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IBeus O., Bepezoeubknii C., Kopynsik Il., bapanosuu C., lllepemera P. BrumB pexumie MIG-
NasiHHS HA NapaMeTpPH 3BApHUX INBiB 3 YpaxXyBaHHSIM CHHePreTM4HoOro edexkry po0OTH 3BapIOBAJbHOIO
niBaBTOMAaTa

VY TeXHOJOTIYHUX Mpolecax MANTMHOOYIyBaHHS IS 3’ €JHAHHS OJTHO- Ta PI3HOPIAHUX MaTepialliB yce JacTilie
3aCTOCOBYIOTb METOJ IasHHSA B IHEPTHHX Tra3axX 3a JIOIIOMOIOI0 3BaploBalbHUX MiBaBTOMaTiB. Lleif Mmeron Ime
Ha3uBaroTh MIG-nasuus. [lompu Bei #oro mepeBard, oneparopu 3BaprOBAIBHOIO OOJAJHAHHS HE MArOTh YiTKHX
pekoMeHalil o0 BUOopy pexuMiB poOOTH 001aiHaHH Ta iX BIUIMBY Ha [TapaMeTpH LIBIB 3BapHUX 3’ €JHAHb.

Hocnimkennst npouecy MIG-niastaas crani 09T2C 3BaproBanbHuM miBaBToMaroMm Trans Puls Synergic (TPS)
2700 CMT Bin Fronius mpoBOAWIN 3 BUKOPUCTAHHSAM CIIEHIANBHOTO MimHO-KpeMHieBoro apoty CuSi3 miamerpom
1,2 MM B 3aXHMCHOMY CEpEIOBHUINI YHUCTOTO APrOHY 3 BHKOPHCTAHHSIM 3BaplOBANBHOI KOJOHH, NPH3HAYEHOI JUIS
BUKOHAHHS JIHIHHMX 3BapHUX INBiB 3 METOI0 BUABJIECHHA OCOOJIMBOCTEHl BIUIMBY pEXUMIB 1 MHapaMeTpiB
TEXHOJIOTIYHOTO Tpoliecy Ha (OpMy Ta SIKICTh OTPUMYBAHHX 3’ €/THaHb.

VY pesynbrari TpPOBEIACHUX IOCHIPKEHb BCTaHOBJIEHO, 1o mporec MIG-nasHHS crami 3a J0MOMOIORO
3BaprOBAJIbHOTO TMiBaBTOMara amapatroM Fronius TPS 2700 CMT wmae mneBHI OCOOJMBOCTI HajalITyBaHHS
TEXHOJIOTTUYHHX MapaMeTpiB Ha Pi3HUX pexumax Horo podoru. CHHEpreTHKa JuKepena >KUBICHHS J03BOJIE 33a7aBaTH
OCHOBHI ITapaMeTpH NpolLecy B IIEBHUX MeXKax 3aJIeKHO BiJl 00paHOTo pexXumy Horo podoTu.

Haiikpama sikicts MIG-nasiuus Gyna 1ocsirHyTa mpu poOOTi 3BaprOBalbHOTO MiBaBTOMAaTa B PeXXUMax Synergic
ta CMT. [l1s 3BaproBaHHs JUCTOBOI CTaJi TOBIIMHOIO 1...3 MM Ha IUX peXHUMax CTPyM 3BaplOBaHHS CIIiJl 3a71aBaTU B
miamazoni 90...160 A mpu mBHIKOCTI Mogadi ApoTy 3...5 M/XB BianoBigHO. Takok BCTAaHOBJICHO, IO 3i 30LIBIICHHSIM
MIBUJIKOCTI NEpEMillleHHs MaJbHUKA IIUPUHA [IBa 3MEHIIYEThCS, a OTXKE, ONMYKJIIICTh LIIBA 3POCTAE.

VY pesynbTari HOCHipKEHh CPOPMOBAHI PEeKOMEHIAINT MO0 HAJIAIITYBaHHS 3BapIOBAJBHOTO IiBaBTOMAaTa 3
BpaxyBaHHSIM CUHEPIreTUYHOro e(eKTy Horo podorTu.

KarouoBi caoBa: MIG-nasHHs, 3BapHi [IBH, NapamMeTpu MPOILECY, HaJalITyBaHHS 3BapIOBALHOTO
miBaBTOMATA.

Shvets O., Berezovetskyi S., Koruniak P., Baranovych S., Sheremeta R. Influence of MIG brazing modes
on welding parameters taking into account the synergistic effect of the semi-automatic welding machine

In the technological processes of mechanical engineering, the method of brazing in inert gas using semi-
automatic welding equipment is increasingly used for joining single and dissimilar materials. This method is also
known as MIG brazing. Despite all its advantages, there are no clear recommendations for the operators of welding
equipment regarding the choice of the operating modes of the equipment and their influence on the welding
parameters.

