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HIBeus O., Kopynsik I1., bBepe3oBennknii C., ['opogeunbkuii L., Hlepemeta P. lociixkeHHs cCHHePreTHYHOT0 e)eKTy mia
yac HAJALITYBAHHS JKepesa 3BaplOBaJbHOIO CTPYMY iHBePTOPHOr0 THUMY 3 MiKPONPOLIECOPHHM KePYBaHHSIM Ha
NPUKJIATI 3BapoBajibHOro anapara TPS 2700CMT

JIxepena 3BaplOBaJIbHOTO CTPYMY iHBEPTOPHOTO THITY 3 MiKPOIIPOLIECOPHIM KePYBaHHSM e(DeKTHBHO 3a0€3MeUyIOTh MPOLECH
MEXaHi30BaHOTO Ta aBTOMATHYHOTO 3BaproBaHHs. J[kepena >KUBJIEHHS CyJYacHHMX 3BapOBaJIbHUX IMiBaBTOMATIB 3IaTHi
3a0e3neuyBatu eekT cuHepreTuyHoro kepyBaHHs. Lleill edexr 0Ga3yeTbcss Ha BHKOPHUCTAHHI MIKpPONPOLIECOPHUX CHUCTEM
(mikpokoHTpoOJIepiB) A1 BHOOPY Ta 3a0e3IeueHHsT ONTHMAJIbHUX BEJMYHH, [IapaMeTpiB IMIYJbCIB i BUIY 3BapIOBAJBHOIO
CTpYyMY, 3 ypaxyBaHHSIM MapKH, TOBIIMHU Ta BIACTUBOCTEH MeTally BUpOOY, a TAKOkK OCOOIMBOCTEH 3BapIOBAIbHUX MaTepialiB:
JliameTpa Ta MapKH JpOTY, BUIY Ta CKJIa1y 3aXUCHOT0 razy Toio. CHHepreTHYHUH PEKUM Ja€ 3MOTY KOPHCTYBaueBi 3MiHIOBATH
BCl HaJaINTyBaHHS 3BapIOBAJIBLHOTO amapara IUIIXOM 3MIHM JIMIIE OJHOTO Mapamerpa Hpolecy 3BapioBaHHA. OmHaK
iHpopmaris, BimoOpakeHa B IHCTPYKIi 3 eKCIUTyaTallii 3BaplOBAILHOTO amapaTy, He Ja€ 3MOTH OIepaTopy IIBHUIKO
MIroTyBaTH HOTO 10 poOOTH. BHBUSHHS OCOOIMBOCTEH HAAIITYBaHHS KOXKHOTO 3 JOCTYITHHX ITIPOLIECIB 3BapIOBAHHS Jac
3MOry chopMyBaTH YiTKHUI alrOPUTM HOCIIIOBHOCTI Ta MEX PETryJIIOBaHHS NapaMeTpiB poOOTH JDKepera )KUBICHHS, a TAKOXK
PO3pPOOUTH MPAKTUYHI PEKOMEHIALT TS i JrTOTOBKU HOTO 10 POOOTH.

ExcriepyMeHTabHi TOCIIDKEHHS IPOBEICHO 3 METOI0 BU3HAUCHHS BIUIMBY CHHEPIETHYHOTO PEXXUMY Ha IapaMeTpH MPOLECy
MIG/MAG 3BaproBarHs. Y Tpolieci JOCTiKEHh BUBYEHO (YHKIIOHAIBHI MOXJIHMBOCTI miBaBToMara TPS 2700 CMT y
pexxnmax Standard, Synergic, Pulse Synergic Ta Cold Metal Transfer, a Takox BIUIMB mapaMeTpiB Iporiecy 3BapiOBaHHS Ha
SIKICTh 3BapHHX IIIBIB.

Ha ocHoBi aHanizy oco0nuBOcTel HaJalITyBaHHS KOXKHOTO 3 JOCTYIHHUX HPOIECIB 3BApPIOBAaHHS Ta JOCIIDKCHHS BIUIUBY
CHHEPreTHYHOTO PeXUMY Ha IPOIleC HAJAIITyBaHH HEOOXiMHUX IapaMeTpiB poOOTH 3BapIOBATIBHOTO KEPENa BCTAHOBJICHO
MEXi PeryiioBaHHs [IapaMeTpiB Mpolecy 3BaproBaHHsA. OTPUMAHO 3aJIeXKHOCTI ITapaMeTpiB poOOTH 3BapIOBAILHOTO JDKEpEIa,
BiJI SIKUX 3aJISKHUTh €PEKTHBHICTD Ta SIKICTh MPOLIECIB 3BapIOBaHHs. BCTaHOBIIEHO, [0 3HAYEHHS CHJIH 3BapIOBAIEHOTO CTPYMY,
MIBUJIKOCTI MOZAYi APOTY Ta HANPYTH 3BApIOBAaHHS 3aJieXKaTh BiJl TOBIIMHM 3BapIOBaHHX JeTajiell Ta JliaMeTpa eleKTpoja.
OTprMaHi 3aJ€KHOCTI MalOTh PI3HUH XapakTep AV Pi3HUX PEKHMIB 3BaplOBaHH:. BUsBIEHO, 0 3HAUYSHHS JOCIIHKYBaHUX
napaMeTpiB CyTTEBO BILTHBAIOTH Ha ()OPMY Ta pO3MipH 3BapHHX IIIBIB.

