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I. UIIYH VKYB JACTYPHU

Kupum

Jactyp VY36exucron Pecny6muxacu Ilpesumentununr 2015 iun 12 uronmaru
“Onuil TabIMM MyaccacaJlapUHUHT pax0ap Ba mejaror KaJapiiapuHy KaWTa Taiéprail Ba
MajaKaCMHU OIIMPUII TU3UMHUHU  SHAJa TAKOMWUIAIITUPUIL  dYopa-Taadupiapu
tVrpucuaa” i [1d-4732-con dapMoHUIaru ycTyBop WYHaIUILUIAp Ma3MyHHJIaH Kelub
YUKKaH XO0Jjla Ty3ujraH Oynu0, y 3aMOHaBUM Tanabnap acocujaa KaiTa TaWépiam Ba
MaJlaka OIIMPHUII KapaCHIAPUHUHT Ma3MyHMHU TaKOMWUIAIITUPHUIN Xamaa OJIui
TabJIUM Myaccacajlapu MeAaror KaJpjJapUHUHT KacOWN KOMIIETEHTJIUTMHU MYHTa3am
ommpu® OopumHM Makcan Kuiamu. Jlactyp MasmMyHu EWIMM [MacTakid, XUMOS Ta3
MYXUTHIA, (DIIFOC OCTHIA, AIEKTP-IUIAKIH, JICKTPOH-HYPJIM Ba JIa3epiid TMadBaHJIaII
*Kapa€HJIapUHUHT 3aMOHABUN aXBOJU Ba PUBONKIAHTUPHUIITHUHT UCTUKOOIIApH, SPUTUO
naiBaHiamniia KEHr TapKajiraH TEXHOJOTHsJIapy, HIUIATWIAJAUTaH KUXO03JIapH,
yCKyHallapu OVinua sHru OWJIMM, KYHHKMa Ba MajlaKaJlapuHHU IIAKUTAHTUPHUIITHU
Ha3zap/a TyTaJH.

Ymby nactypaa €M AacTakiii, XUMOsI Ta3 MyXuTHIa, (JIIOC OCTHIA, AJIEKTP-
[UIAKJIH, 3JEKTPOH-HYPJIM Ba JIa3epiiu MalBaH/JIAIIa KEHT TapKajiraH TEXHOJOTHsIapH,
WIJIATWIAAUTaH JKUXO03JIapHh, YCKyHaJlapyd MacaJaJIlapUHUHT Ha3apuil Ba aMaiui
acoCJIapuHU YpraHuIllHU Y31J1a KaMpad oJraH.

MoayaHMHI MaKcaau Ba Ba3zudaapu

“OputHb maBaH 1A TEXHOJOTHACH Ba )KMX03JIapyU™~ MOJYJTMHUHT MaKCaH:

Eiinu macrakiy, XuMosi ra3 MyXUTHAa, QJIIOC OCTHAQ, IAEKTP-IUIAKIN, JJICKTPOH-
HypJauM Ba Jla3epjid NaWBaHIJAIl  JKApa€HJIApUHUHT  3aMOHAaBMM  axBOJM  Ba
PUBOKJIAHTUPUIIIHUHT ~ UCTUKOOJUIapW, JpuUTUO MaBaHjamiga KEHT  TapKairaH
TEXHOJIOTHSJIApH, UILIATUIAIUTaH KUX03Japu, YCKyHalapu Oyiinya OuiauM, KYHMKMa Ba
MaJIAKAJIAPHU TIAKJUITAHTUPULILIUD.

“OpuTnb naiiBaH 1Al TEXHOJOTUACH Ba KUX03J71apyu’~ MOJIYJHUHT Ba3u(acH:

- OpUTHO MaiBaH/JIAI KapaéHIAPUHUHT 3aMOHABUI aXBOJWHU YpraHUII,

- MAIIMHACO3JIMK/Ia KYJUIAHWJIAIUTaH SIHTY MMakBaH1all yCyJUIapHU KYyJLJIAIII;

-MallMHACO3JIUKAA  KYJUIaHWJIAAuUraH  SIHTM  [alBaH[uIall  >KUXO3J1apHIaH
(dhoiimamaHuII.

Mopya 6yiin4a THHIIOBYMJIAPDHUHT OWJIMMH, KYHUKMACH, MAJIAKACH Ba
KOMIIeTEHUMSUIAPpUTa Ky HWJIaJUraH Tanadaap
“Oputn® nalBaHIJIAll TEXHOJOTHSICH Ba KUXO3JIapU~ MOIYJIHU Y3JIaIITHPUIL
KapaéHula aMalira OIMPHUIIAIUTaH Macajlajiap JOUpacuaa:
TUHII0BYHK:
- 3pUTHO MaiiBaHAJIalll PUBOKUHUHT TApUXHU Ba UCTUKOOIH;
- 3pUTHO NMaBaHJIAITHUHT SIHTY 3aMOHABUH TypJapu;
- OpUTHO NMalBaHIAIHUHT (PU3UK acOCIapH;
- MAaIIMHACO3JIMKAA NaWBaH/JIAIl TEXHOJIOTMACUHUHI 3aMOHABUM TEHICHLMSIAPU
XaKpJa OMJaMmMIIapra 3ra OyJviM JI031M.
Tunznosuu:



- lnM JacTakiIM MaWBaHIUIAIl PEXUMHHM XUCOOMHHM Oa)kapuil Ba YJIapHU TaxJIHI
KWW,

- XUMOS Ta3jap MyXUTHa MalBaH]JIall PEKUMUHU XMCOOMHU OakapuIll Ba yIapHU
TaXJINJ KWJINL,

- ¢aroc ocTHaa MaBaHANAII PEKUMUHU XUCOOMHHM OakapuIil Ba YJIapHU TaXJIHI
KWJIUII KYHHKMA Ba MAJIaKAJapPUHH 3TaJlJIallg 3apyp.

