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Pa3paboTana MeToKa Ha3HAUSHUS! PALIMOHABHBIX TIAPaMETPOB EKTPOKOHTaKTHOI nprBapku (OKII) st obecneuenns
KauecTBa NOKPBITHI Ha JETaJsIX CeIbCKOXO3SMCTBEHHBIX MAlIMH IIPH UX BOCCTAHOBJICHUH W/WIIN YIIPOYHEHUH. YCTAaHOBIICHBI
(haxTOPBI, OKa3bIBAIOIINE HANOObIIIEE BIMSHUE Ha KAYE€CTBO M CBOMCTBA MOKPHITHII — mapameTpsl pexkuma OKII: ycunme cxarus
CBapOYHBIX IEKTPOJIOB, BEJIMYMHA CBAPOYHOTO TOKA, JUIUTEILHOCTh CBAPOYHOTO UMITYJIbCA M JJUTEINBHOCTD 11ay3bl, CKOPOCTh
CBapKH, 110/1a4a MM CKOPOCTb IOIa4H, Pacxojl oxjaxaaromeil xxuakoctd. C UCIoNb30BaHUEM NpeiaraeMoi METOIMKHY ObLIO
MPOU3BEACHO ynpouHeHue jemexa miyra uz cranu 651 TOCT 1133-71 nanecenueM nokpeitus u3 cranu Mmapku Y 12A TOCT
2283-79. Iloxyuens! crenyromue mapaMmeTpsl pexxuma JKII: BenmdmHa cBapodHOTro ToKa 6,9 KA, Bpems ummyisca 0,06 c,
npoxoipkuTensHoCTh nay3sl 0,08 ¢ u pacxox oxnaxkaaromei xxuakoct 1,8 1/MuH, K03 GUIHEHT EPEKPHITHS CBAPOYHBIX
Touek B psige 0,635, koaPHUIMEHT MEepEeKPHITUS CBAPOYHBIX ToYeK Mexay psaamu 0,76, ruiona s MOKPITH TPUBAPHBAEMOTO
3a UMIyIsC 6,49 Mm2, ckopocTh cBapku 0,986 M/MUH M MakCHMaJlbHas MPOU3BOAMTENLHOCTE Tporiecca DKIT 22,48 cm?/MuH.
IIpu 3TOM TBEPAOCTH MOMYYIECHHBIX MOKPHITHI cocTaBmia 60...62 HRC,, a oTHOCHTEN HASsI H3HOCOCTOMKOCTE OoJiee ueM B 4 paza
BhIIIIE, YeM y cTaiu 45 (180 HB). DxcneprMeHTaIbHO MOATBEPK IEHA [IeTec000pa3sHOCTh IPIMEHEHNS pa3paOb0TaHHOH METOIUKN
Ha3Ha4eHMs paloHANBHBIX apameTpoB DKII st obecrieueHust kauecTBa MOKPBHITHI Ha JIETANISX CEJILCKOX03SHCTBEHHBIX MAILIMH
MPU UX BOCCTAHOBJICHUH W/UITM YIIPOUHEHUH.
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TEXHUYECKWUIA CEPBUC B AMK

The authors developed a technique of selecting rational parameters of electrical contact welding (ECW) to ensure the quality
of coatings produced on the parts of agricultural machines during their restoration and/or hardening. They determined factors that
have the greatest influence on the quality and properties of coatings — the ECW mode parameters: compression force of welding
electrodes, welding current, welding pulse and pause duration, welding speed, material feed, or feed rate, and coolant flow rate.
By means of the proposed method, the ploughshare from 65" steel of GOST 1133-71 was strengthened with coating from Y12A
steel of GOST 2283-79. The following parameters of the EPW mode were obtained: a welding current value of 6.9 kA, a pulse
time of 0.06 s, a pause duration of 0.08 s, and a coolant flow rate of 1.8 1/min, the overlap coefficient of weld spots in a row
of 0.635, the overlap coefficient of weld spots between rows of 0.76, the coating area welded per pulse of 6.49 mm?, a welding
speed of 0.986 m/min and the maximum performance of the ECW process of 22.48 cm?/min. The hardness of the obtained coatings
was 60...62 HRC,, and the relative wear resistance was more than 4 times higher than that of steel 45 (180 HB). The study
has experimentally confirmed the feasibility of using the developed technique for selecting rational EPW parameters to ensure

the quality of coatings produced on the parts of agricultural machines during their restoration and/or hardening.