Pesynbpratu DOCiPKEHb MOXKYTh OyTH BUKOPUCTaHI IiJ 4ac po3pOOIeHHS NPaKTUYHUX PEKOMEHAALIN 100 0cOo0IMBOCTEH
BHKOPHCTAHHS 3BapioBajbHOro anapara TPS 2700 CMT Ha pi3HHX 3BapIOBAILHUX ONEPALlisX.

Kimrouogi ciioBa: MIG/MAG 3BaproBaHHsI, iHBEpPTOPHE JUKEPEIIO )KUBJICHHS, TApaMETPH IIPOLIECY 3BAPIOBAHHS, HANAIITYBAHHS
3BapIOBAILHOTO arapaTta.

Shvets O., Koruniak P., Berezovetskyi S., Horodetskyi I., Sheremeta R. Study of the synergistic effect when setting up
an inverter-type welding current source with microprocessor control using the example of the TPS 2700SMT welding
machine

Inverter-type welding power sources equipped with microprocessor control can facilitate mechanized and automatic welding
processes. Modern semi-automatic welding machines are designed to offer synergistic control, which utilizes microprocessor
systems (microcontrollers) to select and ensure optimal values for pulse parameters and the type of welding current. This is
achieved while considering factors such as the brand, thickness, and properties of the metal being welded, as well as the
characteristics of the welding materials, including the diameter and brand of wire and the type and composition of shielding gas.
The synergistic effect allows the user to adjust all settings of the welding machine by changing only one parameter of the welding
process. However, the information provided in the operating instructions often does not enable the operator to quickly prepare
the machine for use. By studying the specific settings for each available welding process, it is possible to develop a clear
algorithm detailing the sequence and limits for adjusting the parameters of the power source, along with practical
recommendations for preparing it for work.
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Posgin 6

Experimental studies were conducted to assess the influence of synergism on the parameters of the MIG/MAG welding process.
The research focused on the functional capabilities of the TPS 2700 CMT semi-automatic machine across various modes,
including Standard, Synergic, Pulse Synergic, and Cold Metal Transfer. Additionally, the study examined how welding process

parameters affect the quality of welds.

Through this investigation, the specific features of setting up each available welding process were analyzed, and the influence
of synergism on the adjustment of necessary welding source parameters was assessed. The limits for adjusting these parameters
were established, and relationships were defined showing how the parameters of the welding source impact the efficiency and
quality of the welding process. It was found that the values of welding current, wire feed speed, and welding voltage are closely
related to the thickness of the welded parts and the diameter of the wire. These relationships exhibit different characteristics for
various welding modes. Furthermore, the studied parameters significantly influence the shape and dimensions of the welds.

The results of this research can inform practical recommendations regarding the use of the TPS 2700 CMT welding machine in

diverse welding operations.

Keywords: MIG/MAG welding, inverter power source, welding process parameters, welding machine settings.

IocranoBka npodJsemu. [xepena 3BaproBajb-
HOTO CTPYMY iHBEPTOPHOTO THITY 3 MiKPOTIPOIIECOPHIM
KepyBaHHSM 3/1aTHI 3a0€3MeTyBaTH MPOIeCH MEeXaHi30-
BaHOTO Ta AaBTOMATHYHOTO 3BaplOBAaHHS CYLLTGHUM
JPOTOM y CEPEJIOBHUII 3aXHUCHHUX Ta3iB, MOPOIIKOBUM
JIPOTOM, a TaKOXK Py4HE EJICKTPOAYrOBE 3BApPHOBAHHS
IITYYHUMH TOKPUTUMH a00 HEIUIaBKUMHU BOJIbGpa-
MoBuMH enekrpomamu [1-2; 19; 21]. Kpim toro, BoHO
no3Bojsie Bukonysaru mpouec MIG/MAG 3BaproBanHs
y KUTbKOX pexxnMax [12; 19; 22]:

- pexxum cuneprermasoro MIG/MAG 3Bapro-
Banus (Synergic);

- PpOKUM  IMIYIBCHOTO  CHHEPreTHYHOTO
MIG/MAG 3Baprosanns (Pulse Synergic);

- PSKUMH XOJIOJHOTO IIEPEHECEHHS MeETalry
(CMT, CMT-Pulse);

- pexxuM 3Bu4aitnoro pydnoro MIG/MAG 3Ba-
prosauus (Manual).

