Proceedings of the National Academy of Sciences of Belarus. Physical-technical series, 2017, no. 1, pp. 59-69 59

ISSN 0002-3566 (print)
YK 621.791:658 Iocrynuna B penakiuro 25.09.2016
Received 25.09.2016

I1. B. 3ankoBely

bBenopyccruii nayuonanvrvii mexnuveckutl ynugepcumem, Mumnck, berapyce

3AKOHOMEPHOCTHU BJIUSAHUSA TEXHOJOI'MYECKOI'O ITPOLLECCA
HHOATI'OTOBKH U CBOPKH IO CBAPKY
HA ®OPMUPOBAHUE BE3JE®PEKTHBIX CBAPHBIX COEIUHEHUI

C HCIoNbp30BaHUEM MAaTEMAaTHYECKOro MOJCIMPOBAHUS M MHPOPMAIMOHHBIX TEXHOJIOTHH BBIOIHEHBI UCCICIOBAHUS
U yCTaHOBJICHBI 3aKOHOMEPHOCTH BIIHMSHHS IOATOTOBKH M COOPKH MOJ cBapKy Ha (opMHupoBaHHe 0e31e()eKTHBIX CBapHBIX
COEIMHEHHH IIPH U3rOTOBJICHUH TEXHOJIOTHYECKUX TPYyOOIPOBOAOB pa3IMYHBEIX THIOPAa3MEPOB.

OcHOBHBIE (haKTOPHBIE TAPaMETPBI HOATOTOBKH U COOPKH 07 CBAPKY, HECOOIIOICHHE KOTOPBIX MPUBOJIHUT K 00pa3oBa-
HUIO crenn(pHISCKUX Ae(EeKTOB CBAPHBIX COSJUHEHU, — HapylIeHHe TpeOOBaHMH MOATOTOBKH KPOMOK (yroJ IpUTYIIIe-
HUSI, paJinyCc CKPYTJICHNUsT), HECOOTBETCTBUE HOPMATHBHBIM Pa3MepoB 3a30pa MEXAy CBAPHBAEMBIMHU JIEMEHTAaMU, HapyIle-
HHUE COOCHOCTH, HEKAQUeCTBEHHBIE 3aUNCTKa (HAJIMUUE P>KaBUNHBI, BMATHH, CKOJIOB, Macell) U puxBaTtka. [t moaTBepixae-
HUS TIOJTYYECHHBIX PE3yJIbTaTOB M YCTAHOBICHHS CTPYKTYp oOpasyromeicsi neeKTHOCTH IPH H3TOTOBJICHUM CBAapHBIX
COCIMHEHHH TIPU OTPHUIATSNILHBIX MTapaMeTpax MOJATOTOBKU M COOPKH IO CBapKy ObUIN NPOBEACHBI SKCIIEPUMEHTAIbHEIC
UCCIIEIOBaHMsI. DKCHEPUMEHTHI MPOBOAMIN TIPH M3TOTOBJICHHH CBAPHBIX COSIMHEHHH TEXHOJIOTHYECKUX TPYOOIPOBOIOB
pasIMYHBIX TUTIOPa3MEPOB py4HOH jyrosoii ceapkoii (P/IC), mexanusuposannoii B cpene CO,, B cmecu CO,+ Ar u aproHo-
nyrooii cBapkoii (PA/IC) B aTTeCTOBaHHEIX CBAPOYHBIX J1a00paTOPHIX 0Aa30BBIX MPEANPUATHI B COOTBETCTBHUHY C 3a1aHUS-
Mu ['ocynapcTBEHHBIX IPOrpaMM HayuHBIX HCCIEN0BaHUM. B pesynbprare ucciaeqoBaHUN MOATBEPKICHB! paHEee MOTYUYCHHbIE
JAaHHBIE CTATHCTHYECKOTrO aHajin3a Ae(EKTHOCTH M YCTAHOBJIEHO, YTO OTPHUIATENILHBIC MTapaMeTpbl (pakTopa MOATOTOBKH
1 cOOPKH TIOJT CBAPKY SIBIISIOTCS IPUYNHOM 00pa30BaHUS IPUCYIIEH TOIBKO ITOMY (BaKTOpy CTPYKTYpPBI Ie(eKTHOCTH.

Kniouesvle cnosa: pydHas nyropas cBapka, MEXaHU3MPOBAaHHAs CBapKa B 3alIUTHBIX ra3ax, MOATOTOBKA M cOOpKa IOJ
CBapKy, TEXHOJIOTMUECKHIE TPYOOIPOBOJIBI, CBAPHBIE COSTUHEHNs, 1e(DeKTHOCTD, IPUUNHBI Opaka, JOMUHHpYoNiHe GakTo-
PBl, YPOBEHb KaueCTBa.
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REGULARITIES OF WELD PREPARATION AND FIT-UP TECHNOLOGICAL
PROCESS INFLUENCE ON FAULTLESS OF WELDED CONNECTIONS FORMATION

Joint preparation (root face), overmatched size of the gap, bad fit-up, misalignment, not completed removal of rust, oil
and incorrect tack welds are main factorial parameters. Experiments were carried out to confirm theoretical results and to
establish schematics of defects, which were formed in production welds when dominated factors were negative.

Research as conducted during construction of technological pipelines of different size with shielded arc welding (SAW),
GMAW in CO, and Ar + CO, and GTAW. Welding was performed at certified production welding laboratories in accordance
with tasks of the State Programs in scientific research. Results confirmed data from previous study in statistical analyzing of
defects occurring. It is concluded that negative factors of joint preparation are the cause of forming of defects structure which
is unique, related to this only factor.

Keywords: manual arc welding, mechanized gas-shielded arc welding, weld preparation and fit-up, technological
pipelines, welded connections, defectiveness, defects reasons, dominating factors, quality level.

BBenenne. AHann3 COBPEMEHHOTO COCTOSTHUS CBapOYHOTO MPOU3BOIACTBA Kak B Pecmybnuke be-
Jlapych, TaK U BO BCEM MHUPE TMOKa3bIBACT, YTO MpodiieMa opMupoBanus 0e31e(GeKTHBIX CBAPHBIX COE-
JIUHCHUH B YCIOBUSAX MOHTa)Ka MOXKET OBITh PEeIlieHa TOIBKO C YUeTOM MHOXKECTBA B3aMMOCBSI3aHHBIX
(haKTOPOB, ONPEICIISAIONINX CI0KHBIC TEXHOJIOTHUYECKUE TIPOIECCHI 3ar0OTOBUTEIIBHBIX H COOPOYHO-CBaA-
POYHBIX paboT. DTO MOATOTOBKA U COOpKA MOJ CBapKy, KBaju(pUKaIMs UCIIOJIHUTEIICH, CBApUBacMbIe,
CBapOYHbBIC U BCIIOMOIaTeIbHBIC MaTepHalibl, CBAPOYHOE U BCIIOMOIaTeIbHOE 000PYI0BaHUE, CIIOCOOBI
U YCJIOBHUSI CBapKHU, CBAPOYHBIN MPOILIECC, OpraHu3anus padot, TepMooOpadboTKa, 1e(h)eKTOCKOIUUSCKHIA
KOHTpOJIb, kBanudukanus UTP, Bpems roga, puTMUIHOCTb pabOT u Jp. MccaenoBaHusi, BBIIOJIHEHHBIC
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TaKUMHU U3BECTHBIMU yueHbIiMH, Kak b. E. IlaTton, B. H. Bonuenko, B. . Maxuenko, 1. Kaopy,
B. W. Tpounxkuii, B. A. UepHOycoB MOATBEPKAAIOT, YTO AJIS YCHEIIHOTO PEIICHHS IOCTaBICHHOM 3a1a-
91 HEOOXOAMMO HCCIIEA0BATh B3aUMOCBSI3b U BIMSHHUE 3THX (DAKTOPOB Ha TEXHOJIOTMUECKUE MTPOLIECCHI
3aroTOBUTENBHBIX U COOPOYHO-CBAPOUHBIX pabOT U Ha ITOH OCHOBe oOecrieunBaTh Oe3nedexTHoe pop-
MHPOBaHUE CBAPHBIX coequHEeHMH [1-5].

