HO pa3Hble [0 aMILTUTY/E 10 CPaBHEHUIO C OCHOBHOM Ce-
pHel SKCIEPUMEHTOB, TaK KaK HET 3aTpar YHEPruy Ha HarpeB
30HBI COEMHEHHUS NEKTPUYECKOM AyToM.

PE3YJIBTATBI NCCJIEJOBAHUA

OcimmtorpaMMel  pacrpesiefieHuss TOKa paspsza, Harps-
KEHHS B Pa3psIHON IeMM M TeMIepaTyphl mpoliecca Mpu ro-
PEeHUM 3JIEeKTpHYecKoil Ayru mpuBeneHbl Ha puc. 4. dopma
TOKa [, XapaKTepU3yeTcsl CHHYyCOUIAJIbHBIM 3aTyXaroliM pa3-
PSIOM C aMIUIUTYZON B MEpBOH MoIyBosHE 32 KA Tpu Bpeme-
Hu 100 mxc. Iepuon paspsna Toka 7=180-200 Mxc, 4TO COOT-
BETCTBYET MHIYKTUBHOCTHU paspsaHoi uenu 1800 u 2100 uI'H
coorBeTcTBeHHO. Hampsbkenune U XapakTepusyeTcsl aMILTH-
TynHbM 3HadeHreM 2400 B, 9TO cOOTBETCTBYET HANPSKEHUIO
3apsima Oarapeil KoHmeHcatopoB. B mmamazone 0-20 mkc
HaOMIOaeTcs caj HaNpshKeHHs B BUJIE CTyNEeHbKH. [lamee
(opMa HanpsLKEHHUST UMEET BUJl CHHYCOMAAJIBHOTO 3aTyXaro-
mero paspsga. Ilpy amMIuIUTYZHOM 3HA4eHHM HANpsDKEHUS
2400 B u Bpemenu 0-5 MKC TOK paspsiia paBeH HYIIO.
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T

i =

A 7 8

AD8495] | Ak

ADB8495

Puc. 3. Cxema cucmembvl 015 usMepeHUs MeMnepamypsl U 0a6ieHUs NPU cOyOapeHul:
1, 2 — ceapusaemvie cmepoicenv u aucm; 3, 4 — mepmonapul muna K (xpomens — anomens)
02151 UBMEDEHUsL MeMNepamypbl U 0AeieHus; 5 — OUINEKMPUYecKas nOOIOHCKA;
6 — uHOyKmop ¢ moaxkamenem, 7 — anano2oswviil ycuarumenv ADE495; 8 — ocyunnozpagdp
Fig. 3. Schematic illustration of the temperature and pressure measurement system during impact:
1, 2 —rod and sheet to be welded; 3, 4 — type K thermocouples (chromel — alumel)
for temperature and pressure measurement; 5 — dielectric substrate;
6 — inductor with pusher; 7 — AD8495 analogue amplifier; 8 — oscilloscope

TK. s U,
kKAl kB B |
32731 30+ 3,01 \
22731 20} 2,0¢
12731 101 1,01
0

200mKe
—_

Puc. 4. Ocyunnoepammsl pacnpedenenus napamempog npoyecca BKC:
1 — mok paspsoa (Ip); 2 — nanpsoicenue 6 paspaouoi yenu (U),;
3 — memnepamypa npoyecca npu eopetuu oyeu (T)
Fig. 4. Oscillograms of distribution of HCW process parameters:
1 — discharge current (I,); 2 — voltage in discharge circuit (U);
3 — process temperature during arc combustion (T)

[Ipu nepexone HanpsDKEHUA Yepe3 HOJb TOK paspsiga I0CTUTaeT
CBOETO aMIUTHTYIHOTO 3Ha4eHus. [Ipu mepexone Toka paspsia
Yyepe3 HOJb HANPsHKEHHWE HAXOIUTCS B aMIUTUTYIHOM 3HAYCHHU
1400 B npu Bpemenu mporiecca 200 mxc. Temneparypa mpo-
necca 7 HaunHasi ¢ MOMeHTa BpeMeHH 2() MKC MMeeT CKaduoK JI0
CBOEro aMIuMTyHoro 3Hauenust 2873 K, ocraercs nocTosHHOM
B TeueHre 60—70 mrc. Haunnas ¢ 110 Mkc HaOmonaeTcst pe3Kuii
craz, nocie 200 MKC — IJIaBHOE CHIDKEHUE TEMIIEparyphbl Mpo-
recca 10 Hys B Touke 1500 Mic. 3HaueHHs 3aperucTpHpOBaH-
HBIX TTapaMeTpoB nponecca BKC npusenens B Tabmme 2.