xepeno xusnerns TPS 2700 CMT, sk 1 6i1b-
IIiCTh CYYacHHUX 3BapIOBAIBHUX IMIBAaBTOMATIB, 3/1aTHE
3a0e3neyyBaTd €(PEeKT CHHEPreTUYHOIO KEepYyBaHHIL.
Ieti edbekr (cuHEpreTHKa) 0a3yeThCs HA BUKOPUCTAHHI
MIKPOIPOIIECOPHUX CHUCTEM (MIKPOKOHTpOJIEPIB) ISt
BUOOpY Ta 3a0e3MeYeHHI0 ONTUMAJIbHUX BEIHYHH,
mapaMeTpiB IMITYJIbCIB 1 BUILY 3BapIOBATBHOTO CTPYMY,
3 ypaXyBaHHSM MapKH{, TOBIIMHH Ta BIIACTHBOCTCH
MeTary BUpoOy, a TAaK0K 0COOIMBOCTEH 3BapIOBAIBHIAX
MaTepiajiB: JiaMeTpa Ta MapKu JPOTY, BUAY Ta CKIAIy
3aXUcHOro Tazy Tomo. CHHepreTuka JI03BOIIIE
KOpHCTyBauy 3MIHIOBAaTH BCi HAJAIITYBaHHS 3Bapro-
BAJIbHOTO amapaTa, 3MIHIOOYHM JIMIIE OAWH 3 Iapa-
METpiB TpOILeCy 3BaproBaHHA. JSIKIIO, HaNpHKIa,
3MIHUTH Ha anapaTi TOBIIMHY 3BapIOBAHUX JCTalleH, 11e
CIPUYMHUTH 3MIiHY 3BaplOBaJbHOTO CTPYyMy Ta
HampyrH, IIBUAKOCTI IMoJadyi IpoTy 1 BIUIMHE Ha
IHIYKTABHICTD JYTH 1 KUTBKICTh IMITYJIBCIB Y JIAHITFO31
smigaoro crpymy [10; 14; 16]. BcraHnoieHHs
HEOOXiTHUX TapaMeTpiB pPoOOTH  3BapIOBAIBLHOTO
IDKepera KUBIICHHS 3a0e3Medye BHCOKY €EeKTHBHICTh
MpoLieCy 3BapIOBAHHS Ta SKICTh 3BAPHUX 3’ €THAHB.

3aproBasipuii amapar mist MIG/MAG 3Bapro-
BanHsa TPS 2700 CMT mnpusHayeHUi 111 BUKOPHC-
TaHHSA y PI3HUX TEXHOJOTIYHHX MpoIecax 3aBISKU
HAsBHOCTI 3HAYHOI KUTLKOCTI METOMIB Ta pPEKHMIB
3BapIOBaHHS. MOr0 OpraHM KepyBaHHS JO3BOJSIOTH
MIBUJIKO  HAJANITOBYBATH HEOOXiJHI  MapameTpu
IpoLecy, € AOCUTh iH(GOPMATHBHUMHU Ta 3PYYHHMH.
Ommak irdopmaris, BimoOpakeHa B IHCTPYKIUI 3
eKCIDTyaTallil 3BapIOBATBGHOTO amapary, He IO03BOJIE
orepaTopy IIBUAKO IMIATOTYBaTH HOTO JO pPOOOTH.
BuBueHHs 0COOMMBOCTEH HAaNaIITyBaHHS KOXKHOTO 3
JOCTYIIHUX TIPOIIECIB 3BApIOBaHHS JI03BOJUTH C(HOpM-
yYBaTH UiTKMH aITOPUTM IIOCHIITOBHOCTI Ta MeEX
PETYIIIOBaHHS [TapaMeTpiB poOOTH IKeperia SKUBIICHH,
a TaKOX PO3POOHMTH MPAKTHYHI PEKOMEHMAIlT 010
MATOTOBKH HOTO 10 POOOTH.

AHaJi3 ocTaHHIX 10CTiIzKeHb i myOJikaiiii. 3a
pekoMenpariisvu [12; 22] namamryBaHHsS mapaMeTpiB
npouecy MIG/MAG 3BaproBannst amaparom TPS 2700
CMT mnoumHatoth i3 BUOOPY HOTPIOHOTO CIOCOOY
3BaproBaHHA. Jls 1i€i Momenmi Jpkepena KHUBJICHHS
JOCTYTIHI YOTHPH OCHOBHI PEXHUMH MEXaHi30BaHOTO
3BaproBaHHs. Jlani 111 oO6paHoro pexxuMy BUOHPAIOTH
THII [IPUCAIKOBOTO MaTepiay (3BaplOBaIbHOTO IPOTY),
HOro JiaMeTp Ta HeOOX1THUI 3aXMCHUI Ta3.