Tunznosuu:

- Jrajularad OWJIMM Ba KYHUKMajapra acocllaHraH XoJjja NaiBaHajam uiad
YUKAPUILI TEXHOJIOTUK YKapa€HIApUHU TaIlIKHWJI ATHIL;

- madBaH[UIall JKapa€HJIApUHUHT MyaMMOJIADUHHM €4YMII KOMIETeHUUSVIAPHU 3ra
Oy MM JIO3UM.

Moay/iHM TAIIKKWJI 3THII Ba YTKA3WII Oyin4Ya TaBCUsLIap

“OpuTnb naiiBaH 1Al TEXHOJOTHUACH Ba JKMXO03JapH’~ MOJYJIH Mabpy3a Ba aMalluid
MAILIFyJIOTIap MaKauaa oub Oopritaan.

Monynau YKUTHIN >kKapa€HHa TAabINMHHUHT 3aMOHABHH METOJIapH, IEJaroruk
TEXHOJIOTHSUIap Ba axOOpPOT-KOMMYHMKALMA TEXHOJOTWsJIapy KYJUIAaHWIMILK Ha3apaa
TYyTUJITaH:

- Mabpy3a Japciapuia 3aMOHAaBUM KOMIBIOTEp TEXHOJOTUsIapu Epaamuaa
IPE3EHTALMOH Ba 3JEKTPOH-AUIAKTUK TEXHOJOTUsIap/aH;

- YTKasWwIaguraH aMajuil MalFyJoTiapia TEXHUK BOCUTaJap/aH, »JKCIpecc-
cYypoBnap, TECT CYpOBJIApH, AKIUN XYKyM, TypyxjiM (DUKpIAII, KUYUK TypyxJjiap OuiaH
WIUIAII, KOJUIOKBUYM VYTKa3WIll, Ba OOIIKA WHTEPAKTHUB TAabJIMM YCYJUIAPUHU KYJJIall
Hazapja TYTUJIaIH.

Moay/JTHHHT YKYB pexajaru 001mKa MoayJiap OujaaH O0FJINKJINIY Ba

Y3BHIJIUTH
“Oputn® nanBajgIall TEXHOJOTHSACH Ba KUXO3JIapu~ MOAYJIM VKYB peKagaru
Kyhiugaru ¢annap Ownan Oofnuk: “MammHaco3nuk TexHonorusicn”, “TexHUKaBHM

TEPMOJNHAMUKA .

Moay/IHMHT 0JIMH TABJIUMIATH YPHHU
Monynau Y37amTUpUIn OpKaIi THHTIIOBYIIIAP SPUTHO MaiiBajyIall TEXHOJIOTHICH Ba
KUXO3JIApUHU YpraHUI, aMajja KyJulaml Ba OaxoJjamira JOUp KacOWil KOMIETEHTIMKKA
sra Oynaaumap.



Moaya 0yiinua coatyiap TAKCHMOTH

THHITIOBYHHUHI YKYB IOKJIaMacH,
coart
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YCYJJIAPUHUHT KJIACCU(MUKAIUACH
2. | Eitmm JacTaKJIH MmarBaHJIaIl 5 5 5 4
TEXHOJIOTUSICH Ba KUXO03J1apH
3. | XuMos Ta3 MyXHTHIA TaiBaH]JIaII 5 5 5 4
TEXHOJIOTUSICH Ba JKUXO03J1apH
4. | daroc oCTHIA anBaHIIaIl 5 5 2 4
TEXHOJIOTUSICH Ba KUXO03J1apH
5 | DNeKTp-IUIaKIH, JICKTPOH-HYPJIU Ba
Ja3epiid MaBaHJIAl TeXHOJIoTuscH | 4 2 2 2
Ba JKMXO03J1apu
Kamu: 34 |30 |10| 16 4 4

HA3APUHN MAIIFYJIOTJIAP MABMYHHA
1-maB3y: 3amoHaBMii MaliBaH/AJIAII YCYJUIAPUHUHT KJIaccupukanusicn
MammHaco31uKaa naiBaHajam ycayoJapuHUHT TacHUGU. DpuTrO naBaHajanl Ba
NaiBaHIIAITHMHT MOXHSTH. BH macTakid maiBanmiam. OIIOC OCTHAA MaiBaH/JIALll.
XUMOsl Traszjap MyxXuUTHIa TMaiBaHQIaml. OJEKTp-IUIaK naWBanmiam. Jlaepin
naiiBaniam. [nazmanu naiBanian. DNeKTPOH-HYPIIU MaBaHIall.