ITpu BKC Ha o6patHOii moaspHOCTH (pUC. 5 a) MarHUTHOE
JTABJICHHE XapaKTePHU3yeTCs allepHOANIECKIM KOJIeOaTeIbHbIM
3aTyXaloMUM CHHYCOUIAIBHBIM Pa3psioM B MOJIOKUTEIEHOM

TOJTyBOJIHE. AMIUIUTY/IA IEPBOH BOJIHBI MATHUTHOTO JAABICHHUS
378 MIla nmeer mmrensHocTh 200 MKC.

Temneparypa nponecca npu gmureabHoctd 020 MKC co-
otBeTcTBYeT Temneparype 7=298,15 K, ¢ 20-490 mxc Bo3pac-
Taet 10 1=436,15 K, nanee pe3kuil ckadyok 10 aMILTUTYTHOTO
3HaueHus: 7=673,15 K mnmurensHocThi0 40 MKC M criaa Jo
7=298,15 K. [/laBneHue mapoB MeTajuia TPEICTaBIICT cOOOM
aTepUOIUUECKUI 3aTyXaromMi BUJ JUIMTENBHOCTEI0 120 MKe
C aMIUIMTYIHBIM 3HayeHueM 22 MIla. JlaBneHue coynapeHus
B aMILUTUTYTHOM 3HaueHnH coctaBisieT P.=158 Mlla u coort-
BETCTBYET Gorp~158 MIla mmrensHocThio 110 MKc.

ITpu BKC Ha npsmoit nomsipaocty (puc. 5 b) MarauTHOE
JIABIEHHE TI0 AMIUIMTYIHBIM M BPEMEHHBIM IapaMeTpam
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Taonuya 2. Pecucmpupyemvie napamempbvi pexcumos BKC
Table 2. Recorded parameters of HCW modes

Hanps:xenue 3apsina 6arapeit T L. kA Tewneparypa 7, K
Kongencaropos U, B OK paspiia fp, K Houst
pHOCTH 00paTHas IMonsipHocTh MpsiMast
1800 28,0 2973373 3073373
2100 35,0 2873+373 2823+373
2400 38,6 2873373 30234373
PM’PnM,
T, K Pc’q, MMMa Ip’
3
3801 KA .
673,151 65E 35
436,15/ gy 20
298,157 51 10 ]
0 0 0> 700 t, MKc
55t |
A10f 4 T |
a
PM’PI'IM, /
P_.,MMa p’
T,K ca A
380t
573,151 1651 30 A2 5 N
110+ 201/ N\ ‘\\‘“‘-1' AR AN
420,151 LB A
298,15% 851 10—~ N T T
, i )'./\
0 0 0 100 300 500 700 t, MKC
™M 0T
b

Puc. 5. Ocyunnocpammel napamempos npoyecca BKC npu pasnoii norsaprocmu moxa:
a — oopamuas,; b — npsamas.
1 — mox paspsoa (I,); 2 — memnepamypa npoyecca (T);
3 — macnummnoe dasnenue (Py); 4 — dasnenue napoe memanna (Pu);
5 — daenenue coyoapenus (Peo); t:0 — 6pems copenus oyau
Fig. 5. Oscillograms of HCW process parameters at different current polarities:
a — reverse,; b —direct.

1 — discharge current (I); 2 — process temperature (T);

3 — magnetic pressure (Py); 4 — metal vapor pressure (Puy);

5 — impact pressure (Pco); t-0 — arc burning duration
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ananorngyHo BKC Ha oOparnoit nmomsipHOoCcTH (Ha puc. 5 b
HE MOKa3aHo). TemmepaTypa Ipolecca XapaKTepu3yercs
CKauyKoOOpa3HbIM YBEJIWYCHUEM JJIUTEIBHOCTEH B JIuara-
30He 20—44 mxkc; 135-150 MKkc U ¢ 525 MKC COOTBETCTBY-
10T Temneparype 7=420,15 Mkc. AMIUIUTyIHOE 3HauEHUE
JaBneHus coynapeHus paBHo 158 MIla B Touke 230 Mxc,
nanee ¢ 230410 mxc — cmag go 120 MIla. B Ttouke
420 MKC IaBI€HHE PaBHO HYIIO.

B pesynbrare pac4eToB HOCIIE TTOICTAHOBKH YNCIICHHBIX
3HaueHW B Gopmyisl (3), (4), (5) modyunmu ciemyromnme
3Hauenus nasienuit npu BKC: P,=378 Mlla, Py,=22 MlI]a,
P.,=158 MIla. CormacHo pacderam mo ¢opmynam (6), (7),
(8) Bpems #.,=24 mxc npu ckopoctH Ve,=15,5 m/c.