The study of the MIG brazing process of 09T2C steel with a Trans Puls Synergic (TPS) 2700 SMT semi-
automatic welding machine from Fronius was carried out using a special copper-silicon CuSi3 wire with a diameter of
1.2 mm in a protective environment of pure argon with a welding column designed for linear welds, in order to
identify the peculiarities of the influence of process modes and parameters on the shape and quality of the resulting
joints.

As a result of the research, it was found that the process of MIG brazing of steel using a semi-automatic
welding machine with Fronius TPS 2700 CMT has certain characteristics of setting technological parameters in
different operating modes. The synergy of the power supply allows the main process parameters to be set within
certain limits, depending on the selected operating mode.

The best MIG brazing quality is achieved when the semi-automatic machine is operated in Synergic and SMT
modes. To weld steel sheets with a thickness of 1...3 mm in these modes, the welding current should be set in the range
of 90...160 A at a wire feed speed of 3...5 m/min respectively. It was also found that by increasing the speed of the
torch movement, the width of the weld decreases, and therefore the weld bulge increases.
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As a result of the research, recommendations were made for the construction of a semi-automatic welding
machine, taking into account the synergistic effect of its operation.
Keywords: MIG brazing, weld seams, process parameters, semi-automatic welding machine settings.

IMocTaHoBka mpo6aeMu. Y TEXHOJOTIYHUX
mpolecax MaluHOOYAIBHIX, MOHTa)XHUX Ta THIINUX
BUPOOHUIITB TiJl Yac BHKOHAHHS 3BapIOBAIBHHX
poOIT yce yacTime 3aCTOCOBYIOTh METOJ MasHHS B
IHEpTHUX Ta3aXx 3a JOMOMOTOI0 3BapIOBAIBHIX
HamiaproMatis  (MIG-nastast). Ils  TexHomoris
Oarato B yomy monioHa 1o MIG/MAG 3BaproBaH-
HS, OJTHAK BIJPi3HAETHCSA BiJl HHOTO THM, IO TiJ
yac MIG-assHHS He BiIOyBa€ThCS PO3ILIABICHHS
OCHOBHOT'O MaTepiaiy 3BaproBaHux jaeraiei. I1po-
LIEC 3BAPIOBAHHS BiIOYBAa€ThCS 3a JOMOMOIOKO
CYLIJILHOTO TBEPAOTO MPUIIOKD HA OCHOBI Mifi.
EnmexTpmdna nyra TOPUTE MK €JIEKTPOIHUM
IpoTOM 1 3BaproBaHMM MeTajoM. [lomaua B 30HY
3BAPIOBAHHS 3aXHCHOI'O 1HEPTHOI'O Tra3zy 3aXHUINAEe
YTy 1 pO3IUIaBICHUI APIT Bil BIUIMBY HABKOJIMII-
HBOTO TIOBITPSI, & OCOOJIMBO BiJl HASBHOTO B HHOMY
KHCHIO, KU MIPU3BOAUTH O OKUCHEHHS PO3ILIAB-
JICHOTO METaJy 1 3HMKEHHS SIKOCTI 3BaprOBaHHS.

Jo mepeBar 1p0ro crnocody Mo>kKHa BifHe-
CTH:

e  MeHmE po30pU3KyBaHHS METaly 3aB-
JIIKHA WOTO T0/aui y 3BaploBalibHy BaHHY 0€3 KOpO-
TKOTO 3aMHUKaHHS;

e  jermy oOpoOKy 3BapHOTO 3’€THAHHS
3aBJIIKM MEHIIII TBEPJOCTI MaTepiaily IpoTy;

e  MeHHmy Aedopmamio geTani 3aBASKH
3HIDKCHHIO TEMITePaTypH 3BapIOBaHHS;

®  3HWKEHHS WMOBIPHOCTI MPOMATIOBAHHS
TOHKHUX JIeTaJICii;

e  XOpOIle yIIJIbHEHHS B3JIOBX IIIBA.

Ionpu Bci nmepearu nporecy MIG-nasHHES
Ta HasBHICTh HA PHHKY CYYaCHHMX 3BaplOBaJTbHUX
MiBaBTOMATIB, sKi 3JIaTHI Horo 3ade3mevyyBarw,
3BapIOBAIbHUKK HE MAlOTh YITKUX pPEKOMEHIAIliH
1010 BHOOPY peXHUMiB poOOTH 0ONaJHaHHS Ta iX
BIUIMBY Ha MapaMeTpu IIBiB 3BapHUX 3 €HAHb.
JocmipkeHHs BIDIMBY PEXHMIB TMAsHHSA Ha Tapa-
METPH 3BapHHX IIBIB 3 BpaxyBaHHIM CHHEp-
TETUYIHOTO e(PEKTY pOOOTH 3BAPIOBANTBLHUX ITIBABTO-
MaTiB JO3BOJIUTH PO3POOUTH HEOOXiTHI PEKOMEH-
nmanii.