2-maB3y: Kl 1acTakin nailBanaIam TeXHOJOTHSICH BA KUX03/1apH

Eitnu nactaxiu naiiBananamHuHr GU3MK acociapu. Eilnu nactakiu naiiananamiia
KYIIaHUIAQUran 2JIeKTpoaiap. Eiiu JacTakiy NaiBaHIIALIHMHT PeXUMIApH. Litnu
NACTaKu MauBaHIJIAIl TEXHMKACH. YuyMa-yd YOKJIApHM MaWBAHJIAIL TEXHOJIOTHSICH.
bypuak 4oxkimapHM maMBaHMIall TEXHOJIOTMACU. BepTukas 4YoKJIIapHU nNanBaHIaIl
TexHoJorusic. ['opu3oHTan 4okjapHu mnaiBanmiam TexHonorusicd. udt yoxnapuu
MaBaHUIAll TEXHOJOTWACH. Typiu y3yHIMKIAru 4YOKIApHU IadBaHIUIall yCyJUlapu.
Kanun merannapuu nmaiiBanian.

3-maB3y: X¥MMOs ra3 MyXuTHAa NAHBaHAJAII TEXHOJIOTHSCH BA KMX03JIapHU

Xumos raznapaa €Wnu naBaHIaITHUHT (U3MKABUM acocyiapyu. XUMOS rasiapja
nadBaHJIaml >kapaGHUHUHT TacHUGU. XHUMOS Trasjapja SpUlIUraH Ba 3pUMaiIUTraH
ANEKTpoyTap OwiaH TmaBaHam. XuMOs ras3napjaa Eiiau maiBaHajam y4yH ra
anmnapatiiapu Ba ac0o6siap. XuMosi raznap/a 3puiurad 3JeKTpoJiap OMIaH naBaHian



YUyH KHX037ap. XUMOS raszjapja SpUMaiural 3JeKTpojyuiap OWiaH maiBaHjam yayH
KUXO037ap.
4-maB3y: @uI0c 0CTHIA NAHBAHJIAII TEXHOJIOTHSACH BA )KUX03J1apH

®dmroc octuaa EWNM MalBaHANAIIHUHT (QU3MKaBUi acocnapu. llaiiBananamina
¢barocHuHr Ypuu. Onroc octuna WM MaBaHAMAIl YCYJWHUHT PEXUM IapaMeTpliapu.
@nroc ocTyaa NMaWBaHUIAl yYyH JKMXO3JIAp XAKWIa YMyMHM MabiyMoT. [laiiBanmmam
annapaTIapuHUHI  aCOCUM  3JeMEHTIapu Ba Kucmiapu. DIroc OCTHAA aBTOMAaTHK
nanBaH] 1Al TEXHOJIOTHUSCH.

S-MaB3y: DJIeKTP-ULIAKIN, JJIeKTPOH-HYPJIM Ba JIa3ep/iu NaiiBaHJaml
TEXHOJIOTUSICH Ba KUX03J1apU
DneKTp-IuUIaK NaiBaHIJAITHUHT MOXUATH. DJIEKTP-IIUIaK MaliBaH 1Al PeKUMIIAPH.
DONeKTpOH-HYpJIM TalBaHUIAIIHUHT MOXUATH. Jlazepnau mnaiBaHmnam xapaéHUHUHT
MoxuATH. KaTTuk xucmiu azepaap. ['a3nu TeXHONOrUK Jazepiaap.

AMAJIUA MAIIFYJIOT MA3SMYHHA
1-amanuii MalIFyJaoT:
3aMoHaBuUil MaliBAaHJIAII YCYUIAPUHUHT KIaccupuranuscu

Oputn® nalBaHmjanaa mnaiWBaHa OWpuUKManap Ba MaiiBaHJ YOKJIAPHUHT
yu3Manapaa OenrwiaHumuHu Ypranum. [laiiBaniam cuMiapHU pyCyMIIAIITUPUIIIUHA

(V)

yprasumt

2- aMaJIMii MalIFyJIoT:
Eilsin pacrakiu namiBaHjIam TEXHOJOTUACH Ba JKUX03JapHu

Elinmu  nmacraknm  maBaHmjam - pexumiapuHa - XucoOnami.  Eitnu  gactakiu
MaBaHJIAIl YYYH METaU1 KOIUIaMaJIu 3JIEKTPOJIJIap PYCYMIIAIIHHA YPraHUII

3- amaJIuii MalIFyJIoT!
XHUMOsI ra3 MyXUTH/Ia MAHBAHJIAII TEXHOJIOTUSICH BA KUXO03JI1apH

KapGonar anruapun raznapu MyXUTHAA MMaliBaHJIANl PEKAMIIAPHH XHUCOOJAII.
XUMOSJIOBYH Ta3JIaPHU YPraHHUIII

4- aMaJIMil MALIFYJIOT:
DJ110¢ 0CTHIA MAWBAHJIANI TEXHOJIOTHSICH BA KUX03J1apH

dmroc ocTHAAa MaWBaHJIANT peXKUMIIApUHU XucoOiamt. [lafiBannnam darocnapHu
ypraHuiil



TabJMMHH TAIIKUJ YTHII HMaKJLJIapu

TapnMMHHA TalIKWI 3TUII LIAKJJIAPUM aHWK YKYB MAaT€pUald MasMyHU YCTHAA
MOUTAETTaHa  YKUTYBYMHHA  TUHIVIOBYWJIAp — OWJIaH  y3apo  XapaKaTHHH
TapTUOJIAIITUPUILHHM, HYIIra KYHUIIHU, TH3UMIa KEATUPUIIHU Ha3apaa TyTaau.