Key words: restoration, hardening, repair, electrical contact welding, metal strip, optimization of modes, performance,

overlap coefficients.

For citation: Serov A.V.,, Serov N.V., Burak P.I., Sokolova V.M. Technique of selecting the optimum modes of electrocontact
welding. Vestnik of Moscow Goryachkin Agroengineering University. 2019; 6(94): 35-39. DOL: 10.34677/1728-7936-2019-6-35-39 (In Rus.).

Benenmne. DnexrpokonTakTHas npusapka (OKII) seiser-
Cs1 IEPCIIEKTUBHBIM M YHUBEPCAJIBHBIM CIIOCOOOM BOCCTAaHOB-
JICHUS! ¥ YIIPOYHEHHS, a TAKXKe IOMydIeHUs (PyHKIIMOHATIBHBIX
MOKPBITUH Ha AETAISIX CEITLCKOXO3IHCTBEHHBIX MamuH [1].

Ha npouecc 3meKTpOKOHTAKTHOM NMpPUBApKU, a CIEN0Ba-
TEJIbHO, Ha KaueCTBO W CBOWCTBA IOJyYa€MBIX HOKPBITHI
BIIMSET MHOXKECTBO PaziINIHBIX (pakTopos [2-7].

HavyanpHbIMU yCIOBUSIMU NPU HAHECCHNH (YHKIIMOHAb-
Horo nokpeItust MetooM OKII Ha 3aroToBku M Aeranu, mMoj-
JIeKale BOCCTAHOBICHUIO W/WIHM YIPOYHEHUIO, SIBISTFOTCS
MaTrepra OCHOBBI M €T0 TEOMETPUIECKUE TapaMETPBbI.

XUMHUYECKHH COCTaB IPHUCATOYHOIO Marepuajia 3aBU-
CHUT OT CBOWCTB MOKPBITHH, KOTOPbIE HEOOXOIUMO MOTYy4UTh
npu DKII B mponiecce HaHeceHNs (YHKINOHAIBHOTO ITOKPHI-
THS WK BoccTaHoBIeHUs Aetanu [8-11]. [TpomexyTodaHbIH
CJIOW MOXKET NMPHUMEHATHCS Al CHUKEHHS XUMHYECKOW He-
OIHOPOAHOCTH B 30HE COEAWHEHUS] U OCTATOUHBIX HAIpsDHKe-
HHUH, KOMIIEHCAIIMH PA3INuusl B 3HAYCHUAX K03((HUINEeHTOB
JMHEHHOTO TEIIOBOTO PACHIMPEHHs COENNHIEMBIX MaTepHa-
JIOB, CHWKEHHSI CTETIEHH IUIACTUYECKOH AedopMaIum coean-
HSIEMBIX MaTePHaJIOB U OCHOBHBIX MmapaMeTpoB pesknma DKII
IIPU OJHOBPEMEHHOM OOECIICUCHNH BBICOKOW NMPOYHOCTH CO-
eIMHEHNH. BBIOOp MPOMEKYTOUHOTO CIIOS M €r0 TOJIIMHEI
OCYIIECTBIIAETCS B 3aBUCHMOCTH OT MaTepHrasa OCHOBBI U BbI-
OpaHHOTO MTPHCaTOYHOTO Marepuana [5-6].