3anexHo Bim cmoco0y BHKOPHCTAHHS 3Baplo-
BaJBHOTO OOJIQJIHAHHA Ta MapaMeTpiB 3BapHOTO 3’€-
HaHHSA B amapari i€l Mapku nepeadadeHo MOKIIUBICTh
BHOOPY HEOOXiMHOTO pexnumy poboTu (2-TakTHOTO, 4-
TaKTHOTO, CHEHiaIbHOTO 4-TaKTHOTO ab0 TOYKOBOTO
3BaproBaHHs) [15]. OtHaK CITi mam’ATaTu, Mo y JeTKHX
BUNAJKaX I[apaMeTpH, HAIAINITOBAHI Ha IaHewi
YIpPaBIiHHA OJHOTO 3 KOMIIOHEHTIB 3BapIOBAJIBHOL
cucteMu (HAampWKIan, MPUCTPOi mozadi ApoTy abdo
yJIbTa TUCTAHIIHOTO KEPYBAHHS), HE MOXKHA 3MIHUTH
Ha TaHelN KepyBaHHS IpKepena cTpyMmy. Tak, Hampuk-
JaN, TiJ 4ac BUKOPHWCTaHHS NAJbHHKIB 13 (QYHKIIIEO
PETyIIOBAaHHS BCi 3HAYEHHS MapaMeTpiB, 3adaHi 3a
JIOTIOMOTOI0 PETYJIsITopa Ta KHOMOK, 30epiratoTbes 10
HacTtynHoi 3MiHM. lle mpaBumo Ttakox nie y pasi
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TUMYaCcOBOTO BUMKHEHHSI Ta MOBTOPHOTO BBIMKHCHHS
IoKepena crtpymy [6; 10; 22].

[lix wac miATOTOBKH 3BapIOBAILHOTO arapaTa 10
pOOOTH orepaTop 0OUpae OUH i3 MapaMeTpiB, 3a SIKHUM
38/1a€ThCS MOTYXKHICTh 3BaplOBaHHs. TakUMH apamer-
pamH € TOBIIMHA 3BAPIOBAHUX KPOMOK, 3BapIOBaIbHHI
CTpyM 1 Hampyra abo mBHIAKICTH momaui apoty [13].
3HaueHHs OOpaHOTO MapaMeTpa BCTAaHOBIIOIOTH 3a
JIOTIOMOTOI0 PETYIIATOpa, a HOro BENWYMHA BimoOpa-
KAETHCS HA MU(PPOBOMY IHCIUIET, pO3TAIIOBAHOMY HAJl
HuM. [lepeniyeni mapaMeTpu mporecy 0e3nocepenHbo
NmoB’si3aHi  MDK  c00010. OCKIIBKHM 3BapIOBAJIbHUM
MBABTOMAT TPAIIOE B CHHEPTETUYHOMY PEXKHMI, IUIS
HANIAITYBaHHS PEXHUMY 3BapIOBaHHS JOCTATHBO
3MIHUTH OIUH 13 HHX, IICJIS YOrO I1HIII aBTOMATHYHO
BCTaHOBIIOIOTHCS BIAMOBIAHUM diHOM [7; 12].

VY nesKux BUMAIKax Uil JOCATHEHHS ONTHMAJIb-
HHUX Pe3yJbTaTiB 3BApIOBAHHA HEOOXITHO KOperyBaTu
mpolec TMiJ dYac 3BapiOBaHHSA IIUBIXOM  3MiHH
JOaTKOBHX MTAPaMETPiB, a caMe JOBKUHU Ta TUHAMIKH
nyrd. JI71s KopeKIii JOBXWHU TyTH B anapati TPS 2700
CMT MorxHa 3MiHCHIOBATH KOPEKIIO JOBKUHH TYTH.
MiHycOBi 3Ha4eHHS I[LOTO TMapaMeTpa BiAMOBITAIOTH
MEHIIIM JOBKUHI IYTH, a 10AaTHI — Oinbimii [8].

IIpu MIG/MAG 3BaproBaHHi B pexumi «Sy-
Nergic» iCHye MOJKIMBICTb KODPEKIl CHIM BiIpHBY
Kpanenb (KOpeKiil JUHAMIKH JyTH), IO {O3BOJISE
KOpETYBaTH SHEPrilo BIPUBY Kpameib PO3ILIABICHOTO
Mmertany. [Ipu cranmaptaomy MIG/MAG 3BaproBanHi i3
peXEMOM  «SYNergic» 1e  J03BOJISE€  3MIHIOBATH
IMHAMIKY KOPOTKOTO 3aMHKAaHHS ¥ MOMEHT IEpPEX0Iy
Kparenb MeTaily, 3a0e3ledylodn OUTBII JKOPCTKY Ta
cTabinpHy ayry (MiHYCOBI 3HAYCHHST), HEHTPATbHY IyTY
(Hy7bOBE 3HAYEHHs) Ta M'SKIIYy AYTY 3 MEHIIOO
KUTBKICTIO OpU30K MPH JOJaTHUX 3HAYCHHSX TUHAMIKA
[12; 18; 22].