Monynau YKATHIN KapaCHuaa KyHuaard TabJIMMHAHT TAIIKHII STHIN MaKJJIapyIaH
ol nananuIaam:

- Mabpy3a;

- aMaJIMii MAIIFyJIoT;

- MYCTaKHUJI TABJIUM.
VYKyB MIIMHU TAIIKWI 3THII YCYJIUTa Kypa:

- )KaMOaBU;

- TYpYXJIH (KHYMK TypyXJapzaa, )KypTiukaa);
- sSIKKa TapTUoOaa.
KamoaBuii umuiam — byHaa YKUTYBUM TypyXJIapHUHT Owidil (HaonausiTUra

pax0apiuk Kwinb, YKyB MakcaJaura SpUIIUII Y4YH Y3u Oenrwiaiiuradn AUJAaKTUK Ba
TapOusABUI Bazuanapra SpUIIMII YUYH XUIMa-XHJI METOAIapAand QoiianaHaim.

I'ypyxaapaa wmiam — 0y YKyB TONIIUPUFUHU XAMKOPJIMKIA Oa)Kapulll Y4yH
TaIlIKUJI TUJITaH, YKYB >KapaéHUAa KUYMK Typyxiapja unuviamja (2 tagaH — 8 Tarada
UIITAPOKYM) (A0S poJib YHHAWAUTAH UINTUPOKYMIApTra KapaTUITaH TabJIMMHU TaIlKUII
STHII MWAKITAAAP. YKATHII METOUra Kypa TYPyXHH KHUMK TypyXjiapra, ;Ky(TInkiapra
Ba TypyxJjapopa IIakira OYmuin MyMKuH. bup mypoasu eypyxiu uw YKyB Typyxjapu
y4yH OUp TypJaru TONIIUPUK OakapWIlHU Ha3zapaa TyTaau. Tabaxarawean 2ypyxiu uud
rypyxJiapjia TypJid TONIIHUPUKIAPHUA Oa)KapUIITHU Ha3apaa TyTau.

Skka TapTHOAaru makJaAa - xap OMp TaBIMM OJyBUMIa aloOXMIa- ajloxuja
MyCTaKui Bazudanap oepusiaau, Ba3uPpaHuHT OaxkapyIMIIK HAa30paT KUIHMHA/IH.

BAXOJIAII ME3OHHA
Ne BaxoJaam me3oHu Bbana MaxkcumaJj 0aJ1ia
1 Keiic 1.5 6amn 25
2 MycTakui uii 1.0 6ann '




1. MOAYJIHU VKUTHULLJIA ®ONJATAHUIAIUTAH UHTPE®AO.I
TA'BJIUM METO/VIAPU

“SWOT-Taxjinia” MeTo/IM1.

MeToaHMHI MaKcagu: MaBXyJ Ha3apuil OwiMMiap Ba amaluid TaxpuOanapHH
TaxJuil KWINILL, TAaKKOCHall OpKaJM MyaMMOHHM XaJl »JTHII WyJUIapHU TONMUIITA,
OMJIMMIIApHU MyCTaxKamJalll, TakpopJiall, 6axoJaura, MyCcTakil, TAHKUIUN (PUKpIIalIHy,
HOCTaHJapT TapaKKypHH MAKIUIAHTUPUILTA XU3MaT KUJIaIH.

S — (strength) * KyWII TOMOHNApII

W — (weakness) * 3aM, KyUCH3 TOMOHIAPI

O — (opportunity) * IIMKOHITATIAPI

T — (threat) * TYCHKIap

Metoauuur Kyauanuaumu: Jlazepnu naiiBanuiaitHuar SWOT taxyinnuau ymoy

JKaJIBajira TYHIMPUHT .

S Jlazepnu naiiBaH UTATHUHUHT KyWwid ToMoHIapu | [TaliBana YOKHUHT IOKOPH CUGDATIUINTH. ..

W Jlazepau naBaHUIAIIHUHT KYy4CU3 TOMOHJIApU Kummat Gaxonurd...

o Jlazepnu naiiBananaman ¢hoianaHUIIHUHT Onka wmeramniHu mnalBaH[JIall, PAHIIA
UMKOHUATIAPH (MUKH) MeTaJUIapHU NaiBaH Iall. ..

