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HUCCIEJOBAHMUE ITOTEPH JJIEKTPOJTHOI'O METAJIJIA
OT CBAPOYHO-TEXHOJIOTHMYECKHUX §BOﬁCTB
SJIEKTPOJ0B ITPU PYYHOU AYT'OBOU CBAPKE

J.C. I'YMAHCKAHAL, E.C. TOJIYBHOBA, 1-p TexH. HayK
Benopycckuil HaMOHAJIBHBIN TEXHUUECKU YHUBEPCUTET

Ilposeden cmamucmuyeckuli aHaiu3 CKOpOCMuU NaAGNeHUs IAeKMPOO08 C
OCHOBHLIM NOKpbIMuUeM ¢ pasdpvizeusanuem u 6e3 pazopwizeusanus om HIOMm-
HOCMU MOKa npu pyyHoU 0Y2080ll c8ApKe, d MAKwice GAUiHUe MAPKU INeKmpood
U CUIbL MOKA HA KOIPDUYUuenmol pacniagnenus u HaniaeKu.

Kniouesvie cnosa: pyunas dyeosas ceapxa, Habpuvlzeusanue 21eKmpooH020
Memania, nomepu 1eKmpooH020 Memaiid, CKOpoCmb NIAGIeHUs. JIeKMPOOos,
HIOMHOCHb MOKA, CIMAMUCTUYECKdst 00pabomKa pe3yibmamog 3KCHepUMenmd.

STUDY OF ELECTRODE METAL LOSSES FROM WELDING
AND TECHNOLOGICAL PROPERTIES OF ELECTRODES
UNDER ARC WELDING

L.S. SHUMANSKAYA, E.S. GOLOUBTSOVA, Dr. of Engineering Sciences
Belarusian National Technical University

It is carried out the statistical analysis of the melting rate of electrodes with
the main coating with and without splashing from the current density during
manual arc welding, as well as the influence of the electrode brand and the cur-
rent strength on the melting and surfacing coefficients.

Keywords: arc welding, pattering of electrode metal, loss of electrode metal,
electrode melting rate, current density, statistical processing of experimental
results.

[Ipu py4HO#l IyroBoil cBapke MPOMCXOAUT HAOPBI3rMBaHUE (MHOTAA
JaKe BECbMa CYLIECTBEHHOE) IEKTPOJHOI0 MeTalla Ha IOBEPXHOCThb
cBapuBaeMbIX aetaiei. [Ipy ruraBIeHUM SIEKTPOIOB BHIMAAAIOT KPYII-
Hble ()paKIMU NBUIEBUAHOTO NUIAKA, KOTOPHIE OCAXIAIOTCS PSAOM CO
IBOM («CBapOYHAs TBLIBY). DTO MPUBOIUT K YXYAUIEHHIO SCTETHYHOTO
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BUJA TOTOBBIX M3IEIUH M, YTO, OCOOCHHO HEKEJATEeIbHO, ISl TOBEPX-
HOCTEH TPEeHUs WM KOTOphIe OyIyT MOABEP KEHBI OKPAILIUBAHUIO.
[lotepu anexTpoAHOTO MeTasia BO3HUKAIOT IPU CBapKe B HIDKHEM
TTOJIOXKEHUH MOBHITICHHBIMI Tokamu (190, 180 u 90 A), a pa30pbI3ruBa-
HUE MOJIHOCTHIO MoAasnsercs npu Toke 130, 65 A Kak B BEpXHEM, TaK U
B HIDKHEM TIOJIOKEHHH CBaPOYHON BaHHBI. JDKCIIEPUMEHTAIBHO YCTAHOB-
JIEHO, YTO C YBEIIMYCHHEM CBAPOYHOTO TOKA YBEITMUHNBAETCS Macca «CBa-
POYHON IBUINY», a TAKKE KOIPPHUIUEHT MOTEPh MOKPHITUS |, (OTHOILE-

HUE Macchl MBIICBHIHON (DpaKIMU K PacIlIaBICHHOW Macce MOKPBITHS).
HaGmrogaeTcs Taxke 3aBUCUMOCTb MEXAY \, U CyMMapHbIM II€pexo-

JloM MeTaiia cTepxHs B wos (n,) [1]. Cpenxne 3HaYeHHs ONBITHBIX

JAHHBIX MTPUBEICHBI B TaOMIe 1.