MeTtoauka ucc/ieI0BaHUsI BJIMSIHUS MOATOTOBKH M cOOPKH Moja cBapkKy Ha ¢opMupoBaHHe
cBapHBIX coeanHeHuii. [lonroroBka u cOOpKa Moj CBapKy SBISETCS OAHUM M3 JOMUHHUPYIOMNX (pak-
TOPOB, KOTOPBI ONpeessieT BRIXOAHOW yPOBEHb KauecTBa CBAPHBIX COeAMHEHUH. bpak, nomymeHHbIi
o 3ToMy (hakTopy, MPUBOJUT K crienrPuIeckuM aedeKTaM. YCTaHOBJICHO, YTO 3TH Ae(DEKTHI ITeHepu-
PYIOTCS OCHOBHBIMU (PAKTOPHBIMH MPHUYMHAMHU — HTO HapylIeHHE TPeOOBaHWUU MOATOTOBKH KPOMOK
(yronm mpuTyIuieHus, paguyc CKpPYTJICHUS), HECOOTBETCTBHE HOPMATHBHBIM Pa3MEpOB 3a30pa MEKIY
CBapuBaeMbIMU JIEMEHTAMH, HapyLIEHUE COOCHOCTH, HEKAUECTBECHHBIE 3aUMCTKA (HAJIMYUE PHKABUNHBL,
BMATHH, CKOJIOB, Macel) ¥ MpUXBaTKa. bonplioe 3HaueHHe B TEXHOJOTMYECKOM Ipolecce cOOpOIHO-
CBapOYHBIX pabOT MMEET TAK)KE TUIOPAa3Mep CBAPHOI'O COCITMHEHMsI (IMaMeTp/IIMHa U TONIIMHA CBa-
pHBaeMoro Mertasa). YCTaHOBJICHHE 3aKOHOMEPHOCTEH U CcBs3el Ae(eKTHOCTH ¢ IpUYMHAMH ee o0pa-
30BaHUS MPEICTABIACTCS BAXHOM 3a7adeil, pelieHne KOTOpOH MO3BOJIUT MPUHUMATh MPEBCHTHBHBIC
MEpBI [0 UX YCTPAHEHMIO [0 Hadasia cOOpOYHO-CBApOUYHBIX pabOT, COBEPIICHCTBOBATH TEXHOJIOIHYE-
CKHE MPOLECCHI U OCYIIECTBIISTH YIIPAaBICHHE KAUeCTBOM CBapKH B PEXKUME PEajIbHOTO BPEMEHU.

CornacHo ¢opmynam edeKTHOCTH 0a30BOM COBOKYIHOCTH CTPYKTypa Ae(EKTHOCTH MO MPHYH-
HaM OIpeieNsieTcs clieaymum odpasom [2-5, 7, 11, 13]:

o X0 T YH Yo, SMp "
LRI YIS I TR MDY

rae JI1 — nomMuHupyomas npuaMHa B CTPYKType aedekTHocTH; [ — obuiee KomM4ecTBO Ne(EKTOB;
7 — KOJTMYECTBO TPOKOHTPOIMPOBAHHBIX y4acTKOB; |1 — mopsr u ux crorenus (CIIL); 11 — murakoBbie
BKJItoYeHUs; H — HenmpoBape! (B KOpHE 11Ba, O KPOMKE, MEKIY closmu), @ — nedektsl Gpopmbl miBa;
[Ip — mpoure nedexTsI.

Beinonnennsie uccnenoBaHus (GYHKIMOHAIBHON CBSI3M MPUYUH C KOJIMYECTBOM AE()EKTHOCTU He
BbIsSIBUIIM [6—9, 12, 14—15]. OqHaKo B pe3yJibTaTe SKCIEPUMEHTAIbHBIX UCCIEI0BAHUI ¢ UCIIOJIb30BaAHU-
eM MH(OpMAIMOHHBIX TEXHONOrui (puc. 1) ycTaHOBIICHA Ba)kHasl CTATHCTUYECKAs CBA3b CTPYKTYPHI
00pa3yemoil 1eeKTHOCTH ¢ ee MPUUNHAMH.

¥ Ba1a ASHILIX KOHTPORS COAPHEE C THKGE =101 x|
i I 1 173 1 N S T
|Dara  |PIT ume Y3K[Knearo] Kn. 1] Kn 2] Kn. 3]Npos. crux]ee crux]o |5 [Mp. wee|np. nes ] Mpsna |
08032010 PIT M2 62 3 188 5 0341 30 NogroTosxa u coopxa
130320010 FIT a8 5 2 219 6 MBI M Moarotoexa  cSopra
17032010 FT n (= 8 1 5 6 8164 2% MNoaroTosxa u copxa
27032010 ¥YX L) 2 z 2 273 ¥’ INMM 4 MNoaroTonxa u coopxa
30032010 YX 3 P 7 2 M 8 1506 N MNoaroTosxa 1 coopxa
30032010 YX 3 PP 3 1 63 8 SIME 45 MoaroToexa u copxa
17052010 FIT k-] rZ) 8 TXM 9 6042 18085 Moaroroexa u coopxa
22052010 PIT c 10 2 70 9 zee a2 MoaroToxa M coopxa
2405200 FIT a9 c4 nnn 16 " ™ 9 ¥ nes MNoaroTooxa 1 coopxa
25052010 FIT c " 7 1220 11 SEN 2916 Moaroroexa u clopxra
29052010 PIT ] nnn n 7 1220 11 413 10535 (Moaroroexa u cSopxa
17062010 FIT ” 10 4 1220 11 69000 9600 MNoaroToexa u coopxa
22072010 YX n T (] 4 2 640 10 8008 %60 NoaroTooxa 1 coopxa
25.07.2010 93X L33 3 4 2 2220 10 2me83 MO0 Mogroroexa u ciopra
27072010 YX n T 3 4 2 4427 10 SSe03 6900 MNoaroToBxa M CHOPKa
21082010 FIT 7 wu 15 4 820 9 185200 21300 Noarorosxa 1 coopxa
=l
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Puc. 1. [Ipumep monyueHHs CTaTUCTHYECKOW HH(POPMAIUK O Ae(EKTHOCTH CBAPHBIX COCAMHEHHH 10 MpuYnHaM Qakropa
«IToaroToBka n cOOpKa IOJ CBApKy»
Fig. 1. Example of obtaining statistical information on welded connections defectiveness after “fit-up and preparation for
welding” factor reasons
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Bripaxenue (1) ayist onpeneneHus CTpyKTypsl oOpasytomeiics JeeKTHOCTH 1Mo mpuYrHaM (HakTo-
pa «IlonroroBka u cOOpKay» MOXKHO MPEACTABUTH B CICAYIOLIEM BUJE:

T1C, = TI(X,) + H(X,) + H(X,) + dm(X,) + Tp(X,), @

rae IIC, — cTpykTypa 1e)eKTHOCTH 10 IpUUMHaM (akTopa; = | — NOAroToBKa KPOMOK; I = 2 — 3a30p,
COOCHOCTB; 11 = 3 — IPMXBATKa, 3a4MCTKa; X, — X, — CPEJIHEE KOIMIECTBO KOHKPETHBIX THIIOB JIE(PEKTOB
Ha y4acTKe KOHTPOJISL.

st moATBepKACHUS TOJIYYEHHBIX PE3yJITATOB M YCTaHOBJICHUS CTPYKTYp oOpasyrouieiics ne-
(EeKTHOCTH NPU M3TOTOBJICHUHN CBAPHBIX COCIUHEHUU NMPH OTPULATEIBHBIX MapaMeTpax JTOMUHUPYIO-
IIUX TPOU3BOACTBEHHBIX (PAKTOPOB OBLIM TPOBEACHBI SKCIIEPUMEHTANIbHBIE UcCcIeaoBanus [6, 7, 12, 13,
15]. UccnenoBanusi mpOBOAMIIA NMPH U3TOTOBJICHUM CBAPHBIX COCAMHEHHUI TEXHOJOTMYECKUX TpyOo-
MPOBOJIOB PA3JIMYHBIX THUIIOPa3MepoB pydHOU nyrosoii cBapkoit (PIC), MmexaHu3upoBaHHOI B cpele
CO,, B cmecu CO, + Ar u aprononyrosoii capkoii (PAZIC). le(ekTHOCTL ONpENeNsIu 110 JaHHbIM He-
paspymaronux MetonoB kKoHTpoist (HMK) — Buzyansroro (BK), pearrenorpaduueckoro (PI'T) u yib-
TpazBykoBoro (Y3K).