@dakTopamMy, OKa3bIBAIOIIMMH HauOONbIIee BIMSIHUE
Ha KaueCTBO M CBOMCTBA MOKPBITHH, SBIAIOTCS MapaMeTph
pexxuma OKII [2-6]: ycunme cxatusi CBapodHBIX AIIEKTPOIOB
P, BenuuuHy cBapo4HOro TOKa J,,, JJINTEIBHOCTh CBAPOYHO-
TO UMITyNbCa ¢, ¥ JUTUTENBbHOCTD MAay3bl f,, CKOPOCTh CBapKH
v,, (ipu 3TOoM B cirydae OKII ten BpaieHust, Mo CKOPOCTHIO
CBApKH CIEIyeT MOHUMAaTh OKPYXHYIO CKOPOCTb, KOTOpas
3a1a€Tcs 4aCTOTOM BpallleHUsl AT K, & AJIS IUIOCKUX Je-
Tajell CKOPOCTh MPOAOJABHON MOAa4YM ETalu OTHOCHTEIBHO
anekTpona (M Hao0opoT)), MoIada MK CKOPOCTH MOAaYH S,
pacxon oxnaxkaaromnei xunkocta G. OTHIM K3 TTOKa3aTenei,
OTpakalomuM 3KoHOMHYecKyIo 3¢dexrnBHOoCTE OKII, ABMIS-
eTCsl MPON3BOTUTEIHHOCTH Iporiecca [12].

Heapr wuccienoBaHus — pa3paboTKa METONUKH Ha3Ha-
yeHHus panuoHaNpHBIX napamerpoB OKII, ans obecneueHus
KauecTBa MOKPHITUI Ha JETAISIX CEIbCKOXO3SIMCTBEHHBIX Ma-
IIMH [IPY UX BOCCTAHOBJICHUU W/WIIN YIPOYHEHHH.
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Marepuan u meroabl. s JOCTHKEHUS NOCTABICHHOMN
uenu ObUI MPOBENEH aHAIM3 JIUTEPATYPHBIX HCTOYHUKOB.
IIpumeHEH MeTO MaTEMaTHYECKOTO MOIETIUPOBaHUSL.

Pe3yabrarbl M 06cyxkaeHue. ITockombKy 3a Bpemst mpo-
XOXJICHHSI UMITyJIbCa TOKa f, MPOHCXOAMT B3aUMHOE Iepe-
MEIEHNE 3IEKTPOJOB U JeTaNu /,, TUIONIa b 30HBI KOHTAKTA,
yepe3 KOTOPBIA TOK MPOXOIUT B TEUSHHE BCETO BPEMEHH IIPO-
TEKaHUS UMITYJIbCA TOKA, PaBHA YIBOCHHOM IJIOIAAN CEIrMEH-
Ta OTCEKaeMOTo 00 XOPI0H epeCeKarOMNXCsl CBAPOUHBIX
TOYEK B Hadasle MPOTEKAHUS MMITYJIbCA TOKA U B €r0 KOHIIE

(puc 1).
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Puc. 1. 'eomeTpuyeckne napaMeTpbl CBAPOYHOI TOYKH
LIMITHYECKOH GopMBbI

Fig. 1. Geometrical parameters of an elliptical weld spot

Jnst HaXO)KAEeHUsI 3TOH TUIOIIAaAN, TPHBapUBAEMOH 3a Bpe-
Ms TIPOTEKAHMS MMITYJIbCA TOKA Ul TOYKH SUINITHYECKOH
(hopMBI, HEOOXOMMO B3AThH OIPEACIEHHBIM MHTETpaJl ypaB-
HEHMS JIJIMIICA OT IIOJIOBUHBI PACCTOSHUS, HPOXOANMOTO
SNIEKTPOIOM [/, 32 BpeMs IPOTEKAHHUs UMITyJIbCca CBAPOYHOTO
TOKA £, 10 TIIABHOH ITOIyOCH JIUIUIICA .

3amnumeM ypaBHEHHE JIUIATICA:
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Xy

PR (D
e a ¥ b GoIblas ¥ Majias MojayoCcH 3JUTHIICa, 00Pa30BaHHOTO
CBAapOYHOUN TOUKOU, MM.
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Beripasum u3 ypaBHeHUS y:

2

21 3)