OBCYKIEHUE PE3YJIBTATOB

Ananu3 ociiorpamMMsl nporecca BKC puc. 3 moka-
3an cnexyroniee. Crajn HanpspkeHus (puc. 3, mo3. 2) ¢ Mo-
MeHTa £>0 CBUAETEIbCTBYET O CHUMIKEHHH COIPOTHBIEHUS
B 30HE KOHTaKTa cBapuBaeMbIX Jetaield. Tok paspsaa I, mo
3akoHy OMa BO3pacTaeT, yBEIWYMBAETCS M TEMIIEparypa
nporiecca T (puc. 3, 1o3. 3), TOPUT AIIEKTpHUYECKAs OyTa,
peanusyercs MpoIece ICKTPOIPO3ZNOHHON OUHUCTKH CBAPH-
BaeMbIX noBepxHocTel. [Ipu nepexone Toka paspsaa yepes
«0» KkpyTuM3Ha cmajga TeMmmeparypsl [ CHIDKaeTcs Ha
(0,5+0,75)T (3mecwr T — mepuon mporecca), 9T0 CBUICTEIb-
CTBYCT O 3aMbIKaHWU JYT'OBOT'O IMPOMEXKYTKA U HAYaJIC MIPO-
1ecca CoyAapeHust CO CKOPOCTBIO Ve, IUTMTEIBHOCTBIO foy.

Amnanornunbie (OpMBI UMITYJILCOB TOKa pa3psiia, TemIie-
parypbl mporecca pa3HON aMIUIUTY/Ibl U JIUTEIBHOCTH TIPO-
recca ObUIM TOMYYEHBI IPYTMME HcciemnoBarensamu [12; 21].
OCHOBHOE OTIIMYME COCTOUT B aMIUTHTYIHBIX 3HAYCHHsT (POPMBI
MMITYJIbCOB, TaK KaK B MCCIIEIOBAHMSIX 3THX YUCHBIX OCYIIIECTB-
JSTIOT CBapKy aJIFOMHMHMSI CO CTajbl0 Ha SHEprusix, B 1,5 pasa
oompmx (5,1-6,3 x/Ix). Tok paspsma 326338 KA Ha mops-
nok Berire nporiecca BKC, Tak kxak gt MUC npumensiercst
BBICOKOYACTOTHAsI ycTaHoBKa. J[imrensrOCTh Tporiecca MUC
cocraBmsier 190 mMxc, uto B 1,7 paza Gombire, yem npu BKC.
310 00YCIOBIEHO OOJIBIIMM HUCXOIHBIM 3330pOM MEX[y CBa-
puBaembiMH jgeTansamu (2 My ipu MUC u 1,5 mm pu BKC).
B pabote [11] ocyuiecTBieHa perucTpaiis TOKa pa3psia
W HalpsDKeHUs, KOTOpbIE OTIIMYAIOTCS TOJBKO MO aMIUTHTYIE
Y JUTUTEIFHOCTH, TaK KaK UCIIOJIB30BaIN HAKOIIUTEN SHEPTHU
emrocThio 148 Mk® (mpu BKC — 1800 Mx®).

Jasnenue coynapenus P, (puc. 5 a, b, mo3. 5) onuHakoBoe
10 aMIUTUTY/IE HE3aBUCHUMO OT TOJIPHOCTH TOKA, TaK Kak 3a-
BHCHT OT CBOWCTB CBapHBAacMbIX MAaTE€PUAlOB U PEKUMOB
cBapku, opmymna (5). [To mmurens-HOCTH BO3ACHCTBHS BpeMst
COyZlapeHHs Ha PSIMO OMSIPHOCTH fexnp B 2,2 pa3a MpeBbIIIa-
€T BpeMsl COyJapeHus Ha OOpaTHOM MONSAPHOCTH fexop. ITO
CBSI3aHO C TeM, YTO CIuiaB ASM sIBISIeTCS aHOJOM (TeMIiepa-
Typa HarpeBa BbIllie) ¥ Ooliee MUIACTHYEH MO CPaBHEHHIO CO
crmaBoM M1 (HV =30 MIla, HV =95 MIlIa), mostomy cuiib-
Hee MPOHMCXOIAT IPOLIECCHI €ro JAe(OpMaIvH.