W3ydeHne BEpOATHOCTHBIX CBSI3€H (PAKTOPHBIX HMPHUUUH C KOJIMYECTBOM, Pa3MEPHOCTBIO, BUIOM
U CTPYKTYPOi o0pasyromencs: 1e()eKTHOCTH IPOBOJUIIM IIPU CIEAYIOIIMUX YCIOBUSX.

1. B coorBerctBuU ¢ TpeboBanusimu CTh ISO 5817-2009 «Capka. CoenuHEHUST CTAJIHN, HUKETIS,
TUTAaHA U UX CIJIABOB, BHITIOJIHEHHBIC CBAPKOM TIJIaBIEHUEM (KpOME JIyueBOl CBapKH). YPOBHH KauecTBa
mBa B 3aBucuMoct oT jedexkroB» u CTh ISO 6520-1-2009 «CBapka U pOJCTBEHHBIC MPOIECCHI.
Krnaccudukanns nedekToB Mo reoMeTpuuecKuM apaMeTpaM B MeTalIndecknx mMarepuanax. Yacts 1.
CBapka Im1aBJIeHUEM» HKCIIEPTHO YCTAHABIMBACM IIOJOKUTEIbHBIMU BCE MMapaMeTPbl JOMUHHUPYFOLUX
B (JOPMUPOBAHUU CBAPHBIX COCIMHEHUH MPOU3BOACTBEHHBIX (pakTopoB — «IloaroroBka u cbopka mox
CBapKy», «CBapouHbie MaTepualbly, «CBapodHOE 000pynoBaHue», «CBAPOUHBINA MPOIIECCY.

2. WzroroBiieHre CBapHBIX COCIWHEHHH BBIMOIHSIOT BBICOKOKBaIU(HIIMPOBAHHBIC, aTTECTOBAH-
HBIC Ha JaHHBIM COCOO CBAPKU CBAPIIUKH.

3. Tunopa3Mepsl CBapHBIX COCAMHEHUI, MapKH CBapHBAeMbIX U CBAPOYHBIX MAaTEpHUaJiOB, CBAPOU-
HOE ¥ BCIIOMOraTeIbHOEe 000pYI0BaHHUE, CIIOCOOBI U YCIIOBUS CBAPKU IOCTOSHHBIL.

4. Ilpn HaMa)KeHHOM TEXHOJIOIMYECKOM IPOLECCe U3rOTaBIMBaeM MIaPTHIO CBAPHBIX CTHIKOB OIIpe-
JICJIEHHBIX TUIIOPA3MEPOB.

5. BeinosHsieM KOHTPOJIb KaueCTBa CBAPHBIX COEUHEHHU I Hepa3pyLAIOIMMU METOIaMU B COOTBET-
CTBUM C Ha3HaYeHHUEM M OTBETCTBEHHOCTHIO cBapuBaeMbIX KOHCTpykiuil. Cormacho CThb EH 970-2003,
CTb 1138-98, CTb EH 1435-2004 Tpy6onpoBoabl fuameTpoM a0 112 MM mpeAcTaBisioT OAMH y4acTOK
koHTpOos (L = 150 + 300 mm), 289 MM — aBa yuactka 1 500 MM — IISITh Y4aCTKOB.

6. [lomygaem 06pa3ioByro mapTuio 6e3Me(HeKTHBIX CBAPHBIX CTHIKOB.

7. B cooTBEeTCTBUHU ¢ pa3pabOTaHHBIM aJTOPUTMOM MOCIEN0BATEIHHO MO KaXXKIOMY M3 JOMH-
HUpYIOMUX (akTOpoB ycTaHAaBIMBAaEM OJWH OTPHIATENbHBIH MapamMeTp (IPH MOJOKHUTEIbHBIX
OCTaJIbHBIX [TapaMeTpax) C LeJbIO BHIABICHUS CBA3CH MPUUHUHBI CO CTPYKTY PO oOpa3yroeincs ae-
(hexTHOCTH.

8. MzroraBnuBaeM 3KCIIEPUMEHTAJIbHYIO IAPTHIO CBAPHBIX CTHIKOB. KOIMUECTBO CBApEHHBIX CThI-
KOB B OIIBITHBIX IAPTUSIX MOXKET OBbITh PAa3JIMUHBIM IIPU COOJIIOACHNN YCIOBUN IyHKTa 3.

9. Bemomnusem 100%-it KOHTPOJIb KauecTBa CBAPHBIX COCTUHECHHUI HEPa3pYIIAIOIIIMU METOIAMH.

10. TNocnenoBatenbHO MCCIETyEeM CBS3M MEXAY oOpasyloleiics NeeKTHOCThIO U KOHKPETHBIMHU
OTpULATEIBHBIMU MMapaMeTPaMK Ka>KJJ0ro U3 JOMUHUPYIOMIHNX (HaKTOPOB.

11. Tlo pesynpratam uccienoBanuii GopMUpyeM KOMIIBIOTEpHBbIC 0a3bl JaHHBIX U 3HAHWH, Mpen-
CTaBIIAIOIINE KOHKPETHBIH JOMUHUPYIOMHH (hakTop.

12. UccnenyeM 1 aHaIu3upyeM C MCHOIb30BAHUEM KOMIIBIOTEPHBIX TEXHOJIOTUH, CTATUCTUYECKUX
Y BEpPOSITHOCTHBIX METOZIOB 00pa30BaBIIyIOCS Ie()EKTHOCTD 110 BUIaM, pazMepam, KOTUIECTBY U CTPYK-
Type [7, 10, 11, 14, 15].

13. OmpenenseM BepOATHOCTb COOTBETCTBHS OTPULATENBHBIX MMapaMeTPOB (IPUUYMH) CTPYKTYpe
oOpasytomieics 1epeKTHOCTH.
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14. B COOTBETCTBHH CO CTPYKTYpOH oOpasyromieiics 1e(h)eKTHOCTH U ee TPUYUHAMH YCTaHABINBA-
€M 3aKOHOMEPHOCTH (popMupoBaHus O0e31eEeKTHBIX CBAPHBIX COCIUHEHHHN MO KaXIOMY U3 TOMHUHUPYIO-
muXx GpaKkToOpOB.

CornacHo yCIOBHSIM NMPOBEACHUS KCIIEPUMEHTANBHBIX UcchenoBaHuil o ¢axropy «lloaroroska
u cOOpKa Mo CBapKy» MOCIeJ0BATEIEHO YCTaHABIMBAJIN OTPUIATEIBHBIMHU €0 OCHOBHBIE ApaMeTPhI
MIPH MOJIOKUTEIBHBIX OCTANbHBIX. M3roTaBiIMBaNy ONBITHYIO MAPTHIO CTHIKOB MPH CREYUATbHO Pa3ila-
HCEHHOM MEXHO/IOCUUECKOM npoyecce.

3akoHOMepHOCTH (POPMHPOBAHHMS CBAPHBIX COEAMHEHMIl NMPH OTPHLATEJIbHBIX IMapaMeTpax
NMOATOTOBKHU U COOPKH 10j cBapKy. B Ta0mn. 1 npeacraBieHbl pe3yabTaThl H3TOTOBICHHS CBAPHBIX CO-
eIMHEHUH CTHIKOB TPyOOIPOBOIOB PYYHOH TyTOBOM CBAPKOH MPH OTPHULIATEIIEHOM ITapaMeTpe «IOATO-
TOBKa KPOMOK». M3 TaOIUIIBI BUIHO, YTO C YBEITMUYECHUEM IHAMETPOB TPYOOIPOBOAOB PE3KO BO3pACTACT
KOJINYECTBO HEMPOBApPOB (MEXKIY CIOSIMH U 1O KPOMKE IIIBa), B TO K€ BPEMSI KOJIMUYECTBO OCTaJIbHBIX
nedeKToB MEHSIeTCSl HE3HAYMTENIBHO U B IPUHIUIIE HE 3aBUCHUT OT TUIIOPAa3MEPOB CBAPHBIX COCTUHECHHH.