- Jlazepnm maitBaH 1A TYCUKIIAP (TAIIKH) [TatiBanaarn cudaru ra3

apanammManapuaad OOFIUK...
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«Xyaocanam» (Pe3rome, Beep) meToan

JyieKTp éiiIn naiBaHIaNl

Eiian pacrakian djr0c ocTHAA XHUMOsI ra3 MyXUTHIA

a(b3ann1/1r1/1 KaM4HJINTHU a(b3aﬂn1/1r1/1 KaM4HnJINTu a(i)BaJ'IJ'II/IFI/I KaM4nJInTru

MeTtoanuHr maxkcaam: by MeTtonm Mypakkad, KYynTapMOKIH, MYMKHH Kajaap,
MyaMMOJIM XapaKTepUJiard MaB3yJapHH YpraHulira KapaTtuiradn. METOJIHMHI MOXUSATU
myHaaH uOopaTku, OyH/Ia MaB3yHUHT Typiid TapMOKJapu Oyiinua Oup xui axOopor
Oepunaau Ba ailHM TAWTHA, YJIAPHUHT Xap OWpU ajoxuja acleKkTiapia MyxoKama
stwinand. Macanan, MyamMMo WkoOuii Ba canOuil ToMoHJapH, ad3ayiuk, QaszuiaT Ba
KaMuniIuKiIapu, (oiga Ba 3apapiapu OVitmua Ypranwnaau. by wuHTepdaom wmeTon
TaHKUAWHN, TaXJIWINK, aHUK MaHTUKAA (UKpIammHn MyBadPakusaTiIv pUBOXKITAHTHPHUIITA
Xama YKyBUHJIAPHUHT MYCTaKHJI FOsUTapH, GUKPIApUHA €3Ma Ba OF3aKH MAKIIIA TH3UMITH
0aH ATHUII, XUMOSI KWINIITa UMKOHHAT sparagu. “Xyrmocajgamr’ METOIUJaH Mabpy3a
MaIIFyJI0TIapuaa HHIANBHAYAT Ba Ky TIUKIApAard Uil MIaKIHIa, aMalvid Ba CEMHHAp
MaIFyJI0TIapuaa KUYUK TypyXJapJard Wil TIaKiIuaa MaB3y Io3acuaaH OWTUMIIapHH
MycCTaxKamJIalll, TaXIMIu KAJIUII Ba TAaKKOCTAIl MaKcaauaa GoiiiaaaHuin MyMKIH.

MeTtoanu amaJjira olmIMpuin TApTUON:

TPEHEP-YKUTYBYH UIITUPOKUUIIAPHU S5-6 KUIIKAAH HOOpAT KUUYUK
rypyxJjiapra axparaju;

TPEHUHT MaKCaJy, IapTiapu Ba TapTUOM OUJIaH UINITUPOKIYUIIAPHU
TaHUIITUPTa4, Xap Oup rypyxra yMyMuid MyaMMOHHU TaXJIUJ KATHHUIIHA
3apyp OYITraH KucMjapu TYIIUPUITaH TapKkaTMa MaTepuaiiapHu

xap Oup rypyx y3ura Oepuiarad MyaMMOHHU aTpoduinya TaxJIuia KUiuo,
V3 MyJoxaszajgapyuHu TaBCUsI THIIAETTaH cxeMa Oyiinda TapkatMara €3ma
0aéH KWiIagu,

HaBOargaru 60ckuyaa 6apua rypyxJjap y3 TaKaIuMOTIapUHA
yTkazaaunap. [llynaan CyHT, TpeHep TOMOHHUIAH TaxJjuiuiap
YMYMIIAIITUPUIIAAN, 3apYPHUI axO0poTap OMIaH TYJIAUPUIAIU Ba MaB3y

MeTOaHMHT KYIJIaHUIUIIN:
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XyJoca:
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“Keiic-cTaan” MeTroau
«Keiic-cragu» - nHrIM34a cy3 6ynmb, («case» — aHWK BasusAT, xoauca, «stadi» —
VpraHMoOK, TaxJIWJ KWJIMOK) aHWK Ba3USATIIADHUA YPTraHWII, TaXJIWI KWIHII acocuia
VKUTHIITHY amaJra OUTMPHINTa KapaTHiIraH MeToJl Xucoomanaau. Maskyp MeTon mactiad
1921 #un TapBapn yHUBEpPCHUTETHAA aMaluil Ba3usATIapIaH HMKTUCOAWA OOIIKApyB
bannapuan  Ypranumga QomamaHuI TapTUOMAA KyJutaHwirad. Keiicoa OUYHK
axOopoTiap/iad €Ki aHUK BOKea-X0JucajaH Ba3usaT cudaTuia Tax, i YuyH (HonganaHui
mymkuH. Keiic Xapakatnapu ¥3 wumra KyhiupgarwiapHu kampaO onamu:  Kum (Who),
Kauon (When), Kaepna (Where), Huma yuyn (Why), Kannait/ Kanaka (How), Huma-
HaTka (What).
“Keiic MeTOIH” HH aMaJIra OIMPHUII OOCKHUYJIAPHU
40011 Da0MAT MAKJIHU
00CKUYJIapH Ba Ma3MYHH
1-6ockuu: Keiic Ba yHUHT SKKa TapTUOIaru ayIno-BU3yaJl HIIL;
ax0opoT TabMHUHOTH OWJIaH Keiic OuiIaH TaHUIIUII(MATHIIH, ayAH0 EKU
TaHUIITUPHUIILL MeJua IIaKija);