AHaii3 ocTraHHiX aociigxkeHsb i myoOJika-
uiit. [{ng Bukonauus npouecy MIG-nastHHs nucTO-
BOI CTalli SIK 3BAPIOBAIBHHUI €JIEKTPOJ BUKOPHCTO-
BYIOTh  CIHCIabHUHA  MiITHO-KpEMHI€BUI NPT
(CuSi3) abo 6ponzorwmii apit (CUAI8 i CuSnb) [2;
16]. Temnepatypa miaBieHHs: Takux ApoTiB ~ 1060
°C, 1110 3HaYHO HIKYE 3a TEMIIEPATYPY IUIABICHHS
cranpHoro gapory mpu MIG/MAG 3BaproBaHHI
~ 1650 °C. 3a Takux yMOB TUIABUTKLCS JIMIIIE MIPHCA-
JIKOBHU MeTan, HE pO3IUIABIIIOYMA MpPU IBOMY
HABKOJIMIITHIA MeTan y 30HI 3BaproBaHHs. Po3mias
3BapIOBAIHOTO JpOTY (OpMye 3BApHHI IIOB Ha

MOBEPXHI JIeTalli, HE MPOHUKAIOYM B OCHOBHHMA
MeTajd. 3aBASKHA IIbOMY JOCSTal0Th HU3BKOTO TEIl-
JOBKJIIAJICHHS Ta 3HIKYETHCS PH3MK Aedopmarrii
HaBITh JyXe TOHKUX neTaneit [6; 17]. Ilpu mpomy
MIITHICTh 3’€THAHb Maibke Taka, sIK ITiJ] 9ac 3Bapro-
BaHHs. [I711 3aXHCTy 3BaprOBAbHOI BaHHU 1 PO3II-
JABJICHOTO JAPOTY PEKOMEHIYEThCS  IHEPTHHM
3axucHuit ra3 aprou (Ar 100 %) [8; 16; 20].

Hocnimkennsm nponecie MIG-nasHas npu-
CBAYCHO Oarato mpamb SK BITYM3HAHUX, TaK i
3aKOpJOHHUX BUCHUX. 30KpeMa, y mpari [11] obr-
PYHTOBaHO MOXIIHBICTh 3aMiHM KOHTAKTHOT'O TOY-
KOBOTO 3BaplOBaHHs Ky30BHUX JeTalell 3aKpUTOTO
nepepizy. Y mpami [12] BcTaHOBIIEHO, IO SIKICTh
npounecy MIG-asHHA 3aleXuTh Bil CTpyMYy,
HAPYT'W Ta TEXHOJIOTIYHOI IIBHIKOCTI TAsHHS.
Ipams [13] mpucBsiueHa TOCTIIKEHHIO BIUTUBY
YUCTOTH TIOBEPXHI JeTalleil Ha SKIiCTh 3’ €JIHaHb.
ABTOpaMU BCTAaHOBJICHO, 110 CTaH IMMOBEPXHI JeTall
BIUIMBAa€ Ha 3BapHe 3’€¢JHaHHA. Tak, HasSBHICTh
MOKPUTTS HA TOBEPXHI JeTalli MOXE BUKIMKATH
nedeKTH B 30HI 3BapioBaHHS. BOHO TakoX BIUIMBAE
Ha MEXaHI4YHi BJIACTUBOCTI 3’ €IHAHHA.

OxpeMmi mpami HPUCBSIUEHI JOCIHIIPKCHHIO
MO>KJIMBOCTI 3’€IHAHHA CTaJI 3 MaTepialaMy pPi3HOT
MirnHOCTI MeTogoM MIG-nastaas. Tak, y mpari [18]
BCTaHOBJICHO, 1110 HOBI MPOIIECH 3’ €THAHHS, TaKi K
JasepHe 3BapioBaHHS y Bakyymi, MIG-nasHHs
AMIOMIHIIO 31 CcTa/uTIo 400 HOB1 TEXHOJIOTIT IS
3’€HaHHS CTali 3 TUIACTMAacaMU apMOBaHUMH BO-
JOKHAMH CIPSMOBaHI Ha CTBOPCHHS HOBUX MOX-
JMUBOCTEH M1 BUTOTOBJICHHS CKJIAJHUX KOHC-
TPyKLii. MiIHICTh Ta Hpane3laTHICTh TaKUX 3’ €1-
HAaHb OOBCJACHA ,Z[OCJ'Ii}l)KeHHHMI/I, BUKIIAJCHUMHU Yy
npami [15]. i pesynpTatamm BcTaHOBIIEHO, TIIO Mill-
HICTh Ha PO3PHB MAasSHUX 3’€HAHb I CTAJCH pi3-
HOTO CKJIaJly Maiike He BiIPI3HAETHCSA, a MOACKYAH
€ BUIIIOK, HIXK B OCHOBHOT'O MaTepiaiy.