Texnomoris crangaptHoro pyusoro MIG/MAG
3BapIOBaHHS — 1€ 3BapIOBaHHs 0e3 QyHKINT «Synergic».
3MiHa OIHOTO 3 MapaMeTpiB aBTOMAaTUYHO HE 3MIHIOE
HAJIAIITYBaHHs yCiX iHIUX. Yci mapameTpu podoTu
3BapIOBAILFHOTO MMiBaBTOMaTra HEOOXIJHO HaaIlTo-
ByBaTH OKPEMO BIANIOBIAHO OO BHMOT TIpOIECY
3BaproBanns [5; 15]. V pasi BuGopy craHmapTHOro
MIG/MAG 3BapioBaHHS y Py4YHOMY PEKHMI IS
KOpETYBaHHS KOPHCTYBaudy IOCTYNHI IIBUAKICTH IIO-
Ja4i IpoTy, 3BapiOBAIbHA HANPYTa, KOPEKIis TMHAMIKH
KOPOTKOTO 3aMUKAHHS Y MOMEHT IEpeXOdy Kpareib
MeTary. 3HaueHHS 3BapIOBANFHOTO CTpyMy BimoOpa-
KAETHCS JIATIE K IHIUKATOP (PaKTUIHOTO 3HAYCHHSL.

Jns HajamTyBaHHS MapameTpiB, HEOOXiTHUX
JUIi 3BaproBaHHd 3 BUkopucTanHaM «CMT» mponeca
noTpiOHO BUOpAaTH OAMH 13 CIOCOOIB 3BApPIOBaHHS:
«CMT» a6o «CMT-PULS» [5; 11; 22]. ITix gac Bubopy

BOTO TMPOIECY, OKPIM CTaJeBUX 1 HEPKaBIFOUMX
JPOTIB, CTAlOTh JOCTYIMHHMH TPHCAIKOBI MaTepiaiu
JUTS 3BaPIOBAHHS CTAJI Ta ATIOMIHIFO, a Takox st MIG-
maiika (CuSi 3, AISi 5 Tomo) [3-4; 17-18; 20; 23].
Kopekuiss mosxkunu nyru npu «CMT»-3BaproBaHHI
3MIHCHIOETBCSI AHATOTIYHO 1O CIOcoby «Synergic».
OpmHak KOpeKIlis AMHAMIKH, 3aJIeKHO BiJi 00paHOro
MPUCAIHOTO MaTepialy Ta JiaMeTpa APOTY, IO3BOJISIE
peryJroBaTH pi3Hi MapaMeTpH.

1) HamamrTyBaHHS JOJATKOBOTO CTPYMY IS
KepyBaHHS TEIUIOBUM BILUTHBOM Ha MaTepia;

2) 3MiHM JUHAMIKA KOPOTKOTO 3aMHKAHHS Y
MOMEHT IIepEXOy Kpareih MeTaly,

3) HamamTyBaHHS IMKIIB MYJIbCYBAaHHS MPH
rapsIoMy CTapTi;

4) HaANITYBaHHS Yacy raps4oro CTapTy;

5) KOpekmist iMITyJIbCY IS IUIABHOTO PEryImio-
BaHHS CHJIH BiJIpHBY KPaIieib.

IlocTanoBka 3aBaannsa. Hame 3aBnanus — Bu-
3HAYCHHS (PYHKI[IOHAIBHUX MOKITUBOCTEH 3BapIOBaJIb-
Horo miBaBToMara Trans Puls Synergic 2700 CMT, a
caM€ BCTAHOBJICHHSA BIUINBY CI/IHepFeTI/IKI/I Ha 3aJICXK-
HOCTI CTpyMy Ta HAalpyTd 3BaplOBaHHS BiJl TOBIIMHU
3BapIOBaHMX JETalick, BIUIMBY 3aJaHOro JiamMeTpa
3BapIOBAJILHOTO JPOTYy Ha INBHIKICT, HOro TMojadi,
CTpyM Ta HANpyry 3BapiOBaHHS Ta BIUIMB KOPEKIIii
JOBXUHM TYTH Ha HANpYTy 3BaplOBaHHS Ta SIKICTh
3BapHUX IIBiB.

Buxsiaa ocHOBHOT0 MaTtepiasty. 3aBaHHs eKC-
MePUMEHTATBHUAX TOCIIIKEHD TOJISTAI0 Y BU3HAYCHHI
BIUIMBY CHHEPIETHKH HA IapaMeTph  Mpolecy
MIG/MAG-3BaproBanHs. Y  Mpoleci  JIOCIIKEHb
miBaBTomar T1PS 2700 CMT wmir mpamoBaTd B
YOTHPHOX pI3HMX pekuMax poboru: «Standard» —
CTaHIapTHUit; «Synergic» — cumepreTuynmii; «Pulse
Synergic» — mynecyroumii cunepretmunmii; «Cold
Metal Transfer» (CMT) — xoJjomHe I€pPEHECEHHS
MeTany. Ha nux pexumax 3midCHIOBAIIN JOCIIIKEHHS
(YHKIIOHAIPHUX ~ MOKJIMBOCTEH  miBaBTOMaTa Ta
BIUIMBY IapaMETpiB IPOLIECY 3BapIOBaHHSI Ha SIKICTh
3Bapuux mBiB (puc. 1) [9; 17].