[Ipu M3roTOBICHUH CBAPHBIX COCAMHEHUH TPYOOIPOBOJOB MaJbIX JUAMETPOB TOJIIMHA CBapUBac-
MBIX METAJIJIOB, KaK MPaBUJIO, HE MPEBBILIIAET 3 MM, IIO3TOMY Pa3/eIKH KPOMOK OOBIYHO He TpeOyeTcsl.
[losTOMY M 4acTOTa M KOJIMYECTBO HEMPOBAPOB B JaHHOM Cllydae HE IOKa3aTeNbHBL. TakuM 00pa3oMm,
CTPYKTYpa JeEeKTHOCTH 10 NPUYNHE «IIOATOTOBKA KPOMOK» IIPH PYyUHOH AYTOBOH cBapke TpyOompo-
BOJIOB B IAaHHBIX YCJIOBUSX BBITJISIUT CIACTYIOIIUM 00pa3oM:

TC, = 1(1,6) + LI(1,7) + H(1,9) + ®u(0,6) + Ip(0,5). 3)

Tabnuma 1. CTpykTypa 1eeKTHOCTH, BHISIBJIEHHAS N0 MPUYHHE «MOATOTOBKA KPOMOK»»
npu PJIC cThiK0OB TPYOONIPOBO0B

T able 1. The structure of defectiveness revealed after the “edge preparation” reason
under the pipelines joints manual arc welding conditions

Tunst HC(l)CKTOB 1 UMX KOJIMYECTBO

Mapka Junamerp, |Tonmuna,| CsapeHo |3abpakoBaHo, N I H D Tp
cTanu MM MM CTBIKOB, IIT. mT./%
BCEro |MIT./yd.| BCero |mr./yd.| Bcero [IIT./yd.|BCero |mT./yd.| Bcero |mT./yd.

0912 57 2,5 1250 175/14 2190 | 1,8 [2430| 1,9 380 | 0,3 | 530 | 0,4 | 680 | 0,5
20X 89 4,0 1270 495/39 12360 | 1,9 {2490 | 2,0 [ 1790 | 1,4 | 520 | 0,4 | 690 | 0,5
14XI'C 112 6,0 2790 1590/57 | 4150 | 1,5 | 4370 | 1,6 | 4920 | 1,8 |1280| 0,5 |1410| 0,5
20X 289 10,0 870 539/62 1230 | 1,4 | 1180 | 1,4 | 2430 | 2,8 | 610 | 0,7 | 440 | 0,5
14XI'C 500 14,0 530 355/67 740 1,4 | 810 1,5 | 1670 | 3,2 | 430 | 0,8 | 220 | 0.4
Hroro 6710 3154/48 (10670| 1,6 |11280| 1,7 (11190| 1,9 |3370| 0,6 |3440| 0,5

BrInmonHEeHHBIMH SKCTIEPIMEHTAIBHBIMU UCCIIEIOBAHUSIMU YCTAHOBJICHO, YTO TIPU OTPHUIATEIbHBIX
rapaMeTpax «3a3op» M «COOCHOCTBHY» MPH CBapKe CTHIKOB TPYOOIPOBOMOB 00pa3yeTcsl MPaKTHUECKH
WJICHTUYHAS CTPYKTypa AeexTHocTH. B Tabn. 2 mpeacTaBieHbl pe3ynbTaThl H3TOTOBICHUS CBAPHBIX
COEMHEHUH CTHIKOB TPYOOIPOBOIOB PYYHON TYTOBOM CBAPKOW MPH OTPULIATEIBHBIX (PAKTOPHBIX Ta-
pamMeTpax «3a30p» M «COOCHOCTH». BHIHO, YTO MO MpPUYMHAM OTPHUIATENBHBIX MapaMeTpoB 3a30pa
1 COOCHOCTH Bcero 3abpakoBaHo 62 % ONMBITHON MapTHH CTHIKOB. TakKe yCTaHOBJIEHO, YTO C YBeIHYe-
HHEM JAMaMETPOB TPYyOOIIPOBOIOB MPOIEHT OpaKa CBapHBIX COSNUMHEHUH M0 3TUM MPUYMHAM YBEIUYH-
BaeTCs HE3aBHCHUMO OT Crioco0a CBapKu. Tak, eci MpH cBapKe TPyOOIPOBOAOB TUAMETPOM 57 MM IO
3THUM MpUIUHAM 3a0pakoBaHo 32 % CTBIKOB, TO PH CBapKe TpyOompoBoaoB quameTpom S00 MM 3abpa-
KOBaHO yXke 85 % CTBIKOB.

CrpykTypa neheKTHOCTH 1O IPHIMHAM «33a30p» U «COOCHOCTBY MPH PYYHON AYTOBOW CBApKe TPY-
OOIPOBO/IOB B TAaHHBIX YCIOBUX BBITIIAINAT CIEAYIOMIMM 00pa3oM:

IIC, = I1(1,7) + 1I(1,7) + H(2,8) + ®m(2,2) + I1p(0,8). “4)

B otnnane oT cTpyKTYpHI 1e(eKTHOCTH, MPEACTABICHHON BhIpaXkeHreM (3), B pe3ysibTaTe OTpHUIia-
TEJTBHBIX (PAKTOPHBIX NMAPAMETPOB «3230P» U «COOCHOCTH» 3HAUUTENBHO YBEIUYHIOCH KOJTUYECTBO He-
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Tab6nuna 2. CTpykTypa 1eeKTHOCTH, BHISBJIEHHAS 10 MPUYHHAM «3230P» U «COOCHOCTH)
npu PJIC cTbIKOB TPyGONPOBOIOB

Table?2. The structure of defectiveness revealed after the “flashing gap” and “alignment” reasons
under the pipelines joints manual arc welding conditions

Tunsl 1e()eKTOB U UX KOTHYECTBO
Mapra | Auawerp, | Touunsa, 00| 3P w " ou p
cTanu MM MM - /%
BCero | mT./y4. | Bcero | mr./yd.| Bcero |ImT./yd.| Bcero | INT./yd.| Bcero | mr./yd.

0912 57 2,5 250 80/32 375 1,5 425 1,7 575 2,3 475 1,9 175 0,7
20X 89 4,0 260 138/53 490 1,9 510 2 590 | 2.3 520 2 210 0,8
14XT'C 112 6,0 560 353/63 1020 | 1,8 | 1040 | 1,9 | 1570 | 2,8 | 1180 | 2,1 390 0,7
20X 289 10,0 220 165/75 750 1,7 790 1,8 | 1460 | 3,3 | 1110 | 2,5 790 0,8
14XI'C 500 14,0 260 221/85 2340 | 1,8 | 2470 | 1,9 | 4420 | 3,4 | 3510 | 2,7 | 1040 | 0,8
Hroro 1550 | 957/62 | 4975 | 1,7 | 5235 | 1,7 | 8615 | 2,8 | 6795 | 2,2 | 2605 | 0,8

MpOBapoB — 2,8 HA yYaCTOK KOHTPOIA, U 0COOeHHO AedexToB (hopMbl mBa — B 3,7 pa3a. OnHako cama
CTPYKTYypa AepEeKTOB OCTaJIaCh MPAKTHIECKN HEN3MEHHOM!.

3aBepluaroIuii 3Tan TexHonorudyeckoro mnpouecca «Ilonroroska u cOopka 1noj cBapKy» — puXBar-
Ka 1 3a9MCTKA IIBa M OKOJIONIOBHOM 30HBI. HapyIienne HopMaTHBHBIX TpeOOBaHUH IO MTpaBUIaM yCTa-
HOBKH MPHUXBATOK M 3a4MCTKE TAKXKe BHI3BIBAET 00pa30BaHME HEAONMYCTUMOMN Ae(PEKTHOCTH B CBAPHBIX
COETMHEHUAX. YCTAHOBIIEHO, YTO IO 3TUM NpPHUYMHAM TaKKe o0pasyeTcsl MPaKTHUUECKH MACHTHYHAS
CTpYKTypa AepexTtHocTH. OHAKO cleyeT OTMETUTh, YTO HEBBITIOTHEHNE TPEOOBaHUH 10 YCTaHOBKE
MPUXBATOK YaCTO BBI3BIBAET IPYTYIO, YKE PACCMOTPEHHYIO B paboTe (haKTOpHYIO MPUINHY Opaka — Ha-
pYLIEHHE COOCHOCTH CTBIKOB TpyOo1poBoaa. B Tabi. 3 npencTaBieHsl pe3ybTaThl HCCIEIOBAHUS CBap-
HBIX COEJMHEHHH CTBHIKOB TPYOOIPOBOJOB PYYHOW JYTOBOM CBAapKOW TIPW OTPUIATENBHBIX IapameT-
pax «3a4MCTKa» M «IpUXBaTKa». BUAHO, 4TO MO MpUYWHAM B CPAaBHEHUH C YCTAHOBJICHHBIMH B TaOI. 2
B CTPYKType€ Ae(PEKTHOCTH 3HAYUTEIHHO BO3POCTA YaCTOTa M KOJMYECTBO TOP U IIJIAKOBBIX BKJIOYE-
HUH. Tak)ke MpakTHUECKH B 2 pa3a yBEIHMYIIIOCh KOJTUYECTBO MPOUYNX 1e(hEeKTOB, CPEIH KOTOPHIX TIpe-
00J1a/1a10T MOJIPE3bI, HATUTBIBBI I KPATEPHI.