V mpasix [4; 5; 21] noBeaeno, 1o 3acTocy-
BaHHs MIG-nastHHS 703BOJIsIE 30€perTH 3axXUCHE
MOKPUTTSL TIPU 3’€IHAHHI ONWHKOBAHUX JICTAJICH.
ABTOpaMu BCTaHOBIIEHO, L0 IIPYU yrOBOMY IasH-
Hi, Ha BiAMIHY BiJl TyrOBOTO 3BapIOBAHHS, 3aXHCHE
MIOKPUTTSl HE BHIIAPOBYETHCS, a MOXKIIMBE JIUIIE
PO3IUIABIICHHS IMHKY B MPWIETIUX O IIIBa
IUISHKAX 33 PaXyHOK MEHIIOr0 TEMIIEPaTyPHOTO
BIMBY. JlinsHKAa HAMOIMBIIOrO MOIIKOMIKCHHS
MOKPHUTTS NpPU IYTOBOMY TMAsSHHI HE IEPEBHUILYE
1 mm. Kopo3iitHa cTilikicTb 3’€IHaHb OIMHKOBAHUX
JeTalici, BUKOHAHHX MeTtogoM MIG-nasHHS, € Ha-
0araTo BHIIOIO BiJl CTIMKOCTI 3BapHUX 3’€IHAHB, a
TaKOX caMi IIBU € KOPO31IHHOCTIHKUMU.

ITocranoBka 3aBnanHs. IIpoBeneHuil aHa-
T3 TOCIIKEHb, IPUCBIYCHUX BUBYCHHIO MPOIIECY

25



Po3zmin 2

MIG-nasiuus, mokasas, [0 HE3HAYHA iX 4YacTHHA
MPUCBSYEHA PO3pOOI MPAKTHIHUX PEKOMEHIAIIN
IIOJI0 BUKOHAHHS IIbOTO TMPOIECY CYYaCHHUMHU
3BapIOBAJILHAME amapaTaMu. 3HaiileHi BigoOMOCTI
10710 POOOTH 3BaPIOBAIILHOTO O0JIaJIHAHHS MArOTh
3arajlbHAN XapakTep 1 HE TIATBEPIDKCHI eKcIie-
PUMEHTATBHUME JOCHTIDKCHHAMHU. TOMYy METOI0
HaIoi poOOTH € JOCTIIKCHHS BIUIMBY MapaMeTpiB
nporiecy MIG-nasHHS KOHCTPYKIIHHOT CTalmi 3
BpaxyBaHHSIM CHHEPIreTHYHOTO e(eKTy poboTH
3BapIOBAJILHOTO MIBABTOMATA.

Buknan ocHoBHOro marepiany. [lns BuKo-
HAHHS IOCTABJICHOT'0 B pOOOTI 3aBJJaHHS Ha TIEPILO-
My eTali TPOBOJWIM HAIUIABJICHHS BAJIMKIB CIie-
[iaIbHUM MiJHO-KpeMHieBHM apoToM CuSi3 mia-
MetpoMm 1,2 MM. HamuaBieHHs 3ailiCHIOBaIM Ha
TUIACTUHI TOBIIMHOKO 6 MM 31 ctam 0912C.

a)

Jns ekcriepuMeHTaTbHAX JOCIIIKEHb BHKO-
PHUCTOBYBATM 3BApIOBAIGHUN ITiBaBTOMAT 1rans
Puls Synergic (TPS) 2700 CMT iuBepTOpHOTO
tury ¢ipmu Fronius 3 MikponporiecopHuM KepyBa-
HHSAM Ta BOYJOBaHWM 4-pOJMKOBUM MEXaHi3MOM
mojavi  3BaproBaIbHOTO JpoTy. Amapar OyB
ocHaleHnd nmaneHuKoM Fronius PullMig 3 monat-
KOBHM MEXaHi3MOM TOZAa4i APOTY. 3 OCHOBHHM
MEXaHI3MOM I0JIavi APOTY BiH 3’€HAHUHN MUIAHTO-
BuM makeToM Pull Mig Job Master 3 nemmdepaum
MPUCTPOEM. 3BaplOBaHHS BUKOHYBaIH B 3aXHC-
HOMY cepenoBuIli uucToro aprouny (Ar 100 %) B
ABTOMATHYHOMY  pEXKHMI 32  JOIOMOTOIO
3BaproBabHOI KONMOHU APS, mnpusHaueHoi st
THIAHOTO TIepeMillIeHHs TAIbHUKA 3BapIOBaIbHOTO
aBTOMATa BiJIHOCHO 30HHU 3BapIOBaHHS (BUKOHAHHS
JiHifHUX 3BapHKX mBiB) [8—10].