Hnomam, JICHTBI, Y€PE3 KOTOPYIO TOK IMIPOXOAUT B TCHCHUC
BCCIro BPEMCHHU IPOTCKAaHUA CBAPOYHOI'O0 HMITYJIbCA f“, ClIc-
J0BaTCJIbHO, ILIoIMaiab C FapaHTHpOBaHHOﬁ MMPOYHOCTHIO CO-
CAMHCHUS NPU ONTHUMAJIBHBIX PECKHUMAX BHGKTpOKOHTaKTHOﬁ
IMpUBApPKHU MOKHO HalTH Kak:

i a n Ly . 4)
al 4 4 4 2 2a

Tak Ha OcHOBe BBIIIETIPHBEAEHHOTO ObLIa BbIBEAEHa (op-
MyJla MaKCHMaJIbHOW IPOU3BOAUTENIEHOCTU IIpOLEcca dMeK-
TPOKOHTAKTHOHM mpuBapku (¢ ¢ yU4€TOM B3aMMHOIO MepeMe-
IIEHUS IEKTPOIOB U ETANU 32 BpeMs IPOTEKaHUs UMITylIbCa
CBapOYHOTO TOKA, M KaK CIEICTBHE YMEHBIIEHHS IUIOLIAAU
IpHUBapuBaeMoi 3a 3To Bpems [12]:

_ kl'lndil'ISdT _ kl'lnkl'lSdT2
tn + tnkl'ln tn + ZLmkl'ln

0, )
rae d, — AuamMeTp NpUBapeHHON SIUHWYHON TOYKH THpH e
KpyIJIoi ¢opme, WM IMUpUHA BallMKa MPHUBApPKU (2D), MM;
ks — KO3(Q@UIEHTa TEPEKPBHITHS CBAPOYHBIX IIIOMIATOK
MEXAY pSAAaMH NPHUBAPKH; kp, — K03 (HUIIHEHTa TEPEKPBITHS
CBApOYHBIX IUIOMIAJIOK MEXTy COCETHUMH TOYKAMH psina; ¢, —
BpEMsI Nay3bl, C; £, — BpEMS HMITYJIbCa, C.

Jns obecrieueHns MOTHOTO MEPEKPHITUSI CBAPOYHBIX TO-
YeK NP PA3IHIHBIX KOdPGHUIMEeHTaX Ay, # K5, HEOOXOIUMO
BOCTIOJIB30BAThHCS CIEMTYIONIUM BBIpakeHueM [ 12]:

1= \]kl'lS2 + kl'lnz' (6)

Jnst onpenenennst 3HadeHUH KOI(PQUIMEHTOB NEPEKphI-
THSL, TIPY KOTOPBIX OyZleT TOCTUrHYyTa HauOOIbIIast IPOM3BOIH-
TENBHOCTH TIPOIIECCa JIIEKTPOKOHTAKTHOW INpUBApKu (pHc. 2)
(ipu yciioBum oGecriedeHHs IOJTHOTO TEPEKPBITHS CBAPOUHBIX
TUIOMIA/IOK C YYETOM B3aMHOTO IIEPEMEIIEHHS IEKTPOIOB-PO-
JUKOB W JeTalll 3a HEPHUOA BPEMEHU HMITYIIbCA), BBIPa3uM
13 BEIpaxeHHs (60) kg ¥ TIOCTaBUM B BBIpaskeHHe (5):

2
_del'ln\jl_kﬂn 7
QS —Yr k . ( )
tn + tu Mn
JIyis pereHus mOCTaBICHHON 3a/layu He0OXOIUMO HANTH

9KCTpeMyM (YHKIIMH, a CIEA0BATEIBHO, B3STh IPOU3BOJHYIO
MOJyYEHHOTO BBIPKEHHUS 110 Ky, :

Q ! — dZ knn Vl_ kl'lnz (8)
: ! tn + tukl'ln '

[Mocne nuddepeHrpoBaHuss ¥ MaTeMaTH4eCKUX Mpeoo-
pa30BaHUM MOJIyYHUM:

, t ke, 2tk —t,
0y =z ke 21k 1) ©)

(6, +t,k,)

VESTNIK FGOU VPO «MOSCOW STATE AGROENGINEERING UNIVERSITY NAMED AFTER V.P. GORYACHKIN», 2019, No 6 (94)

QS, cM?/MuH
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Puc. 2. 3aBucuMocTh NPOU3BOAUTETBLHOCTH
npouecca 31eKTPOKOHTAKTHON NPUBapKu
0T K03 (PHIHMEHTOB NePeKPbITHS
NP AMaMeTpe CBAPOYHOI TOYKH 3 MM:
m-7=004uzr,=0,06;®—1,=0,06wur =0,08;