CrpykTypa AeQeKTHOCTH 10 MPUYUHAM «IIPUXBATKa» U «3a4MCTKa» IPU PyYHOH AyTOBOW CBapKe
TpyOOIPOBOJOB B JAHHBIX YCIOBHUSAX BBITJISIAUT CIETYIOUIAM 00pa3oM:

TC, = T1(2,4) + 111(2,9) + H(2,1) + ®u(2,4) + TTp(1,6). (5)

Tabauna 3. CTpyKTypa 1e()eKTHOCTH, BbISIBJICHHAS 110 NPHYMHAM IPHXBATKA» U «3aYHCTKA»
npu PJAC cTbIKOB TPy6GONpoBOI0B

T able 3. The structure of defectiveness revealed after the “tack” and “preweld cleaning” reasons
under the pipelines joints manual arc welding conditions

Tunbl 1e)EKTOB U UX KOJINYECTBO

Caapeno
Mapxka |/Inamerp, | Tonuuna, P 3abpakoBaHo,
CTBIKOB,

cTaau MM MM wt./%
T,

11 I H (i} IIp

Bcero | wrt./y4.| Bcero | mrT./yd.| Bcero | mT./y4.| Bcero | wmT./yd.| Bcero | mr./yd.

0912 57 2,5 230 64/28 485 | 2,1 | 644 | 2,8 | 345 1,5 | 390 1,7 | 345 1,5
20X 89 4,0 310 115/37 715 | 2,3 | 837 | 2,7 | 560 | 1,8 | 710 | 2,3 | 500 1,6
14XTC| 112 6,0 420 181/43 1050 | 2,5 | 1260 | 3,0 | 925 | 2,2 | 1050 | 2,5 | 670 1,6
20X 289 10,0 370 211/57 1920 | 2,6 | 2220 | 3,0 | 1850 | 2,5 | 1920 | 2,6 | 1260 | 1,7
14XTC| 500 14,0 340 218/64 4420 | 2,6 | 4930 | 2,9 | 4420 | 2,6 | 4590 | 2,7 | 2720 | 1,6
Hroro 1670 789/46 | 8590 | 2,4 | 9891 | 2,9 | 8100 | 2,1 | 8660 | 2,4 | 5495 | 1,6

Oo6mas cTpykrypa aedexTHocTH, oOpasyromasics mo mpuanHaM (axrtopa «llonroToBka u cOopka»
TIPU PYYHOH TyTOBOH CBapKe, mpeacTaBieHa Ha puc. 2. JledhekTs! hopmbr mBa hOpMUPYIOTCS, Kak Mpa-
BUJIO, M3-32 CMEIICHUS CTHIKOB B PE3yJIbTaTe HAPYIICHNS TEXHOJOTHH ITOCTAaHOBKH IPUXBATOK, a TaK-
K€ HEYJJOBJIIETBOPHUTEIIEHOM 3a4NCTKH IIBA U OKOJIOIIOBHON 30HBI.
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JU, e /ya. Takum 00pa3om, B pe3ynbTaTe U3yueHUs B XO-
2,67 24 Je SKCIepUMEHTa MPUYMH 00pa3oBaHHs Je(eKT-
244 HOCTHU TIPU PYYHOU AYTOBOM CBapke Mo (QaxTopy
2,2+

«IloaroToBka u c60p1<a» YCTAHOBJICHO, YTO CTPYK-

2,0+ Typa Ae()eKTHOCTH OCTAETCSI MOCTOSIHHOM, MEHS-
1.8~ €TCsl TOJBKO YacTOTa U KOJMYECTBO JIeEKTOB,
1,6 YTO MO3BOJISIET ONPENENSITh HE TOJIBKO caM (ak-

Tuamer
IIp  nedpexron

11 il H

Om

Puc. 2. Tlpumep momydeHHs] CTATHCTHUSCKOH MH(oOpManuu
0 1e(heKTHOCTH CBApPHBIX COCAMHEHHH 110 IIPHYNHAM (aKTopa
«IToaroToBKa 1 cOOpKa O] CBAPKY»

Fig. 2. The structure of defectiveness formed for the reasons

TOp, HO M KOHKPETHYIO €ro NMpHYMHY, MOBJEK-
Iy Opak CBapHBIX COCITUHEHH.

Beimonnennsie nccienoBanus (GOPMUPOBAHUS
CBapHBIX COCAMHEHMI MEXaHHW3UPOBAHHOU CBap-
KOH B cpefie 3alllMTHBIX Ta30B TaK)Ke HE BBISBUIN
COOTHOILICHHS] TPUYUH OpaKa ¢ KOJIHMYECTBOM 00-
pasytomuxcsa aepexroB. OQHAKO BIEPBHIC yCTa-
HOBJICHA Ba)KHasl CBSI3b MPUYHMH Opaka co CTPyK-
Typoil obpasytomeiics aedexrnoctu. B tadn. 4
MPEICTABIICHBl PE3yNbTaThl U3TOTOBICHHS CBap-
HBIX COCAMHEHUH CTHIKOB TPYOOIPOBOAOB MeEXa-
HU3MPOBAHHON CBapKOW B 3alIMTHBIX razax Mpu
OTpULATEIBHOM (PAaKTOPHOM MapamMeTpe «IOAro-

of the “fit-up and preparation” factor under the pipelines joints

. TOBKa K MK»,BI/IH,LIT B CTPYKT a -
manual arc welding 0 poMo JIHO, YTO B CTPYKType 00pasyro

melcst 1eeKTHOCTH MpeodnanaarT Ae(eKTs —
HEMpPOBAapHl, a YaCTOTa U KOJIMYECTBO IOP, IIJIAKOBBIX BKIJIIOYEHUH, 1eEeKTOB (OPMBI IIBa U MPOUUX
ne(eKTOB He3HAUNTENbHBI HE3aBUCHMO OT THIIOPa3MEPOB CBAPHBIX coeanHeHU. CTpyKTypa o0pa3yro-
miercst 1eeKTHOCTH MPH M3TOTOBJICHUHU CBAPHBIX COCIUHEHHN MEXaHH3MPOBAHHOM CBapKoil B cpene
3aIUTHBIX TA30B M0 IPHYNHE HEKAYECTBEHHOH MOATOTOBKM KPOMOK BBITJISLAUT CIEAYIOUIMM 00pa3oM:

TIC, = T1(0,8) + 111(0,8) + H(1,7) + ®mi(0,5) + TIp(0,7). 6)
Taobnu I a 4. CprKTypa Zleq)eKTHOCTl/l, BbISIBJICHHASA 1O NIPUYHHE «IMTOATOTOBKAa KPOMOK)»
npu MeXaHH:}HpOBaHHOﬁ CBapKe CTbIKOB prﬁonposozml; B Cpele 3alllMTHBIX Ira3oB
Table 4. The structure of defectiveness revealed after the “edge preparation” reason
under the mechanized welding of pipelines joints by gas-shielded welding
Tunbl 1e)EKTOB U UX KOJINYECTBO
Ceapeno | 3abpa-
Mapka | Jlnaverp, | Tommwna, CTBIKOB, | KOBAaHO, II m H (i IIp
cTanu MM MM T A
Bcero | mT./y4. | Bcero | mr./yd. | Bcero | IuT./yd. | Bcero | WIT./y4.| Bcero | wmir./yd.
14XI'C 89 4,0 850 342/40 | 790 0,9 640 0,8 | 1180 | 1,4 410 0,5 530 0,6
092 89 4,0 730 308/42 | 620 0,8 560 0,8 940 1,3 330 0,5 490 0,7
14XT'C 112 6,0 1180 | 648/55 | 860 0,7 930 0,8 | 1930 | 1,6 510 0,4 670 0,6
20X 289 10,0 970 559/58 | 1560 | 0.8 1750 | 0,9 | 3880 | 2,0 770 0,4 | 1350 | 0,7
14XI'C 500 14,0 480 307/64 | 2160 | 0,9 | 1920 | 0,8 | 5760 | 2,4 | 1680 | 0,7 | 1920 | 0,8
Hroro 4210 | 2164/52 | 5990 | 0,8 | 5800 | 0,8 |13690| 1,7 | 3700 | 0,5 | 4960 | 0,7