Puc. 1. YcraHoBka 17151 aBTOMaTHYHOIO 3BapIOBaHHSL:
a — 3aranbHUI BUTISIT; b — MaHenb KepyBaHHS 3BapIOBAIbHOI KOJIOHH; C — MaHEb KePYBAHHS DKepena CTPyMy
Fig. 1. Automatic welding unit:
a — general view; b — welding column control panel; ¢ — control panel of power source

VY mporeci A0CTiKeHb BaJIMKH HATJIaBIIsLIIH
B YOTHPHOX PI3HUX pEKHMax pPOOOTH JpKepesa
xuBieHHs: Standard — crammapTHuii; Synergic —
cuHepretnyHuii; Pulse Synergic — mynbscyrounit
cunepretnynnid; Cold Metal Transfer — xomogHe
neperecerns Metany [9; 20]. Jkepeno »KUBICHHS

OyJi0 HanmamToBaHE HAa CTPYM 3BaproBaHHS |, =
155 A, a mBUAKICTH 3BaproBaHHs (IIBUAKICTh TIepe-
MIIICHHS TaJIbHUKa) 3a0e3nedyBaiach 3BaproBa-
JTHHOI KOJIOHOK Ha piBHI V., = 2,5 m/xB. 3ara-
JILHUN BUTJIA OTPHUMAHUX HAIUIaBJICHUX BaJ'H/IKiB

CaER AT, g 3

Puc. 2. Harunasneni Banuku MetoioM MIG-TiastHHS B pexIMaXx:
CMT - Cold Metal Transfer; PS — Pulse Synergic; S — Synergic; St — Standard
Fig. 2. Welded rollers by MIG brazing in the modes:
CMT - Cold Metal Transfer; PS — Pulse Synergic; S — Synergic; St — Standard

Sk 6aunmo (puc. 3), Halkpama sSKicTb Gop-
MYBaHHS 3BapHOTO BaJMKa OTPUMaHa il Yac 3Ba-
proBaHHs B pexkumi «Synergicy. Jlyra ropina cradi-
JpHO 0e3 po30pH3KyBaHHS PO3IUIABIEHOTO METairy
€JIeKTpOoIHOTO ApoTy. [Ipy HamaBIeHHI BaJUKIB y
pexumax CMT 1 Pulse Synergic cmoctepiranocs

HE3HAYHE PO30PHU3KYBAHHS PO3ILIABICHOTO METATY
Ta HECIJIABJICHHS BAJIMKIB 3 OCHOBHUM MaTepiajioM.
Haiiripma sxicte Banuki Oyna npu MIG-niasHHi B
pexumi Standard. [yra ropiza HecTaOimpHO 3
oOpuBaMu, MeTall po30pU3KYBaBCs, OB OyB HEPIB-
HOMIpHUH 3 miJipi3amMul Ta MICISIMH HE CILIABJISIBCS
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3 OCHOBHHM METAJIOM.

Hoxepeno sxkunenast TPS 2700 CMT, sk i
OIIBIIICTh Cy4acHHUX 3BaplOBAIHUX MiBaBTOMATIB,
3maTHe 3a0e3nedyBaTi e(peKT CHHEPreTUIHOTO Ke-
pyBanHs. el edekT (cmHEpreTHKa) IPYHTYETHCS
Ha BUKOPHUCTaHHI MIKPOIPOIIECOPHUX CHCTEM (MiK-
POKOHTpOJIEpiB) sl BUOOpPY Ta 3abe3nedeHHs
ONITHMAJIbHUX BEJIMYWH, IapaMeTpiB IMIIYJbCIB i
BUJIy 3BapIOBAILHOTO CTPYMY 3 ypaxyBaHHIM Map-
K, TOBIIMHHU Ta BIACTHBOCTEH MeTaly BHpOOy, a
TaKoXX OCOOJIMBOCTEH 3BaplOBAILHUX Marepialis:
IiaMeTpa Ta MapK ApOTY, BHIY Ta CKIaLy 3aXH-
cHoro rasy tomio. CHHepreTHKa J03BOJISIE KOPHC-
TyBady 3MIHIOBaTH BCi HAaJANITyBaHHs 3BaploBa-
JIBHOTO arapata, 3MIHIOIYH JIMIIEe OJUH 3 mHapa-

METpiB Mpoliecy 3BapioBaHHs. SIKIO, HANpHKIA[,
3MIHHTH Ha amapari TOBIIMHY 3BapIOBaHHUX JeTa-
Jield, e COPUYMHUTD 3MiHY 3BaplOBAILHOTO CTPYMY
Ta HaIpyT'", MIBUAKOCTI MOJavi IpOTy 1 BIUIMHE Ha
IHAYKTUBHICTh AYTH Ta KUIBKICTh IMITYJIBCIB Y JIaH-
11031 3MiHHOTO cTpyMYy [1; 3].

Jpyruii eranm IOCHiIKEHb IOJATaB y BU3-
Ha4yeHHI BIUIMBY CHHEPTeTHKH Ha IapaMeTpu Ipo-
necy MIG-nasanas. Y HamamryBaHHIX JpKepena
JKHBJICHHsI 3a/1aBajlach MOCTiHA TOBIMHA 3BaprO-
BaHOI JieTalli Ta BU3HAYAIM 3HAYEHHS CTPyMYy 3Ba-
proBaHHA |, mIBHAKOCTI TOnaui apoty V, Ta Ham-
pyru 3BaproBaHHs U,, Ha Pi3HUX pexHMax poOOTH
miBaBromara. OTpuMaHi pe3ydbTaTH JOCITIIKCHb
HaBeneHi B Ta0u. 1.