[Tpn BKC nHa 06paTHOil TOJISIPHOCTH TeMIieparypa mpo-
necca 7 (puc. 5 a, mo3. 2) BbIlIe, 4eM Ha MpIMoi. ITo 00b-
SICHSIETCSI Pa3HBIM TEIUIOBJIOKEHUEM M Pa3HBIMHU TETUIO(QH-
3UYECKUMH CBOHCTBAMH CBapHUBACMBIX CILUTABOB (TEILIOIPO-
BOTHOCTB Aai=209,3 BT/MXK, Acy;=389,6 Br/M*xK). Tak, npu
o0paTHOH TONAPHOCTH («+» HA CTEPKHE) BBLACIACTCS
OoJbIIIe TETUTOTHI Ha CTEP)KHE U3 cIlaBa M 1.

Hayunas HOBM3Ha pPabOTHI COCTOHMT B YCTAaHOBJICHUHU
B3aMMOCBSI3U MapaMETPOB MpoIlecca HAarpeBa, COMIDKEHHUS,

IUTACTHYECKON AeopMaIii U TBEpAO(a3HOTO B3aMMOICH-
cTBHUA Ha Bcex craausax mporecca BKC.

OCHOBHBIE PE3VYJIBTATBI

Pa3paboTana cucTeMa COIIACYIOIIUX YCTPOWCTB HM-
MyNbCHOTO IpolLiecca A PerucTpaliy TeMmIeparypsl Me-
TOJOM JIByXI[BETHOM MUPOMETPUM MpPU TOPEHUH IYyIH
B MHUKPOCEKYHTHOM JIMaNa3oHe JUINTeIbHOCTEN.

IpemnoxeHa MeToavKa pacyeTa JaBIeHUN Ha CTaIUH T1Ia-
cTUUecKoi aedopManiy M TBepAO(A3HOTO B3aMMOIEHCTBUS
CBapMBAEMbIX JIeTallel, YYMTHIBAIOIAs TeIUIO(u3HIecKrne
CBOMCTBA CBAPMBAEMBIX MAaTEPaJlOB, CKOPOCTb 3ByKa W IIEpe-
MEILEHNS CBapUBAEMOM A€TalIN ONPENEICHHON MACChI.

Pa3paborana cucremMa perucTpaiiiii TeMIeparypsl Io-
CJIC TAaICHHUA AYTU U JABJICHUA IMPU COYAApC€HUHN U ILIaCTU-
4Yeckol JieopMaluy CBapHUBAEMbIX TIOBEPXHOCTEH.

IomyueHHbIe pe3ynbTraThl MO3BOJLIIOT OLEHUBATH BO3MOXK-
HOCTh CBAPKM METAJUIOB C YYETOM MX TEIUIOPH3UUECKHX
CBOICTB, CBapMBaEcMbIX TONIIWH, a TAKKE PACIIUPSAIOT BO3-
MOKHOCTH M3Y4€HHS! BBICOKOCKOPOCTHBIX MPOLIECCOB MIACTHU-
YecKol AeopManiy 1 TBEpA0(a3HOro B3aUMOIEHCTBHSI.
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Abstract: The application of hybrid technologies allows improving welding productivity by reducing welding ma-
terial consumption, edge preparation time, heat input, and, consequently, the probability of crack formation. Welding
of dissimilar metal combinations (copper — aluminum) is best performed using pulsed processes at temperatures be-
low the melting point. A high-voltage capacitor welding process has been developed at Don State Technical Universi-
ty. This process combines several stages: electroerosive cleaning during the burning of an electric arc between
the weld surfaces, the convergence of the parts, and the splashing of molten metal from the weld zone followed by
plastic deformation of the juvenile surfaces. Thermal force impact on the welded parts is implemented by connecting
sequentially the upset mechanism together with the welded parts into the discharge circuit of a pulse current gener a-
tor, with the total duration not exceeding 200 ps. The discharge circuit parameters (inductive and active resistance,
capacitance) were selected to enable welding by means of a damped sinusoidal discharge and to ensure the necessary
process energy parameters (capacitor bank capacitance and voltage) and the strength characteristics of the welded
joint. A temperature measurement technique based on recording spectral radiation during arcing was developed,
which allows evaluating the thermal component of the welding process. Following pressures were calculated: mag-
netic pressure, pressure generated by the upset mechanism, pressure of molten metal vapor, and impact pressure.
Methods for recording the temperature and pressure in the welded parts during impact and plastic deformation were
developed. The obtained results allow evaluating the feasibility of joining parts of different thicknesses and hetero-
geneous combinations of non-ferrous metals during the development of the welding process.

Keywords: capacitor discharge welding; recording system; process diagram; temperature; pressure; discharge current;
voltage; inductor
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