Crpyxrypa nedeKTHOCTH, TOTyYeHHAs TPH MEXaHN3NPOBAHHON CBapKe B 3aIIUTHBIX ra3ax, MO3BO-
JIIeT CPABHUTH €€ C MPEACTABICHHOW BBIpaKeHHEM (3) CTPYKTYpOH NePEeKTHOCTH, MOIYUYSHHON MPH
PYYHOH TyTOBOH CBapKe MPH OTHOM M TOM K€ OTPHIIATEIFHOM (DaKTOPHOM MapaMeTpe U UACHTHIHBIX
YCIIOBHSX COOPOYHO-CBAPOYHBIX Pa0OT. BHAHO, 94TO KOIMYECTBO HEMPOBAPOB, Ae(PeKToB (HOPMBI mIBa
1 Tpouyux Ae(eKToB MpaKkTH4ecKW oaumHakoBO. OIHAKO KOJWYECTBO IMOP W MUIAKOBBIX BKIFOYCHHIM
YMEHBIIIHIIOCHh MTPAKTUYECKH B 2 pa3a, uTo elle pa3 MOATBEPKIaeT MPEUMYIIECTBO MEXaHU3HPOBAH-
HBIX CIOCOOO0B CBapKH HaJI py9YHOH TyroBoil. B Tabn. 5 mpencTaBieHbl pe3ynbsTaThl H3TOTOBJICHUS CBAp-
HBIX COEAMHEHHUH CTHIKOB TPYOOIIPOBOJOB MEXaHU3NPOBAHHOHN CBAPKOH B Cpejie 3alllUTHBIX Ta30B MPH
OTPULIATETHHBIX (PAKTOPHBIX MTapaMeTPax «3a30p» U «COOCHOCTHY. BHIHO, 4TO B CTPYKType 00pa3yo-
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mieiics e)eKTHOCTH MPeo0IIalatoT HelpoBapel — OT 2,3 10 3,4, a Takke pa3indHble AePEeKThl (OPMBI
mBa — ot 1,5 10 2,5 Ha y4acTKe KOHTPOJISL.

IlokasarenbHO, 4TO C YBETUYCHHUEM JUAMETPOB TPYOOIIPOBOIOB PACTET U KOJUYESCTBO ITUX Jie(hek-
TOB. YacToTa ¥ KOJTUYECTBO TOP, MUIAKOBBIX BKITFOYEHUN U TTPOYHX JACPEKTOB MEHSFOTCS HE3HAUNTEIb-
HO W MPAKTHYECKH HE 3aBUCAT OT TUIOPA3MEPOB CBAPHBIX COCIMHEHUN. DTOT (PaKT CBUICTEIHCTBYET
0 CTaOMIIBHOCTH TEXHOJIOTUYECKUX TPOIECCOB (DOPMUPOBAHUS CBAPHBIX COSIMHCHUMN, HE CBSI3aHHBIX
C UCCIIeIyeMBIMH (PaKTOPHBIMU TTapaMETPaMU «3a30p» H «COOCHOCThHY. CTpyKTypa o0pa3yromieics ae-
(DEKTHOCTH TPU U3TOTOBJICHUH CBAPHBIX COCIMHEHUH MEXaHU3HPOBAHHOW CBAPKOH B CPE/Ie 3aIlIUTHBIX
ra3oB MO MPUYMHAM «3a30P» U «COOCHOCTHY MPU MEXaHU3UPOBAHHOHN CBAapKE B 3aIMTHBIX T'a3aX CThI-
KOB TPyOOIPOBOJIOB BBITIISIUT CJEYFOIIMM 00pa3oM:

TIC, = I1(1,3) + I(1,4) + H2,7) + ®mi(1,9) + TIp(1,3). (7)
Tabnuuna 5. CTpykTypa 1e()eKTHOCTH, BHISIBJIEHHAS 110 NPUYHHAM «3230P» H «COOCHOCTH)»

npu MeXaHﬂlinOBaHHOifl CBAapKe B 3allIMTHBIX radax CTbIKOB prGOHpOBOIIOB

Table 5. The structure of defectiveness revealed after the “flashing gap”
and “alignment” reasons under the mechanized welding of pipelines joints by gas-shielded welding

Tunsl 1e(eKTOB U UX KOIHYESCTBO
Mapka Junamerp, | Tommunna, Crapeno 3abpakoBaHo,
cTanu MM MM CTZ?:)B’ wr./% 1 t H P ITp
BCEro |[INT./yd.| Bcero |mT./y4.| Bcero |ImT./yd4.| Bcero |[IIT./yd.| Bcero |mT./yu.

14XT'C 89 4,0 850 440/52 1020 | 1,2 | 1105 | 1,3 | 1955 | 2,3 | 1275 | 1,5 | 1020 | 1,2
0912 89 4,0 730 393/54 950 1,3 | 1095 | 1,5 | 1750 | 2.4 | 1170 | 1,6 880 1,2
14XTC 112 6,0 1180 672/57 1530 | 1,3 | 1650 | 1,4 | 3070 | 2,6 |2120 | 1,8 | 1530 | 1,3
20X 289 10,0 970 611/63 2910 | 1,5 | 2900 | 1,5 | 5820 | 3,0 | 4270 | 2,2 | 2910 | 1,5
14XTC 500 14,0 480 307/67 3360 | 14 | 3370 | 1,4 | 8160 | 3,4 | 6000 | 2,5 | 3360 | 1,4
Hroro 4210 | 2423/59 | 9770 | 1,3 [10120| 1,4 [20755| 2,7 [14835| 1,9 | 9700 | 1,3

B Tab1. 6 npeacTaBiieHbl pe3yabTaThl U3TOTOBJIEHU S CBAPHBIX COETMHEHUIN CTHIKOB TPYyOOIPOBOJIOB
MEXaHU3UPOBAHHOHN CBApKOW B Cpejie 3alIMTHBIX Ta30B MPH OTPHUIIATEIBHBIX (PaKTOPHBIX MapameTpax
«IIPUXBATKa» U «3a4MUCTKa». BUIHO, 4TO B CTPyK-

Type oOpasyrouieiics Ae)EeKTHOCTH B JaHHOM ]I, mr/yw

Cilydyae npeolnagaroT Mophbl M IUIAKOBBIE BKIIO- 207

YeHHUs, B CPEJHEM 10 2,7 Ha yyacTKe KOHTPOJIsS. 2.4~

WX KonmuuecTBO CTaOMIIBHO BBICOKOE U MEHSICTCS 2.2+

HE3HAYUTENHLHO C yBEIMYEHHEM THIIOPA3MEPOB 2.0~ 1,9

TpyOOIIPOBOIOB.

KonudectBo HenpoBapos, AePeKTOB (OPMBI
IIBa ¥ MPOYKX Je(HEKTOB IIPHU U3TOTOBJICHUH CBAp-
HBIX COENMHEHUU MPENCTaBICHHBIX THUIIOpa3Me-
POB CPaBHUTEIBHO HEBBICOKOE M IOCTOSHHOE.
DT1OT (hakT MOATBEPHKAaeT CTAOMIBHOCTh TEXHO-
JIOTUYECKUX IIPOIECCOB COOPOYHO-CBAPOUHBIX
paboT, He CBSI3aHHBIX C HApYIICHUEM HOPMATHB-
HBIX TIApaMETPOB MMOCTAHOBKH MPUXBATKH H 3a-
YUCTKH.