—-t,=0,08u¢,=0,1

Fig. 2. Relationship between the performance
of electrical welding and the overlap coefficients
at a weld spot diameter of 3 mm:
m-¢=004uzr,=0,06;®—1¢=0,06ur =0,08;

-1,=0,08ut,=0,1

IIpou3BOAUTENBHOCTh  IpoOLEcCa  BIEKTPOKOHTAKTHOM
MIpUBapKy OyleT MakCHMalbHa TIPH TAakOM 3Ha4YeHUH K,
[PU KOTOPOM MPOu3BoIHast Qg OyIeT paBHA HYJIO.

Bripakenue (9) MmoxeT ObITh paBHO 0, TOIBKO €CITH YUCITH-

TeNb IpoOH paBeH HYIIO:
Z‘ylkl'[nS + 22(nkl'lnz _tn = 0

(10)

s pemenus ypasuenus (10) Bocmonb3yemcs mporpam-
Moi «Mathcad»:

22 (1 ~t,\3 )tj
kl'ln = -
3{/—16znt; +3/34)-3264 =272 — 271 1,
(1+4,43 )i/—léz”tg +3\3y-32 =272 =271, oy
+ oIl
62 3

[IponomxuTensHOCTh Hay3bl, He0OXoMuMast ISl IEPEKPbI-
THsI CBAPOYHBIX TOUEK, HAXOIUTCS 110 hopmysie:

. (1)

_ kl'lndT
v

CB

t

. ~ (12)
T7e V,, — CKOPOCTh CBapKH, M/MHH (TaOJ1.).

Hambomee panmoHampHO YCHIIME CXKAaTHS CBAapPOYHBIX
AIIEKTPONIOB P Mpw BOCCTAHOBIICHUH JIETANN W/IIIN 3aTOTOB-
ku nuameTpos 10 50 mm cocrasuser 1,30...1,4 kH, ot 50 MM
u 6omnee — 1,4...1,6 kH [2].

Cury cBapO4YHOTO TOKa .J,, OPHEHTHPOBOYHO MOXKHO HAUTH

o opmye [6]:

T

J, =d, ,
77Tp3

(14)
e d, — IMaMeTp CBaApOYHOI TOUKH, M; A — TEIUIONIPOBOTHOCTh
Bewectsa, B1/(m-K); 7, — remneparypa npusapku, K; #, — tep-
MHYECKUH KO (UIIMEHT NOIE3HOTO JEUCTBHS; Py— YICIBHOE
ANIEKTPHUYECKOE conpoTHBIeHne, OM M.
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CkopocTb cBapKHu

Weld spot
AmameTp AeTam, MM 15 20 30 40 50 60 70 80 100 130
Diameter of the part, mm
CropocTh cBapKH, M/MHH 122 | 125 | 125 | 132 | 133 | 125 | 133 | 094 | 075 | 071
Welding speed, m/min

Bpemst MpOROIDKUTENBHOCTH HMITYNIbCA f, CBapOYHOTO
TOKa HAXOAUTCS 110 popmyre [6]:

_ Fpch’
"
rae F, —uncio dypbe; i — TONIMHA YIIPOUHIEMOW JeTalu, M;
¢, — BpeMs IIPOJOIDKUTEIHHOCTH UMITYJIBCA TOKA, C; ¢ — yIelb-
Has TermoéMKkocTh BemecTBa, [Ix/(kr-K); p — miotHocTh Be-
miecTBa, Kr/M>.

Pacxon oxnaxnaromei >KUIKOCTH BIMAET HAa CKOPOCTh
OXJIaXXJIeHUsT MaTepualio, coemuHieMblx OKII, coorset-
CTBEHHO U Ha IpoIecchl (a30BbIX MPEBPAIICHUI B IETAISX.
Henocrarounslil pacxon OXJIaKJar0MIen KUAKOCTH TPUBEAET
K IeperpeBy jAeTanu u snekrpona. [Ipu u3dbiTouHOM pacxone
OXJIaXKJTAIoIIe KUIKOCTH, ITOBBIIIAETCS OTpebIeH e Tera,
HEo0X0IMMOTo AJ1sl 00pa30BaHMs COSTUHEHUSL.