Tabauus 1. [Tapamerpu npouecy MIG-niasgsHHS MeTary TOBIIMHOKO 3 MM Ha Pi3HHX PEKAMaX POOOTH
3BaproBanbHOTO MiBaBTOMaTa TPS 2700 CMT
Table 1. Parameters of the MIG brazing process for 3 mm thick metal in different operating modes of the
TPS 2700 CMT semi-automatic welding machine

ToBuga IIIBuakicTh
Pexxum MIG-niastaus nerani 3BApPIOBAHHS
9, MM V,5, M/XB
Synergic
Pulse Synergic
ynerg 25

Cold Metal Transfer
Standard*

CTpyM 3BaproBaHHS LHBHHFiCTL Harpyra
LA MoJiavi APOTy ~ 3BAapIOBAHHS
3 V,, M/XB U, B
158 5,0 14,7
89 29 19,6
225 9,6 20,5
- 0-22 17,5

* Ilns pexxumy Standard mxepeno skusniennst Fronius TPS 2700 CMT BigoOpaskae MOTOYHI 3HAYEHHS
3BapIOBAJIBHOIO CTPYMY Ta LIBUAKOCTI MOAA4l POTY IiJl Yac 3anajroBaHHs i TOPIHHS TyTH

VY pe3ynbTati JOCHiPKEHh BCTAHOBJICHO, IO,
3a[]af0Yd IOCTIMHE 3HAYCHHS TOBIIMHU 3BaprOBa-
HUX JeTalell Ha Pi3HUX peXHMax poOOTH, MiKpO-
MPOIIECOpHA CHUCTeMa JpKepena KuBjieHHs TPS
2700 CMT 3amae pi3Hi 3HAUEHHS IHIIUX Mapame-
TPIiB MpPOIECY 3BaprOBaHHs. 3a CTaNol MIBHUIKOCTI
3BapIOBaHHS I NMPHU3BOJIUTH 10 OTPUMAHHS 3Bap-

HHX IIBiB 3 PI3HUMH T€OMETPHYHHMHE TapaMerpa-
MH (Tabi. 2).

Po3mipn HaruraBieHNX BaJUKIB BHMipIOBAJIH
CNICKTPOHHUM IUTAHTCHIMPKYJIEM 3 TOYHICTIO JIO
0,01 mm (puc. 3). Cepenni 3HaYCHHST PE3yJIbTATIB
BUMIpIOBaHHS HaBEJICHI B Ta0II. 2.

Puc. 3. BumiproBaHHs1 po3MipiB 3BapHOTO 11IBa
Fig. 3. Measuring of weld dimensions
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Tabuus 2. [Tapamerpu 3BapHUX BAIKKIB, OTpUMaHuX MeToAoM MIG-masHHS MeTary TOBIIUHOK 3 MM
Ha PI3HMX pexXuMax poOOoTH 3BaproBanbHOro niBasromara TPS 2700 CMT
Table 2. Parameters of welded rolls produced by MIG brazing of 3 mm thick metal in different operating
modes of the semi-automatic welding machine TPS 2700 CMT

Pexxum MIG-nastaust g, MM

Synergic 1,58
Pulse Synergic 2,21
Cold Metal Transfer 2,27
Standard 2,38

e, MM
6,34
8,28
12,88
9,93

Burnaz msa
P Y

VY pesyinbTari IOCHIIKEHb BCTAHOBJIEHO, IO CHHEPreTHYHHH e(eKT KepyBaHHs IPALIOE TIJIbKH B
Mekax oOpaHoro pexumy. [Ipu HocCTiiiHIH TOBIIUHI JeTallei Ha PI3HUX peXMMax 3BapIOBaHHS HEOOXiTHO
JOJATKOBO KOPHUTYBATH MapaMeTpu CTPyMY, IoJadi IpoTy Ta MIBUAKOCTI 3BApIOBAHHSL

Tabauus 3. [Tapamerpu npouecy MIG-niassans 3BaproBansHIM MiBaBTOMaTOoM TPS 2700 CMT
Table 3. Process parameters for MIG brazing with the TPS 2700 CMT semi-automatic welding machine

P MIG- ToBmuHa netaint CtpyM 3BaproBaHH: [IBuakicTs mogaui HamnpyrassaproBanus
J, MM Ly, A npoty V,, M/XB U,, B

TIasTHHS . : . .

min max min max min max min max
Synergic 0,8 5,3 58 270 2,0 8,9 124 25,2
Pulse Synergic 0,6 5,9 17 270 1,0 10,2 15,8 25,8
Cold Metal 0,6 2,9 23 225 0,8 9,6 6,5 20,5
Transfer
Standard** - - - - 0,5 22 17,2

** Y pexumi Standard mrs mxepena xusieHHs Fronius TPS 2700 CMT MokHa perymroBaTé TiTBKA
MIBUAKICTB MoJavi ApoTy. [HIIi mapaMmeTpu MOKHA BU3HAYUTH TUTBKH M 4ac TOPIHHS IyTH