VY HajamTyBaHHAX IKepesia JKUBICHHsI 33 JaBaIn
MIOCTIMHY TOBILMHY 3BapIOBAHOI JeTajl Ta BU3HAYAIU
3HAYEHHS CTPYMY 3BaprOBaHHA s, MIBUAKOCTI Mojadi
npoty Vy 1 Harpyru 3BaproBaHHs Us, 32 pi3HHX peXKUMIB
pobotu miBaBTOMara. Ilig yac AOCHIIKEHb 3HAYCHHS
JiaMeTpa 3BaplOBAILHOTO IpOTy Oyio 3amaHo 1,2 M.
OTtpumaHi pe3ynbTaTH JOCIiKeHb HaBeeHi B Ta0m. 1.

3aJIe’KHOCTI MapaMeTpiB MPOIeCy 3BAapIOBAHHS
BiJl TOBIIIMHH METaJTy BiJJOOpaXkeHi Ha puc. 2—4.
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Puc. 1. 3aranpuuii Burssiy (a) Ta naHenab kepyBaHHs (0) 3BaproBabHOTO MiBaBTOMATa
Trans Puls Synergic 2700 CMT
Fig. 1. General view (a) and control panel (b) of the Trans Puls Synergic 2700 CMT
semi-automatic welding machine

Ta6auusn 1. Pe3yapratu JOCITiKEHb BIUIMBY TOBIIMHKM MeTaly Ha mapamerpu mporiecy MIG/MAG 3BaproBanss
miBaBromaroM TPS 2700 CMT (mpu d; = 1,2 Mm)

Table 1. Results of studies of the influence of metal thickness on the parameters of the MIG/MAG welding
process with the TPS 2700 CMT semi-automatic welding machine (at d, = 1.2 mm)

ToBuyHa zerai 3, Mm Crpym 3BapioBanis Ly, A HIBuaxocri noxayi apoty | Hanpyru 3BaproBaHHS Usg,
Vy, M/XB B
1 2 3 4
Pulse Synergic
1 47 1,3 17,2
4 186 5,0 23,3
7 257 7,2 25,6
Synergic
2 136 3,6 16,3
4 216 5,6 18,7
6 270 7,3 26,2
CMT
1 92 4,3 10,1
2 202 8,7 18,8
3 225 9,6 20,5
Standard
* | - | 22 17,5

* YV pexunmi Standard 3HadyeHHS TOBIIMHM OETali i CTpyMy Ha JHCIUIET pKepena sxupieHHs Fronius TPS 2700
CMT ne BimoOpaxaroTbcs. Mo)KHA 3MIHFOBAaTH TUTBKU OIBHIKICT ITOJA4i APOTY. [HIN mapaMeTpu MO)KHa BH3HAYHTH
TUIBKH MiJ] 9ac ropiHHs ayru [12].
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Fig. 2. Dependences of welding current on the thickness of the part
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Fig. 3. Dependences of wire feed speed on the thickness of the part
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Fig. 4. Dependences of welding voltage on the thickness of the part
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Fig. 5. Dependences of wire feed speed on the wire diameter

20
18
16
14
12
10

Vi, m/x8

ON DB O ®

1 2 3 4 5 6 5, mm

—dag =0,8 Mm —dag=1,2 mm

Puc. 6. 3anexHoOCTI 3BaproBaIbHOIO CTPyMY BiJ HOTO JiameTrpa
Fig. 6. Dependences of welding current on its diameter

1 2 3 4 5 6 5, mm
—dp=08mMm ——dg=1,2mm

Puc. 7. 3anexxHOCT] HaNPYTX 3BapIOBAHHS Bij AlaMeTpa ApOTy
Fig. 7. Dependences of welding voltage on wire diameter
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3 METOr BU3HAYEHHS BILTMBY JiaMeTpa JPOTY Ha
mapaMeTp HpoLecy, sKi 3aa€ DKePesio JKHUBICHHS 3
YpaxyBaHHSAM CHHEPreTHYHOrO e(eKTy, AOCIIHKYBAIH
TI K XapaKTepUCTHKH TPH BCTAHOBICHHI 3HAYCHHS
niamerpa apoty 0,8 mm. Pe3ynbraTn HaBeneHi B Tadm. 2.

BriivB  TOBIIMHE 3BaprOBAIBLHOTO JIPOTY HA
mapamerpu nporecy MIG/MAG  3paproBanHS 3
ypaxyBaHHSAM CHHEPreTHKH JDKepeia >KUBICHHS Ha
NPUKIIAAL peskuMy Synergic BimoOpaskeHi Ha puc. 5—7.

Ilin wac eKclepuMEeHTABHUX JIOCIIIKCHb
BIUIMBY KOPEKINi IyrH Ha IHIII NapameTpu poOOTH
3BapIOBAIHHOTO ITiBaBTOMaTa OYyJIO BCTAHOBJICHO, IIO
Ieii mapaMeTp He BIUIMBAE HA 3HAYCHHS 3BaPIOBAIEHOTO
CTpyMy Ta mojadi npoTy. Brumme xopekuii nyru
MPOSIBIIIETHCS TUTBPKM Ha 3HAYCHHSX HAMPYTH 3Bapro-
BaHHsI, TIPO 1110 CBiAYaTh JaHi, HaBeJeHi B Tabm. 3.