Pacxon oxnaxparonieit KUIKOCTH MOKHO HATH U3 ypaB-
HEHHMs TEIUIOBOro Oananca [6]:

t

) (15)

G aF(t,—t,) _ Nu, A(t,—t, )7l 16)
ac(tk—tﬂ)+(1—a)r ac(tK—tH)+(l—a)r
roe Nu,, — uucio Hyccenbra g IUIOCKOM AeTanu

0,25
— Pr,
Nu,, =0,664Re"> Pr* [P—*J , @ JUISL IeTAH [MJINHIPHYC-

T

0,25
o - Pr, \’
cKoii popmbl Nu,, =0,5Re); Pry™* [P—r”‘j ; Pr, v Pr,— aucino
re

Ipasaras st sxuakocta Pr, = 9,97 (pu ¢, = 11°C) u cren-
xu, Pr, = 4,31 (npu ¢, = 40°C); Re’; — uncno Pelinonbaca
(Reffj = 500); a — xo3hPUIHEHT TemIooTAaYH; F' — MmIomags
HOBEPXHOCTH TEIUIONEpeaaun, M%; f, — TeMIeparypa CTEHKU
nerany, °C; ¢, — temneparypa xuakoctd, °C; a — m1ons He-
HCHApUBILEHCS OXJIAKAAIOIIEH KUAKOCTH; 7, — TEMIleparypa
oxJaxxaaromeit xuakoctu, °C; ¢, — TeMIeparypa oXIakaao-
HIei )KUIKOCTH HadanbHas, °C; r — TeTIoTa mapooopa3oBaHus
npu ¢, JLK/Kr.

IIpn ympouHenmn Jemexa IoIyra w3 cramg 650
T'OCT 1133-71 (puc. 3) HaHECeHNUEM TOKPHITHS U3 CTAIIN Map-
ku Y12A T'OCT 2283-79 ¢ ucnonp30BaHUEM MpeiaraeMoin
METOAMKH OBUIH MOJTyYEHBI CIEAYIOIINE TapaMeTphl PexKUMa
OKII: BemmumHa cBapodHOro Toka (J = 6,9 KA), Bpems HM-
mynbca (¢, = 0,06 ¢), mpomomkuTensHOCTS nay3sl (7, = 0,08 ¢)
U pacxoji oxyaxaarouiei xunkoct (G = 1,8 n/mun), kod¢-
(DUITHEHT MePEeKPHITHS CBAPOYHBIX ToUeK B pane (ky, = 0,635),
K03 (PUIIEHTOB MEPEKPBITHSI CBAPOUHBIX TOUEK MEXKIY psizia-
MH (kyg = 0,76), Tuonags MOKPBITHS IPUBAPUBAEMOTO 32 HM-
nysec (S, = 6,49 mm?), ckopocTs cBapku (v, = 0,986 m/MuH)
W MaKCHMalbHas MPOM3BOAMTENBHOCTh mpomecca OKII
(O5= 22,48 cM?/muH).

IIpu 3TOM TBEPAOCTH MONYYEHHBIX MOKPBITUH COCTaBHU-
na 60...62 HRC,, a oTHOCHTeNbHAs H3HOCOCTOMKOCTE Oonee
4yeM B 4 pasa BeIe, yeM y ctaiu 45 (180 HB).
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Puc. 3. Jlemexu miyra ¢ npuBapeHHoii JieHTol Y12A

Fig. 3. Plowshares of a plow with a welded strip U12A

BriBox

OKCHEepUMEHTAJIbHO MOATBEP)KICHA IIeTIECO00Pa3HOCTh
1 3(PPEKTUBHOCTh MPHUMEHEHHUA pPa3pabdOTaHHON METOAWKH
Ha3HaYCHHA paroHaNbHBIX mapameTpos JKII s obecneye-
HHA KayecTBa IOKPBHITHI Ha JETAIAX CeNIbCKOXO3SHCTBEHHBIX
MalIiH OPY UX BOCCTAHOBJICHUY W/HIIN YIIPOYHEHHH.
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