OCKIJIBKM OJHUM 3 OCHOBHUX 3aBJaHb TEX-
HOJIOTIYHOTO IPOIECY 3BapIOBAHHS € OTPUMAHHSI
3BapHUX 3’€JHAHb HEOOXITHOI SKOCTI, sIKa XapakTe-
PHU3YETHCS BIIACTHBOCTSMH METaITy IIBa Ta JeTajeh
y IpPUIIOBHIM 30HI, a TAKOX IX TeOMETPUUYHHUMHU
mapamMeTpaMy, TO OJHHUMH 3 OCHOBHHX XapakTe-
PHCTHK 3BapHOTO IBa, SIKI BH3HAYAIOTHCS HOTO
TCOMETPUYHMMH  IapaMeTpaMu, € Koe]imieHT
¢dopmu mBa Ky, = e/t Ta koedinieHT omyknocTi msa
K, = elq (puc. 4).

3a JIOMOMOTOI0 3MiHM TMapaMeTpiB MPOIECy
3BapIOBaHHSA (HANPHKIIAA, TIOJSIPHOCTI) MOXKHA
3a0e3MeYnTH 3MEHIICHHS I[MUPHHU ImBa 31 30i-
JBIICHHSAM TJIMOMHU TPOIUIABIEHHS 1 HaBNaKHU. Y
MEepIIOMY BHIMAJIKYy 1€ MPH3BEAE J0 3MCHIICHHS
KoedimieHTiB opMH Ta OIMYKIIOCTI, a B IHIIOMY —
10 1X 301ITBIICHHS.

30UTBIICHHS. CHIIM CTPYMY IPHU3BOAUTH JIO
3pOCTaHHs TIMOWHM TPOTUIABICHHS h 1 3MEHIIICHHST
mificuneHHs mBa (. Y pe3ynbTaTi Ie 3ade3rnedye
3HIKEHHA Koedilienta Gpopmu Ky Ta xoedinienra
omykiocti mBa K,. PerymoBaHHsIM BeIUYWHH 3Ba-
PIOBAIBHOTO CTPYMY 3MIHIOIOTH TJHOMHY IpOI-
JIaBJICHHS OCHOBHOTO MeTany. Buia MBHAKICTH
3BapIOBaHHS JIa€ MEHINY IIUPUHY IIBA, 10, CBOEIO
4eproro, MPU3BOIUTH 1O 3MCHIICHHS KoedilieHTa
(hopmu Ta 30UTBIIEHHS KOe(]illieHTa OMYKJIOCTI.

Ax yxe 3ramyBaniocs padilie, y Mponeci
MIG-nasiHHs TemniepaTypa IUIaBIeHHS JPOTY 3HA-

YHO MEHIIA BiJl TEMIEpaTypu IJIABJICHHS JETali.
Marepian 3BaproBaHHX JAeTajleil He poO3IIaBis-
€TBCS, @ PO3ILIAB ENIEKTPO/IA JIATAE 3BEPXY, HE 3Mi-
IIYIOYUCHh 3 HUAM. 3pa3kd TONEpPeYHHX IepepisiB
3BapHUX IIBIB CTalli, BUKOHAaHUX MeToaoM MIG-
MastHHS, IPEACTABIEH] Ha puc. 5.

e

= » '

. . -

-

b

- »og

Puc. 4. 'eomeTpnyHi napamMeTpy CTHKOBOTO 3BapHOTO
miBa:
b — 3a30p B cTUKY; S — TOBLIMHA AETali; € — IIHUPHUHA
111Ba;
t — ToBuMHA miBa; h — rmuOUHA NPOTUIABICHHS; (| —
ITiJICUJICHHS 1I1Ba
Fig. 4. Geometric parameters of the butt weld
b — joint gap; s — part thickness; e — weld width; t —
weld thickness;
h — penetration depth; g — weld reinforcement
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Marmian Ta po60di mporecH arpornpoOMHUCIOBOTO BUPOOHHUIITBA

Puc. 5. Tlonepeuni nmepepizu 3BapHAX MIBIB:
a — CTHKOBHIA; b — HaITyCKOBHIA; ¢ — TaBPOBHiA
Fig. 5. Cross sections of welds:

a— butt weld; b — overlap weld; ¢ — tack weld

Sk Gaummo, MeTan pO3IUIABICHOTO EJIeK-
TPOAHOTO JAPOTY (popMye IIOB, HE 3MINIYIOYHCH 3
OCHOBHUMM MeTaiioM paetaii. OCKUIBKM OCHOBHHM
MeTaJ] He [OCSATae TeMIIepaTypH IUIABIEHHS, TO
HOro CTpyKTypa Ta BJIACTHBOCTI HE 3MIHIOIOTHCS, a
PH3HK MPOMAIOBAHHSA TOHKOTO JIUCTOBOIO MaTe-
piary 3MeHmyeTbes. KpiM Toro, 3a BiAICYTHOCTI
3MIITyBaHHS METAJIiB €JIEKTpoJia 1 JeTali Iij Jac
3BapIOBaHHA JeTaleld BCTUK 0e3 3a30py 3 aHali3zy
TCOMETPUYHHX MapaMETPiB IIBa MOXKHA BHUKIIO-
YUTH TJMOMHY MporUiaBieHHs h, a ToumHa mBa t
Oyze piBHa BeMuHHI Horo macunenss  (t = q).