Takum o0Opa3om, cTpyKTypa oOpa3yromiencs
JNe(EKTHOCTH TPU U3TOTOBJICHUHM CBAapHBIX COE-
JIUHEHUH CTBIKOB TPYyOOIPOBOIOB MEXaHN3UPOBAH-
HOM CBapkoil B cpele 3allUTHBIX Ta30B IO MPH-
YHUHAM OTPHUIATCIIBHBIX (DAKTOPHBIX MapaMETPOB
«IIPUXBAaTKa» W «3aYUCTKa» BBITJISIAUT CIEMYIO-
MM 00pa3oM:

1.8
1,6-
14+
12+
1.0~
0,8~
0,6
0,4~

Tuamer
IIp  nedexron

11 il H

Om

Puc. 3. O6mias cTpykrypa aepeKTHOCTH, 0Opasyromiasics mno
npuynraM dakropa «IloaroroBka u cOopKa Mo CBapKy» npu
MEXaHU3MPOBAHHOM CBapKe

Fig. 3. The general structure of defectiveness, formed for the
reasons of the “fit-up and preparation for welding” factor
under the mechanized welding
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TC, = T1(2,7) + IL(2,7) + H(1,7) + ®u(1,9) + ITp(1,3). (8)

Jduarpamma CTPYKTYpbl JeQeKTHOCTH, oOpa3zyromeiicss mo npuumHaM Qaxtopa «llomroroska
u cOopKay MpU MEXaHU3UPOBAHHON CBapKe, MpeCTaBIeHa Ha puC. 3.

Tabnuua 6. Crpykrypa A1e)eKTHOCTH, BHISIBJIEHHAS 110 MPUYUHAM KIIPUXBATKA» U «3a4UCTKA»
NPU MEXaHU3HMPOBAHHOM CBapKe B 3alIIUTHBIX ra3ax CTHIKOB TPYOONpPoBoA0B (Mpolecc pa3JiakeH)

Table 6. The structure of defectiveness revealed after the “tack” and “pre-weld cleaning” reasons
under the mechanized welding of pipelines joints by gas-shielded welding

Tunbl 1e)EKTOB U UX KOJINYECTBO
Mapxa | Jluamerp, | Toauuina, ffiﬁi? ;?oaf;:&, 0l i H Ot Ip
cTanu MM MM . A
Bcero | mT./yuy.| Bcero | mT./y4. | Bcero | IT./yd4.| Bcero | IuT./yd. | Bcero | mT./yu.

14XI'C 89 4,0 320 109/34 | 736 2,3 800 2,5 480 1,5 575 1,8 384 1,2
0912 89 4,0 410 | 14335 | 984 | 2.4 [1025] 25 | 615 | 1,5 | 780 | 1,9 | 530 | 13
14XI'C 112 6,0 730 300/41 | 1900 | 2,6 | 1910 | 2,6 | 1240 | 1,7 1315 1,8 876 1,2
20X 289 10,0 450 202/45 | 2700 | 3,0 | 2790 | 3,1 1710 | 1,9 1710 | 1,9 1170 | 1,3
14XI'C| 500 14,0 270 133/49 | 4185 | 3,1 | 4050 | 3,0 | 2430 | 1,8 | 2700 | 2,0 | 1890 | 1,4
Hroro 2180 | 887/41 |10505| 2,7 [10575| 2,7 | 6475 | 1,7 | 7080 | 1,9 | 4850 | 1,3

[lo cpaBHEHUIO ¢ pyyHOH TyroBOM CBapKoOil Mpu M3rOTOBJIEHUH CBAPHBIX COEIMHEHUN B aHAJIOTUY-
HBIX YCIOBHSIX (CTPYKTYpa Ae(eKTHOCTH MpecTaBlieHa BEIpaKeHUEM (5)) 3aMETHO CHU3MIIACh 4acTOTa
1 KOJIMYECTBO HEMPOBApOB, AePeKTOB (hOpMBI MIBa U pounx AedekToB — B cpeaHeM Ha 20 %. OnHako
4acToTa ¥ KOJMYECTBO MOP M IIJAKOBBIX BKJIIOUCHHH Ha y4acTKe KOHTPOJIS MPAKTHUYECKU OJUHAKOBBI
IIPH Pa3HBIX CIOCO0aX CBapKU. DTOT BaXKHBIN (DAaKT MOATBEP)KIAET YCTAHOBJICHHYIO paHee CTaTUCTHYE-
CKYIO CBSI3b CTPYKTYpbI 0Opasyrouieiics AeekTHocTr ¢ ee NpuynHaMu. B 1aHHOM ciiydae rilaBHBIMH
MPUYMHAMHU SIBISIOTCS MPUXBaTKa U 3a4UCTKa. TakuM 00pa3om, o CTpYKType oOpasytomeiics nedext-
HOCTH C BBICOKOM J0J1el BEPOSTHOCTH ONPENEAETCS HE TOJIBKO TOMUHUPYIOUIUN TPOU3BOJCTBEHHBIH
¢akTop (moaroroBka u cOOpKa), HO ¥ €ro OTPHUIIATEIbHbIE TAPAMETPBI.

W3 tabn. 6 BUIHO, YTO B OOLIEH CTPYKType NpeodnanatoT AeeKThl — MOPbl U UX CKOIUICHUS U B Ta-
KOM K€ CTENEeHH IUIAKOBBIE BKJIIOYEHUS — MO 2,7 Ha y4acTKe KOHTPOJA. DTOT (PaKT CBHAETEIHCTBYET
0 HaJUYMHU B CBApPHOM IIIBE M OKOJIOLIIOBHOW 30HE OCTAaTKOB P:KABUMHBI, OKAJMHBI, 3ayCEHel], Macell
U IpyTuX BKIIOYeHHH. bonbioe konnuecTBo aedextoB Gopmel mBa — 1,9 Ha yyacTke KOHTPOJIS, a TaK-
K€ HEIIPOBAPOB, B OCHOBHOM I10 KPOMKE M MEXKJy cJIoAMH — 1,7 Ha y4yacTKe KOHTPOJIS — BEI3BAHO Hapy-
LIEHHEM TEXHOJIOTHH NTOCTAHOBKH MPUXBATOK.

Takum 00pa3oM, B pe3yibTaTe IKCIIEPUMEHTAIBHBIX HCCICAOBAaHMHI TEXHOJOIMUECKUX MPOLECCOB
(hopMHUpOBaHMS CBApHBIX COCIUHEHUN TOATBEPIKICHBI paHee MOJyUYeHHbIC JaHHbIE CTATUCTUYECKOrO
aHanu3a Ae()eKTHOCTU U YCTAHOBIICHO, UTO KaXXAbI OTpULATENbHBIN MapaMeTp (akTopa MOATOTOBKH
1 cOOpKHM TOZI CBApKYy SIBJISICTCS IPUYUHOM TOJIBKO €My MPHCYIIEH CTPYKTYphl 00pa3yromeiics neexT-

Tab6nuua 7. JdepekTHOCTD, BHISIBJIEHHAsI 10 npuunHaM ¢akTopa «IloaroroBka u cfopka 1moa cBapKy»
NPH pa3jiazKeHHOM TeXHOJIOrH4YeCKOM INpolecce

Table 7. The defectiveness revealed after “fit-up and preparation for welding” factor reasons
under disarranged technological process conditions

Brisiieno gedextos, mt.