AN

v’ ax6OpOTHH YMYMJIAIITHPHIIL,

v’ ax6opoT TaxJInu;

v/ MyaMMOJIapHU aHHKJIAIIl
2-00cKHY: Keiicuu | v/ nHauBHIyanl Ba Typyx/ia HIILIIAIL,
AHUKJTAIITHPUIT ~ Ba  YKyB [ v\ MyaMMONapHH J0I3apOJIHMK HepapXUsICHHH
TONIIMPUFHU OENTHIIaIn AHUKJIAILL,

v/ acocuii MyaMMOJIM Ba3UsATHU OCIITHIAI
3-06ockmu: Keiicmarn acocuii | v/ MHAMBHUIya Ba IypyXJa HIIUIAIL,
MyaMMOHH  TaXJWiI  OTHII [ v MyKOOHJI €4nM HYIUTApUHU WIDTA0 YHKHIIL,
OpKaJK YKyB TONIIMPUFUHUHT | v\ Xap OWp CYMMHHMHT HMMKOHHSTIAPH Ba

CUMMHUHM HW3JIall, Xald JTHUII TYCUKIAPHU TaXJIMJI KUJIHLLL;

UynnapyuHu UIiad YUKHILI MYKOOMJI €4MMJIAPHU TaHJIAIll

4-0ockmu: Keiic  eunmuHH SKKa Ba TypyXxJa UIIjal;

€UMMHHM IIaKJUIAHTHPUII Ba MYKOOWJI BapHaHTIApHM amaija KyIuall

acocJanl, TAaKAUMOT. UMKOHUATIIAPUHU acOCall;

v’ WKOAUN-I0MNXA TAKIUMOTHHY TaiépIiall;

v SKyHHH XyJoca Ba BasHUAT CUMMHHHUHT
aMaJuil aCEeKTIapUHUA EPUTHULL

Keiic. 0912C mapkanu mynatnad Tai€piiaHraH KOCHMHKa JI€BOpra MaiBaHJjIaHTaH Ba

ropu3oHTan yHanran P kyuy Owinan roknanrad. 1)[laiiBann OupukMa MycCTaxKaMJIUTH

xucobnancuH. 2) KyyHu BepTuKan Xojja MYHaNTUPUIL MYMKHHIIUTH TEKIIUPUICHH.

H=200mm, a=160mm, k=5mm, P=4000kr, [6]=2000xr/cm?

ANANAN

«®CMY» meToaun

TexHOJMOrHAHUHT MaKcaau: Ma3Kyp TEXHOJIOTHS HIITHPOKYUIAPIAArd YMYMHI
(buKpiapiaH Xycycuil Xyliocanap YMKapulll, TaKKocjall, Kuéciall OpKajlu axO0opoTHU
y3malmTUpuI, XyJiocajaml, IYHUHTJEK, MYCTaKWJI WXOAUM (UKpiam KYHUKMalapuHU
MaKJJIAHTUpUIITa XU3MaT Kujdagu. Maskyp TEXHOJOTHSAAaH Mabpy3a MAaIlFyJIOTIapua,
MycTaxkKamJjaniia, YTWiraH MaB3yHU cypaiiga, yira Basuda Oepurnma xamaa amaiaui
MAIIFyJI0T HATWKATAPUHA TaX A ATUIIA (ONTATAHUII TaBCUS dTUIIA/IH.
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TexHonorussHM amaJjra OIMPUII TAPTHON:
- KaTHaIgWjapra Map3yra ouj OYyJraH SKyHUU XyJoca €Ku FOos Takaud sTumaam;
- xap oup umrupokunra ®CMY TEeXHOJOTUACHHUHT OOCKUWIAPH E3UJITaH KOFO3JIapHH
TapKATUIIAIU:

* (PUKPUHTIIZHII OaéH STITHT

* ¢puxpuHTIRHI OaéHIra cadad
KYpCaTIHT

* k¥pcaTral caOaOIHTI3HI
11cO0TIa0 MIICOT KeITHPITHT

* (PUKPITHTIHITY My MITATITIPITHT

-  WINTAPOKYWJIAPDHUHT MYyHOcalaTiIapd WHAWBHAyaldl €EKH TypyxXud TapTuOma
TaKIUMOT KWJIMHAIH.

OCMY Ttaxmwm KaTHaIIduiaapaa KacOui-Hazapuil OMIMMIIapHA aMajiiii Markiap
Ba MaBXyj TaxpuOanap acocuaa Te3poK Ba MyBapGhakusTIH Y3IAIITHPUIUIINTA acoc
oynmau.

Mag3yra KyJUIAHUJIMIIL:

@ukp: “Omoc ocTuaa maiBaHmiam — Oy OKOPH YHYMIOPJW TaiBaH[JIall
yeyauaup”.

Tommupuk: Maskyp ¢ukpra Huc6atan mynocadatuHruzuu @CMY opkanu TaxJimmn
KWJIMHT.