Tabmmua 1 — 3aBUCHMOCTB W, ¥ T, OT CBAPOYHOIO TOKA

CBapouHbIi TOK, A 150 160 170 180 190
Ny» % 96,6 96,0 95,4 90,0 89,4
W, % 1,7 1,9 2,2 5,4 7,6

3aBucumoctb M, OT | (A) MOXeT ObITh BbIpaXKCHA JIMHCHHBIM ypaB-

HCHHUCM:

Yy =m,,%=1311-0,221x, (1)

I/Ie X — BeJTMYHMHA CBApPOYHOTO TOKa |, A.
3T0 ypaBHEHHE ITOJIyUY€HO U3 YpaBHEHHMS NMPSAMOMA, MIPEICTaBICHHON B
Bue [2]:

y-y=a(x=Xx), 2)

napaMmeTp a KOTOpoil onpeesnsercs mo hopmyJie:

XY —X-y
a=J XS 3
x> —(X) )
Fﬂei_lix 7_1§y X lixz Xy I%Xy
=—2 Xks Y=—2 Yk XT=— 2 Xi Xy =—D XYk
N S NS [\t N 5
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3meck X — cpeiHee 3HAYCHHE CHIIBI TOKA; Y — CPEJHEC 3HAYCHHC 1),
wi \y,, N — umcno onsitoB (y Hac N = 5); Xy — cpenHee 3HaueHHe
HpOM3BEICHUH X, Yy ; K — HOMep ombITa.

YpasHenue (1) afeKkBaTHO ONKMCHIBAET 3aBUCHMOCTb 1), OT CHJIBI TO-

Ka (x), T.K. kpurepuii @umepa F, S o/ N—m, rae S — JTUCIIEPCHS

aJICKBATHOCTH, TPECTaBISAEMBIA pa3HUIICH (baKTquCKHX U JKCIEepH-
MEHTAJBHBIX 3HaUeHUU OoTKiuKa (Y), okazaics paBHeIM 1,201/22 = < 1,
T.€. aJICKBaTHBIM TP BCEX YPOBHSIX JOBEPHS X.

3aBUCUMOCTb Y, =\, % OT CHUJbl TOKAa aJ€KBAaTHO OIUCHIBAETCA

ypaBHeHHeM T1apaboitsl y = ax” + bX + C B Buje

v, =0,493u% + 1,53u + 2,774, 4),

rae u= [X;hxj , h — mar nepemennbIii (B Hamem ciydae h =10 A).

Koaddumment ypaBaenus (2) onpenensieTcs Mo CiexyromuM GopMy-
nam [2]:

a=_ 3Zy(k M)? - Nz_l%y ; (5)
= PRt
LS yek-M), Uia; ©)
c ——ay;
b= H, o “ 1=y N

N(NZ —1)(N? —4)
180 '

H, =N(N%-1)/12; H, = (7)

VpaBHeHue (4) Taxke afeKBaTHO OIMCBHIBAET 3aBUCUMOCTh Y, =\,
oT cusl Toka (Fy =2,7 < F, = 6,94 mpu . = 0,05, f, =2 u f, = 4).

XapakTep IMepeHoca >JeKTPOAHOTO MeTajlla M OIPENeNsIone ero
¢axTopsl uccienoanu B padore [3]. CornacHo naHHbIM [3] HanbosbIIee
3HaYeHHE B 3TOM MPOIECCE MMEET IAaBIIEHHE Ta30B, PACIIHUPAIONIUXCS
MIpH HArpeBe W TUIABJICHWH DJIEKTPOJOB BHYTPH Kallelb, a 3aT€M CHJIBI
[MOBEPXHOCTHOI'O HATSHKEHMS, BTATMBAIOLINE KaIUIIO B CBapOYHYIO
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BaHHY, KOT/Ia Kaiuid NpUOOpeTaeT ONpeNeeHHYI0 TeMIeparypy |
MOJIBUYKHOCTb.

KocBeHHO 3TO MOATBEPXKHAIOT Pe3yJbTaThl CIACAYIOLIETO SKCIEPH-
MEHTa IPU UCCIEIOBAHUM 3aBUCUMOCTH CKOPOCTH IIJIABJICHHS IIEKTPO-
10B (Vyy;, CM/C) C OCHOBHBIM IOKPHITUEM OT IUIOTHOCTH TOKA MPH ILIaB-
JIEHUHW DJIEKTPOIOB 0e3 pa30opel3ruBanms (x; = —1) ¥ ¢ pa30pBI3THBAHIEM
(x; = +1). Bropeim ¢dakTOopoM OBIIH IUIOTHOCTH CBapOYHOTO TOKa
(x2 =—1, 10 A/MmM®; x; = +1, 20 A/mMm®). B kauecTBe HapameTpa ONTUMH-
3anui (y3) OblIa BEIOpaHa CKOPOCTH TIABICHUS Vi, CM/C.