3aeXHICTh HANPYTH 3BapPIOBAHHS BiJ KOPEKIil
IyTH BijoOpaxkae puc. 8.

Ta6auns 2. Pe3ynsrati H0CITiHKEHb BIUTHBY TOBIIMHN MeTany Ha napametpu mporecy MIG/MAG 3BaproBanHs

miBaBromaroM TPS 2700 CMT (mpu d; = 0,8 mm)

Table 2. Results of studies of the influence of metal thickness on the parameters of the MIG/MAG welding
process with the TPS 2700 CMT semi-automatic welding machine (at d, = 0.8 mm)

Topuia geTai 3, My Crpym 3BaproBanis Ly, A IIBuakocti momaui npory | Hampyru 3BaproBaHHSA U,
Vy, M/XB B
Pulse Synergic
2 73 6,0 19,6
4 135 12,0 23,7
6 174 16,3 25,5
8 225 22,0 28,7
Synergic
2 112 6,7 18,0
4 175 14,0 23,4
6 200 19,0 27,8
8 245 22,0 31,5

Taonuus 3. Pe3ynbTaTté JOCIIHKEHb BIUTMBY KOPEKIii JOBXKHUHY AyT'H HA TapaMeTpU
po6otu miBasTomara TPS 2700 CMT (pesxim Synergic)

Table 3. Results of studies of the influence of arc length correction on the operating parameters of the TPS 2700
CMT semi-automatic machine (Synergic mode)

. [IBuaKOCTI MOAAYI IPOTY Hamnpyru 3BaptoBanHs
TosumHa nerami 0, MM CtpyM 3BaproBaHHs L, A V.. M/xB U, B
Kopexkis -15
2 113 6,8 15,3
4 176 14,2 20,1
6 200 19,0 23,7
Kopexkmist +15
2 111 6,6 17,9
4 175 14,1 234
6 201 19,1 27,9
30
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Puc. 8. 3anexxHOCTI HANPYTH 3BApPIOBAHHSA Bl KOPEKILi Ayru
Fig. 8. Dependences of welding voltage on arc correction
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Bmmue kopeknii Oyrm Ha SAKiCTH TpoIECy
3BapIOBAaHHS MOKHA OI[IHUTH 32 CBITJIMHAMU 3BapHUX
mBiB (puc. 9). Ilix yac qoCiIKeHb BCTAaHOBIIOBAIN
MiHYCOB1 3HAYCHHsI KOPEKIlii JOBXHHUA AYTH, MiCIs
Y4Oro BUKOHYBAJIM 3BapHE 3’ €JJHaHHs TaBPOBOTO ILIBa
0e3 3a30piB. [HIIKI OB BUTOTOBIISUIN 32 TOJATHUX
3Ha4YeHb KOpeKmii nyru. Pe3yapTaTH MOCITIIKEHHS
BIUINBY KOpEKIii Jyrm Ha 3HAYEHHS IHIINX
mapaMeTpiB poOOTH JKepena JKUBJICHHS HaBelIeHI B
tabs. 3. MakcuManbHi  3HAYCHHS  KOPEKIIil
cranoBiaTh -30 ta +30 [12; 22]. 3pasku 3BapHHX

IIBiB, BUKOHAHUX MpH Kopekii -15 Ta +15 B pexxumi
Synergic wHaBegeni Ha puc. 9. Y pesymbrati
EKCIIEpUMEHTY BCTAHOBJICHO, III0 MIHYCOB1 3HAUEHHS
KOpeKIii Iyru J03BOJSIIOTH OTPUMYBaTH MEHII
BUITYKJIMH 3BapHUil moB. Po30pu3KyBaHHS MeTaly
MiHIMalbHE 1 XapakTepHe JpiOHMMH Opu3KaMu
(puc. 9, a). Ilpu 3BaprOBaHHI 3 TOJATKOBUM 3HAYECH-
HSM KOpPEKIIi AyTH mIOB OUTHII HEPIBHOMIpHHUH 3a
MIIPUHOI0 Ta BHCOTOIO, a IMPOIEC 3BapIOBAHHS
CYNIPOBOKYBABCSI  PO3OPU3KYBaHHSIM KPYMHILIHX
JaCTHHOK PO3ILIaBIeHOr0 MeTamy (puc. 9, 6).

Puc. 9. KytoBi 3BapHi mBH, BUKOHAHI ITPX KOPEKIil qOBXUHU ayru -15 (a) Ta +15 (0)
Fig. 9. Fillet welds performed with arc length correction -15 (a) and +15 (b)

Puc. 10. 3BapHi 11BH, BUKOHAHI Ha Pi3HIA AUHAMII TyTA
Fig. 10. Welds performed at different arc dynamics
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[lpukiany 3BapHUX IMIBIB, BHUKOHAHUX MPU
pI3HMX BapiaHTaX HaJAINTYBaHHA IUHAMIKA JyTH,
HaBeneHi Ha puc. 10. Ilim yac ekcreprMeHTAIbHUX
JOCII/DKEHb JMHAMIKY JyTd 3MIHIOBAIM BiJ MiHi-
ManpHOrO -5 M0 MakcuManbHOoro +5 3HaveHsb [22].
3BaproBaHHsI BUKOHYBaIH B pexkumi Pulse Synergic.