C 6 Crapeno cTrikos, | 3abpaxosaro, Iloper u ux cko- | llImakoBbie BKITIO-
10O cBapKH mT. wt/% P Henposapsl, Jedextsr hopmbl IIpoune,
TUICHHMS1, BCCTO/IIT. | YEHMUsI, BCETO/IIT.
ya. yu. BCEro/lIT. y4. |IIBa, BCErO/IUT. y4.| BCEro/IiT. yu.
PJIC 9930 4900/52 24235/1,9 26406/2,1 27905/2,3 18825/1,7 11540/1,0
MII + CO, 2180 887/41 10505/2,7 10575/2,7 6475/1,7 7080/1,9 4850/1,3
MII+CO,+Ar 4210 2423/59 9770/1,3 10120/1,4 20755/2,7 14835/1,9 9700/1,3
PAJIC 4210 2164/52 5990/0,8 5800/0,8 13690/1,7 3700/0,5 4960/0,7

Hroro 20530 10374/51 50500/1,7 52501/1,8 68825/2,1 44440/1,5 31050/1,1
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HocTH. Take yCTaHOBIJICHO, YTO B OOIIEH CTPYK-
Type aedexkrnoctr no npuunHam pakropa «Ilox-
TOTOBKa M cOOpKa» MpeodnaaaoT AeeKThl THIIA
«HenmpoBap» — 2,1 Ha y4acTOK KOHTPOJIS, IIJIaKo-
BbIC BKJIFOUCHHSI, ITOPBI U UX CKOIJICHHS, a TAK)KE
pasnuunble 1edekTsl (opMbl mBa (Tadi. 7, puc. 4).
CormnacHo Ha3HAYCHHUIO U OTBETCTBEHHOCTH JaH-
HBIX 00beKTOB IpUHAT 100%-i 00BeM KOHTPOIS.
B cnyuae, korma cTBIK OpakyeTcsl, OH MOAJICKUT
MOBTOPHOMY KOHTPOJIIO HEpa3pyLIAIOUIMMH Me-
TomamMu. BuIHO, 4TO pUYMHEI, YKa3aHHBIE B TA0. 7,
reHepupyrT oT 82,1 10 94,0 % obOpasyromuxcs
nedextoB. Tak, eciau mpu cBapke TpyO MabIx
IuaMeTpoB AeeKTHOCTh 00pa3yeTcsi B OCHOB-
HOM M3-3a IIJIOXOW 3a4MCTKH IIBA, OKOJIOLIIOBHOMN
30HBl U TMOATOTOBKH KPOMOK, TO Ha OOJIBLIMX
auaMeTpax oHa oOpa3yeTcs, Kak MpaBujo, U3-3a
HecoOITIOIeHNsT HOPMATHUBHBIX TPeOOBaHUH MO ycTa-
HOBKE HEOOXOIMMOTO 3a30pa U COOCHOCTH MEXLY
CBapUBaEMBbIMHU dJIEMEHTaMH.

7 2.1

Tumer
ITp nedexTon

11 il H

Om

Puc. 4. O6mas cTpykTypa IepeKTHOCTH, 00pa3yIomascs mo
npuanHaM ¢akropa «llogroroBka m cOOpka» TpH CBapkKe
CTBIKOB TPyOOIIPOBOIOB

Fig. 4. The general structure of defectiveness, formed for the

reasons of the “fit-up and preparation” factor under the pipe-
lines joints welding

[lony4yeHHble naHHBIE TAK)KE MO3BOJISIOT OIpeE-
JETUTh OOIIMH yAenbHBIH Bec BIMSHUS (pakTopa
Ha YpOBEHb KayecTBa CBAPHBIX COCAMHEHUI KOHKPETHBIX TUIIOPa3MEPOB B pa3pes3e CIocOO0B CBApPKH,
MapoK CBapHBaEeMbIX MaTEepHUaJiOB M YCIOBUI cBapodHOro mporecca (Tadi. 8).

Tabnuna 8. BausHue MOATOTOBKH U COOPKH MO CBAPKY Ha popMupoBaHue 0e31e(PeKTHBHIX CBAPHBIX COeANHEHMIT
TeXHOJIOTHYeCKHX TPYOOIpPOBOI0B

Table 8. The influence of fit-up and preparation for welding on technological pipelines faultless welded
connections formation

Crosos s | o | Tommms | Mo | Coporn | o | sy, | s
st cTalu, MM cranu CTBIKOB, IIIT. o, KauecTBa, % Py, Beero, . daxropa, %
PIIC 57 2.5 0912 1250 61 95,1 11 18,0
MII + CO, 89 4.0 20X 1270 73 94,3 18 24,6
PAJIC 89 4.0 14XTC 5740 360 93,7 84 233
MII + CO, + Ar 112 6,0 20X 4300 290 93,3 73 25,3
P/IC 112 6,0 14XTC 2790 215 92,3 64 29,7
PAJIC 289 10,0 14XTC 2900 235 91,9 74 31,5
PIIC 289 10,0 20X 1500 132 91,2 44 33,2
PIIC 500 14,0 14XT'C 1790 167 90,7 57 34,1
Hroro 21540 1533 92,7 425 27,7

3akir04eHne. YCTaHOBIICHO, UTO MPU MEXAHU3UPOBAHHOW CBapKe B 3aIIUTHBIX ra3ax IO CpaBHe-
HUIO C Py4YHON AYTrOBOW CBapKOM IpPH M3FOTOBJIEHHH CBAPHBIX COEJUHEHUH B OJMHAKOBBIX YCIIOBHSIX
CHHU3MJIACh B cpeaHeM Ha 20 % 4yacToTa U KOJIMYECTBO BCEX THIIOB Ae(EKTOB, UTO €IIe pa3 MoATBEpKaa-
€T NPEUMYIIECTBO MEXaHU3UPOBAHHBIX CIIOCOOOB CBAPKU HAJl Py4HBIMH.

VYaenwvubiit Bec paxtopa «Iloaroroska u cbopka» B GpopmupoBaHuu 6e31e(eKTHBIX CBAPHBIX COe-
JUHEHUH TOCIIeIOBATEIBHO BO3PACTACT C YBEIMYEHUEM AMAMETPOB TPYOONPOBOAOB HE3aBUCHMO OT
cnoco0oB cBapku. Tak, mpu cBapke TpyOOIPOBOJOB AUAMETPOM 57 MM YAEIbHBIN Bec (hakTOpa COCTAB-
nset 18 %, a npu cBapke Tpybonposonos auamerpoM 500 mm — 34,1 %. Takas 3aKOHOMEpPHOCTH, BO-
HEPBBIX, OOBACHSACTCS TEM, UTO C YBEIMUYCHUEM AUAMETPOB TPYOOIPOBOIOB YBEIMUUBACTCS U TOJIIH-
Ha CTEHOK, CBapKa, KaK IPAaBUJIO, OCYILECTBIAETCS 3a HECKOJIBKO ITPOXO/I0B, IPUYEM KaX bl CIION 3a-
YUINAETCS W BBINOJHAETCA KOHTPOJIb €r0 KayecTBa. Bo-BTOPBIX, 3HAYMTENBHO BO3PACTAET CIOKHOCTD
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cOoOJTIOICHHS HOPMAaTHBHBIX TPEOOBAHMH 10 YCTAHOBKE 3a30pa U COOCHOCTH. Tak, MPH U3TOTOBJICHUH CBAp-
HBIX COSIUHEHUH MarucTpajbHBIX TPyOOIpOBOAOB 1uaMeTpoM Ooisiee 1220 MM TPYIOEMKOCTh OATOTOBKH
1 cOOPKH O] CBAPKY COCTABIISIET, TTO PA3HBIM OLEHKaM, OT 65 110 75 % BCero TeXHOJIOrHYECKOro MPOoIiecca.
B pesynbrate sKCepuMEHTaIbHBIX UCCIIEIOBAaHUN TEXHOIOTMYECKHUX MPOLECCOB (POPMHUPOBAHMUS CBAPHBIX
COCMHEHUH TMOATBEPKJICHBI PaHee MOTyUYEeHHbIC JaHHbBIE CTATHCTHYECKOTo aHan3a Je)eKTHOCTH U ycTa-
HOBJICHO, YTO OTPULIATENIBHBIC TApaMeTphl (PakTopa MOATOTOBKH M COOPKH O[] CBAPKY SIBIISTIOTCS MTPUIHHOM
00pa30BaHus IPUCYILEH TOJIBKO 3TOMY (aKTOpy CTPYKTYPBI 1e(PEKTHOCTH.

Takum oOpazom, onpenesieHbl TPUUYNHHO-CIIEACTBEHHBIC CBSI3M M 3aKOHOMEPHOCTH (POPMHUPOBAHHS
0e3neeKTHBIX CBApHBIX COeAMHEHUH 1o (hakTopy «IloaroToBka u cOOpKa 1oj| CBapPKY», MO3BOJISIOLINE
MPUHUMATh 0OOCHOBaHHBIC YIPABISIOLINE PELICHUS 110 MIPEIyIPEKACHUIO 00pa3oBaHus 1ePEKTHOCTH
1 COBEPUICHCTBOBAHUIO TEXHOJIOTMUECKUX MPOLECCOB COOPOUHO-CBAPOUHBIX PAOOT.
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