Jns ompeneneHus: oMOKK ONBITOB W JUCIIEPCHUU NIapaMeTpa OITH-
MU3AIMH B KaXA0M CTpOKE MaTpHLbl U TPOBOAMIM TPU MapalieNbHBIX
omeita (N, = 3).

Jus mpoBefeHHS OSKCIEpUMEHTa OBLT BBIOpAaH MOTHO(MAKTOPHBIHA
mman N = 2%, rae N — 4mCiI0 OmBITOB (CTPOK) B MaTpHIE IUIAHA, a CTe-
neHb 2 — yucno QakropoB. Bo nzbexaHne BIUSHHUS CHCTEMaTHUECKUX
OLIMOOK OMBITHI MPOBOAWIM B CIy4allHOM mopsake. Marpuia miaHa u
pe3yIbTaThl SKCIIEPUMEHTA (CpelHIe 3HaYeHNE ) PUBEISHBI B TabmuIIe 2,
IZie X ¥ X, — KOIUPOBaHHBIC YPOBHH (DaKTOPOB.

Ta6uma 2 — Marpuna rmiana N = 2° 1 pe3ybTaThl SKCIePUMEHTA

Ne x| X2 X1Xp s Ya Vs Y6
1 - - + 0,31 9,2 9,5 0,40
2 + - — 0,37 9,2 9,5 0,40
3 - + — 0,48 8,2 8,1 0,45
4 + + + 0,50 2.3 8,1 0,44
) 0,08 | 0,30 | -0,04 1,66

Craructuueckyio 00padoTKy pe3yIbTaTOB HKCIEPUMEHTA ITPOBOIMIN
mo meroauke [4]. KoaddunmeHTsl ypaBHEHHS pErpeccHH OMpeAeIIsiin
o popmyie:

N
DX
_ k=l

—_ ©)

b;
N

rnei—0,1,2...; k—HOoMep dakTopa.
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3HAYMMOCTh K03(1)(1)I/II_II/ICHTOB YpaBHCHUSA ONpCACTIAIN C ITOMOIIBIO
AOBCPUTCIIBHOI'O MHTCPBAJIa:

Abi Zit(x,f Sbi 5 (10)

riae t — rabmuunblil kKputepuii CThIOJCHTA, 0L — YPOBEHB JoBepus (0ObIU-
uo o = 0,05), f — uncio creneneii ceobob!, paaoe N(N — 1); Sy, — cpen-

HsIsI KBaJIpaTHUeCKas omuOKa B ompenaeiacHun kKoddduimenta b;. Eciu
Ab; < by (mo abcomotHol BeauumuHE), TO KO3(PPHUIUEHT 3HAYMM, T.€.
b, # 0. Ecau xe Ab; > b;, To bj = 0.

3HaueHue Sy BBIYUCIISIN 110 (opMYyIIE:
bi

SZ
_ 2 _ y
Sk, =+/Sh, VN (11)

rae S}% — JUCIepCHs IapaMeTpa ONTUMHU3ALUU, OIpeneisgeMas IIo
tdhopmye:
N n = \2
SZ _zu=121(yu _yu) (12)
y - .
N(n—1)

3mech Y, — CpeiHee 3HAaYCHHE MapaMeTpa ONTHMH3ALKK B U-if CTpOKe.
2 1o
B Hamem ciyqae S, =4,3107.

[Tocne yka3aHHBIX PacyeTOB IOJYYWIIM YpPaBHCHHE, YCTaHABJIUBAIO-
Iee CBSI3b MEKAY CKOPOCThIO TIaBICHUS (Viy,), TUIIOM TUIABJICHUS JJICK-
Tpoza (X;) ¥ IIOTHOCTEIO TOKA (X;) B BUE IMOIMHOMA

3= Vo = 0,415 + 0,02x, + 0,075x. (13)

[IpoBepka afgeKBaTHOCTH 3TOrO YpaBHEHHS 10 Kputepuio F noareep-
JIMJIa ATy THIIOTE3Y, TOCKOJIBKY AMCIIEPCHUS aJIeKBATHOCTH S 3)1 =1,2-10"
nF=279<F,=53mpua=0,05f=1uf,=8.