Sx OGaummo i3 pumc. 10, a, 3BapHUIl 1OB,
BHKOHAHUH 13 MiHIMAJILHOIO JIMHAMIKOIO JTyT'H, BUHIIIOB
TOHIIIMM TOPIBHSHO 3 IHIIMMH BapiaHTamu. Kpim Toro,
«IyCOYKH» IIBAa MAald OLIBIIY HPOTSKHICTH Y3I0BXK
IIBA.

IIpu 3BaproBaHHI Ha HYJIBOBIM IUHAMILI TyTH
OB OUIBII PO3IUIMBYACTHH, 13 YITKOKO PIBHOMIPHOIO
JIYCKATICTIO IO BCiii moBykwuHi (muB. puc. 10, 6).

MakcuMmarnbHe — 3HAYCHHS  JAWHAMIKA  JyTH
3a0e3neuye M’ SIKIIY IYTY 3 MEHIIIOI KiJTbKICTIO OpU30K.
Kpim Tor0, I10B BUXOJUTH PO3IUIMBYACTHH, i3 ApiOHOIO
nyckaricTio (puc. 10, B).

BucHoBkH. AHai3 KOHCTPYKIIi] 3BapIOBAILHOTO
amapara TPS 2700 CMT mnoka3aB MOXJIHBICTH HOTO
BUKOPHUCTaHHA B PI3HUX TEXHOJIOTIYHMX IMpoliecax
3BApIOBaHHS 3aBISKM HAsBHOCTI 3HAYHOI KITBKOCTI
MmetoziB Ta pexxumis MIG/MAG ta MMA 3BaproBaHHS.
Moro opraHu KepyBaHHs J03BOJSIOTH  IIBHJKO
HAJIAIITOBYBATH HEOOXiOHI IapaMeTpu TIPOIecy, €
JOCUTH 1H(QOPMATUBHUMHU Ta 3pydHHUMHU. [IpoaHaiizy-
BaBIIH HOro (QyHKITIOHANEHI MOKIUBOCTI, BCTAHOBJICHO
MO>KJIMBICTh BUKOHAHHSI MEXaHI30BaHOTO 3BapIOBAHHS
Y BOCBMH PI3HUX PEXHUMaXx, Cepel SKUX IMITYIBCHE Ta
CHHEpPreTHYHE 3BapIOBAHHS, 3BapIOBAHHS 3 XOJOIHUM
MepeHeCeHHsIM MeTaily Ta 3Buuaiine pyune MIG/MAG
3BapIOBaHHSI.

PosrnsiHyBIIN 0COOIMBOCTI HAJIAIITYBAHHS KOX-
HOTO 3 JIOCTYITHUX TPOIIECIB 3BapIOBaHHS Ta JOCIi-
IWMBIIH BIUTMB CHHEPTETUKH HA TPOIEC HANAIITYBaHHS
HEOOXiTHUX TapaMeTpiB pPoOOTH  3BapIOBAIBLHOTO
IDKepena, Oylo BCTaHOBIEHO MEXKI peryiaroBaHHS
napamMeTpiB MPOILIECY 3BapIOBaHHSA. Y Pe3yNbTaTi JOCITi-
JDKCHb  (DYHKITIOHANBHUX MOXKJIMBOCTEH 3BapiOBaJIb-
Horo jpkepena TPS 2700 CMT otpumaHi 3aieXHOCTI
nmapaMeTpiB HOro poOOTH, Bifl SKMX 3aICKHTh e(ek-
THUBHICTh Ta SIKICTh TPOIIECIB 3BaproBaHHA. BcraHoB-
JICHO, IO 3HAYCHHS CUIM 3BAPIOBATBHOTO CTPYMY,
IIBUAKOCTI IMOJa4i APOTY Ta HANPYTH 3BAPIOBAHHS
3ae)kaTh BI TOBIIMHU 3BapIOBaHUX JeTalCH Ta
nmiametpa apoty. KpiM Toro, I 3aJie)kKHOCTI MaroTh
pi3HMIA XapakTep IS PI3HUX PEXKHMIB 3BapIOBaHHS.
Takok BCTaHOBJIEHO, IO 3HAYCHHS IOCITIIKYBAHUX
IapaMeTpiB CyTTEBO BIUIMBAIOTH HA (JOpMY Ta pO3MipH
3BapHUX IIBiB.

OTtpumaHi pe3yabTaTH TOCTIIKEHb MOXKYTh OyTH
BHKOPHUCTaHI IMiJ Yac pO3pOOKH MPAKTUIHUX PEKO-
MEHIalii [moA0  OCOONMBOCTEH  BHKOPHCTAHHS

3BaproBasibHOrO amapara TPS 2700 CMT Ha pi3HuX
3BapIOBATGHUX OTEPaLlisiX.
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