“AccecMeHT” MeTOaH

MeTroaHUHT MaKcaau: Ma3Kyp METOJl TabjiuM OJYBUMJIAPHUHI OWIIUM
JapaxacMHM  OaxoJsail, Ha30paT KWIKLI, V3JATHPUIL KYpPCaTKUYM Ba aMalldd
KYHUKMQJIAPVHHA TEKIIMPUINTa MWyHAITHpWIraH. Ma3Kkyp TEXHHKAa OpPKAJIA TabJIUM
OJIyBUWJIADHUHT Omnuil  (GaonusiTd Typau HyHanmuuuiap (TeCcT, aMalui KYHHKManap,
MyaMMOJIH Ba3UATIap MaIIKW, KUECUN TaXJIWI, CHMIITOMJIAPHU aHHUKJIAII) OYiHrYa Talixuc
KUJIMHAIU Ba OaxoyaHaau.

MeroaHu amMaJira OIUMpHII TApTHOM:

“AccecMeHT”  JapJliaH Mabpy3a MalFyloTiapuaa TajabalapHUHT  EKH
KATHAITYUJIAPHUHT MaBXKy]l OWINM JapaKaCUHU YPraHWIa, SHTH MablIyMOTIapHU 0aéH
KUIUIIA, CEMHMHap,  aMajuil MalFyloTiapAa d3ca MaB3y €KH MablyMOTJIApHU

V3MalmTupuin  JapakaciHu 0axoJiail, IIyHUHTACK, V3-Y3uHM OaxoJaml Makcaauja
WHIUBUAYyaNl Imakiaga  dodgananum TaBcus dTuiaau. LlyHuHraek, YKUTyBUYMHUHT
WKOAMN EHAAITYBU Xamaa YKyB MakcaJjlapujiaH Keiqud 4yuKuO, accecMeHTra Kyrmmya
TOMIIUPUKIIAPHU KUPUTHUIIT MYMKHH.

MeToaAHUHT KYJIJIAHUJINIINT:

Xap Oup kaTtakmard TYFpu >kaBo0 5 Oamn éku 1-5 Oanraya GaxoJlaHUIIA MYMKHH.
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Tect

Kuécuii Taxjania

» 1.Kaiicu maiiBaHiiaii .

yCyJiapu 3puTuo

naiBaH/JIalll TypyXura

KAUPMUNTA?

 A. éluM Jactakiu

TyumyH4ya TaxJamiu
« Eitmu macrakmu

®dmroc octuaa

nafBaH a1l
KUXO03JIapuaaH
dboitmamanuin
KypcaTruuaapyuHUu TaxJIuj

AMaJIMi KYHUKMA

MaBaH 1Al )KUXO3JIApH

HN30XJIaHTI...

XHUMOsI Ta3iIapHu
MYXWTHIA TalBaHJIaII
PEKUMITAPHA XUCOOTaHT?

“bunaman /buiauimnan xoxjaiiman/ buau6 oagum” mertoagu (b-b-b)
“bunaman /bunuiau XoxjaaiMan/ bunub oaguM” METOAM - SHTU YTUIIAUTaH MaB3y
Oyinya TaymabanapHUHT OMpJIaM4M OMJIMMIIADUHM aHUKJIAIl €KW  YTHIIraH MaB3YHM Kai
Japaxkajia y3JallTUPraHIuTUHU aHUKJIAIl Y9yH UIIaTWIaau. METoHU aMalira OIIUpPHII
Y4yH CHH( JTOCKacura sSHTM YTHJIaJUraH MaBy OViiMda acocuil TyliyHYa Ba uOopajap
é3unaau, Ttamaba Oepwiran Basudanu Y3mapura Oenrwnaiiau. FOxopuna Oepuiraxn
TyIIyH4a uOopasapHu OWJIMII MaKCaau1a KyWHaaru yn3mMa Yu3uiiajiu:

buwiaman

BbwinmHn xoxjanuMaH

buaub oaaum

Ymby meronaa tanaban TOMOHUAAH OepuiraH Basu(aHu siKka TapTHOIa €KUM KYTIHUKAA
KaJBAIHU Tynaupanu. SbHU TaxMUHAH OW3 HUMaHU OWJIaMH3 YCTyHHAA pyHXar Ty3uIl
¢bukpnapau Toudanap Oyiinua rypyxJam. bunniiHy xoxJjialiMaH yCTYHH YYyH CaBOJUIAp
OJIMIII Ba CaBOJUIApPHM Yiinad Oenrunap Kyvuimi. bu3 HUMaHU OWIIUK YCTYHHUTa acoCUi

bukprapHu E3u1I.

Mags3yra KyJUIAHWJINIIN:

bunaman bunumainman bunmunian xoxJianMan
En JacTakKIn
navBaH/JIanI
draroc oCcTHa
naBaHJIalIl.

XUMOsl raznap MyXHUTHAA
MMalBaHJIalll.
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DneKTp-1uIaKk
MmaMBaH /IJIalll.