Anannz ypaBHenus (13) mokasbpiBaeT, 4To HaUOOJbIIEE BIMSHUE HA

CKOpPOCTH TUIABJIEHUS OKAa3bIBAeT IUIOTHOCTh TOKa (X;): YeM OHA BBIIIE,
TeM GOJbIIE CKOPOCTh IUIaBieHus. IIpu miotHocTH Toka 10—15 A/mm®

150



(125-170 A nmast >nexTpooB AuamMeTpoM 4 MM) IUIaBJICHUE BIIEKTPOAA
MPOUCXOIUT 0e3 pa3OpBI3rMBaHusl IEKTPOJHOTO METalla, YTO CIIOCO0-
CTBYET IPHUPALICHHUIO MAacChl IIBa 3a CYET METAJUIMYECKUX T0OABOK IIO-
KpbiTUs. IIpy 3TOM B Karule IOCTENEHHO IMOBBIIIAETCS NABICHUE I'a30B
0 HEKOTOpPOro KPUTHUYECKOTO 3HAYEHMs, a CHJIbl IOBEPXHOCTHOTO
HATSDKCHMS BTATMBAIOT KaIUII0 B CBAPOYHYIO BaHHY. B3aumoneiicTBue
JaBJICHUS I'a30B U CHJI IOBEPXHOCTHOTO HATSDKEHMS OOECIEUMBAIOT Iie-
pexoA MeTasa B CBApOYHYIO BaHHY.

Ipu rmiotHOCTH ToKa 15 A/MM® (170 A) 1 Gonee 3aBHCHMOCT MEKILY
CKOPOCTBIO IIJIABJICHUS JIEKTPOAA U IaBJICHUEM ra3a B Kaljle HapylaeT-
Csl: 4acTO JaBJICHUE Ta30B pa3pyllaeT METATHYECKYIO 000JI0UKY KaIlH,
M3MEHEHHUE TOJ0XKEHHsSI KallsIi He COTJIaCyeTcs ¢ CHJIaMH ITOBEPXHOCTHO-
IO HATSDKEHUS M IIPOUCXOIUT BBIOPOC YacTu MeTajuia 0e3 yJacTusl MexX-
(ha3HBIX B3aNMOIEHCTBHIA.

JIOTIOJTHUTENBHO OLIEHUBAIOCH BIMSHHUE Mapku aektpona (TM-21Y
n YOHM-13/45) u cunbl Toka Ha KO3()(QHUIMEHTH PACIIABICHUS O, U
HaIUIaBKHU Oy, @ TAKXKE CKOPOCTH IUIABJICHHUS JJIEKTPOIOB (COOTBETCTBEH-
HO VY4, Y5 U Y¢) B HIDKHEM TIOJI0KEHUU CBAPOYHOM BaHHBI. JKCIIEPUMEHT
MIPOBOAMJICS TPH TUIABJICHUU JBEHAALATH 3JEKTPOAOB (MCTOUYHUK MUTa-
wus B/IY-306, nmocTosHHBIA TOK, oOpaTHas MOJSPHOCTH). Pe3ymbraTs
onpesieNieHHs] YKa3aHHBIX IapaMeTpoB, a TakXe IUIaH SKCIIepUMEHTa
MIPUBEJICHBI B TaOyiHIle 2, B KOTOPOH — Y4, Ys U Y — CpETHUEC 3HAUYCHUS
TpeX MapaJuIeJIbHBIX ONBITOB B KaX10il cTpoke. OOpaboTKy pe3yibTaToB
JKCIIEPUMEHTa MPOBOAWIN cornacHo Mmetonuke [4]. Ilomydensr cienmy-
OLIME a/IeKBAaTHbIE YPaBHEHUSI:

Ya=0p= 8,73 — 0,48X3; (14)
Vs = o = 8,8 —0,70x3; (15)
V6 = Vi = 0,42 + 0,023x;. (16)

W3 sTux ypaBHEHMI BHIHO, YTO MapKa BJIEKTPOJa B TAHHOM CiIy4ae
HE OKa3bIBAET CYIIECTBEHHOI'O BIMAHMA Ha O, Oy U Vy,,. Pemmaromee Biu-
SIHUE Ha 3TU IOKa3aTelu OKa3blBaeT cuiia Toka (x3). KoaddurmueHTs
pactasieHus (),) ¥ HaTtuIaBKu (¥s) ¢ POCTOM CHIIBI TOKa YMEHBIIAIOTCS,
a CKOpOCTb TUIABICHHUS ()s) — YBEITUIHBACTCSI.
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PCSYJ'IBTaTBI OTUX 3KCIICPUMCHTOB MOATBCPKAAIOT, YTO MOTCPU IJICK-
TPOAHOI'0 METajlJia BO3HUKAIOT NPHU CBAPKC B HUXXHEM IIOJIOKCHHU I10-
BBINICHHBIMHA TOKaMH.
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