[Ipu mopiBHsHHI pexumiB  MIG-nasHHS
YiTKO BUJHO, IO B pexumax Synergic Ta CMT
3BapIOBaHi BAJUKHU IIBAa € OUIbII OJHOPITHUMH i
piBHOMIpHUMH 0€3 CITiIiB pO30pPH3KyBaHHS.

AHaJi3 po3MipiB HAIUTABJICHUX BAIHKIB (IIUB.
puc. 2, 3), BUKOHAaHUX Ha Pi3HUX PEKUMAX, MOKa-
3aB, 110 MiACHIEHHS mBa ( s pexumy CMT cyt-
TEBO 30UTBIIYETHCSA TMOPIBHSAHO 3 IHIIMMH PEXKHU-
MaMH Ha HIDKYHX CTpyMax 3BaproBaHHS. Takox
aHaJli3 TI0Ka3aB, MO 31 30UIBIMICHHIM CTPyMY
3BapIOBaHHS IIMPHHA IIBa 301TbLIyeThCS. Xapak-
Tep 3MIiHH L€l BEIMYMHU OJTHAKOBHA IS BCIX pe-
)kumiB MIG-massHHSL. AHANOTIYHA 3aJISKHICTh CIIO-
cTepiraeTbCs 1 JUIS MIBHUAKOCTI 3BaproBaHHA. 3i
3pOCTaHHSAM WIBHJIKOCTI TMEpeMillleHHS MalbHUKA
IIMpHUHA IIBa 3MeHIIyeTbes. OpHak Uit 3abesme-
YeHHsI PIBHOMIPHOCTI IMOBEPXHi IIIBa Ta 3HMKCHHS
po3opuskyBanHs mns pexkumiB CMT 1 Standard
MIBHJKICTH 3BaproBaHHs Mac Oyt B 1,5-2 pasu Bu-
moro, HDK s pexxumiB Pulse Synergic i Synergic
3a THUX XK€ IMapaMeTpiB MpoLecy.

OKpeMHMH JOCIIPKSHHSMH MIIHOCTI IIIBiB,
BUKOHaHNX MeTonoM MIG-masHHS, Ha pO3pHUB
BCTAHOBJIICHO, 110 MAaKCHMAaJlbHE HABaHTAKCHHS,
SIKe MOXKE BUTPHUMYBATH TaKH{ IIIOB, BCHOTO Ha
10...12 % HmKYe Big MIIIHOCTI aHAJIOITYHUX IIBIB,
BUKOHAHUX 3BUYaiiHuM MIG-3BaproBaHHSIM.

BucHoBkH
VY pe3ysbTati MPOBEJCHUX JOCIIHKEHb BCTa-
HOBJICHO, o nponec MIG-nastHHS cram 3a gomo-
MOTOI0 3BapIOBAJILHOTO ITiBABTOMAaTa amapaToM
Fronius TPS 2700 CMT mae meBHI 0coOmMBOCTI
HaJAINTYBAaHHS TEXHOJIOTIYHHMX TapamMeTpiB Ha pi3-

HUX pexuMax ioro poboru. CuHepreTuka pxepena
JKUBJICHHS JI03BOJISIE 33J]aBaTH OCHOBHI HapaMeTpu
MIPOIIECY B TAKUX MEXKaX:

- TOBILIMHA 3BAPIOBAHUX AETANEH —
0,6...6 mMm;

- CTpyM 3BaproBaHHs — 17...270 A;

- Hampyra 3BaproBaaas — 6,5...25,8 B;

- MBUAKICTH mojavi Apoty — 0,5...22 M/XB.

Haiikpama sikicte MIG-niasiHHSL ZOCSTa€ThCS
3a poOOTH 3BapIOBANILHOTO MIBABTOMATA B PEXKUMaX
Synergic Ta CMT. /1511 3BaproBaHHs JTUCTOBOI CcTai
TOBIIMHOKO 1...3 MM Ha IHUX peXHMax CTPyM 3Ba-
proBaHHS Cij 3agaBath B miana3oni 90...160 A
MpH MBUAKOCTI Mmojaavi ApoTy 3...5 M/XB BiAIOBi-
JTHO.

Ha reomerpuwuHi mapameTpw IIBIiB TaKOX
BITMBA€ MIBUIKICTH 3BaproBaHHsA. 3i 301JIbIICHHSIM
IIBUAKOCTI MepeMillleHHs] TalbHUKA IWPHUHA IIBa
3MEHIIYEThCA, a OTXKE, OMYKJICTh IIBa 3pPOCTAaE.
Tomy st orpumanHst wMetomom MIG-masaHS
3’€JJHaHb HEOOXiTHOI SKOCTI Cllifi 3a0e3rmeuyBaTH
CTaJTy NIBUJIKICTH 3BapIOBaHHSI.
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