Jlazepnu naiBaH 1AL

[Inma3zmanu mamBaHUIaIl. “5
AaK

aﬂf:KTpOH-HprII/I HKa

[MarBaHUJIALLl. m
Jcce

” MeToam

Occe MeToaM - QpaHily3dya Taxpuoda, JacTiIa0Ku JIOMMXa, LIaXCHUHI OMpOp MaB3yra ouj
€3Ma paBuia UpoaagaHraH 1acTaadKu MyCTaKuiI 3pKuH pukpu. byHna

Tanaba y3uHuHT MaB3y OYiiMua TaacCypoTiapu, FOSCH Ba KapallUIApUHU SPKUH Tap3aa
0aéH Kunaau. Dcce E3umaa Xaénra Kelrad JacTyiabku (UKpIIapHU 3y UMK OUIaH KOFO3ra
TYLIUPHUIL, WIOKU OOpHYa pydukaMu KOFO3/aH y3MaclJaH - TyXTamacJaH €3WIll, CYHIpa
MaTHHU KalTa TaxJ Wi KWJIMO, TAKOMWIIAIITUPUIL TaBCUS 3TWIAAUM. MaHa IIyHAaruHa
€3UIITaH ACCEHUHT XAKKOHUN OYIuIIM 3bTHPO( HTHIraH. DCCEHU MYailsiH MaB3y, TasiHY
TyllyH4Ya €KUM SpKUH MaB3yra Oarunuiad €3um makcaara MyBoguK. bab3an, aliHuKca
TapOUsABUN coaTyiapjia TabIUM OJIyBUMJIApra Vy3jiapura €EKKaH MaB3y Oyinua 3cce
€3IMpUII XaM SIXIIIM HaTHXKa Oepajiu.

Esma TonmmmpukHuHr ymoy TypH TanabaJapHUHT MaB3yra JOMP Y3 MYCTaKWI
¢bukpnapuau udonanail onumra €paaMm OepHIll Ba YKUTYyBUMra y3 Tanadanapu YKyB
MaTepualMHU OWJIaH TaHUINTaHAAa KaWCH KUXaTiapura KYNnpokK 3bTHOOp Oepuliapu
Xycycuaa (puKpiam UMKOHUHU Oepaau. AHUK KWiauO aiTraHia, TajadanapiaH KyWuaard
MKKM  TONIIMPUKHM  Oaxapuiul: Ma3Kyp Map3yy OViluua yjap  HHUMaJlapHH
YpraHraHjvKIapuHu MyCTakui Oa€H ATHIL Ba yjap OapuOup »kaBoOWHHU oJioiMaraH OuTTa
CaBoJI OCPUIITHU CYpalajIu.

“BeHH quarpamMMa” MeTOau

Meroauunar makcaau: by Meron rpaduk TacBUp OpKadd YKATHUIIHHA TAIIKWI STHII
makau 0ynmo, y MKKUTA ¥3apo KECHIITaH ailjlaHa TaCBUPHU opKaiu udoaananaau. Maskyp
METOJ TypJ TyLIyHYajap, acocyiap, TaCaBypJIADHUHI aHAJIU3 Ba CUHTE3MHH UKKH aCHEKT
OpKajlu KYpuO YHMKHUII, YJApHUHT YMYMHH Ba (apKJIOBYM >KUXATIAPUHU aHMKJIALL,
TaKKOCJIalll UMKOHUHU Oepaju.

MeToaHu amMaJira OIIMpPHUII TAPTHOM:

* UIITUPOKYWIIAP WMKKU KHUIIUJAH MOopar Xy(pTiukiapra OupialmiTUpUiIaguiIap Ba
ynapra KypuO 4MKWiIaéTraH TylryH4Ya €KM aCOCHUHT y3ura Xoc, (apkKid >KUXaTJIapuHU
(€xu akcu) goupaniap nuura €3u0 YUKHII Takau@ dTUaau;s  HaBOaTaaru O0ockuyIa
UIITUPOKYUIIAP TYPT KUIIMAAH HOOpaT KUYUK rypyxJjapra OUpialTupuiIagm Ba Xxap oup
KyPTIHK Y3 TaXJIWIM OUJIaH TYPyX ab30JIApUHU TaHUIITHUPAIUIap;® Ky(PTIUKIApHUHT
TaXJIWIM ODIIATWITa4, ynap Oupranamumb, Kypub YMKWIa€TraH MyaMMoO EXyn
TyIIyHYaJapHUHT  yMyMHid okuxatinapunu (€ku  dapkiau) u3nad  Tomaauiap,
YMYMIIALITUPAAWIAP Ba JOMpPAYAIAPHUHT KECUIITaH KUCMUTa €3aauiap.
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MeToaHuHT MaB3yra KYJJIaHHIWIIKN: DpUTHO MaiBaH jIall Typaapu Oyitnua

Iaazmaau

dueKTp ein
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I11. Hazapuit maTepuasiap
1-maB3y. 3amoHaBMii MaBaHAIAII YCYJUIADUHUHT KJIaccHpuKanusicn

Peixka:

1. Merannapra UIIoB OSpHIll TApUXHU

2. DpuTnO naiBaHJIall MOXUSATH

3. Dputub naiBaH 1Al ycyiapyu TaCHUPH

Tasinu néopanap: naitBanaamni, MM 1acTakiau nanBaHail, Garoc ocTuaa ENmu
naiiBaH IJIalll, XMMOS Ta3jlap MyXUTH/Ia TTalBaHJIAIl, AJIEKTP-IIUIAK alBaH JIalll, JIa3epiu
MaBaHJIAIN, TUIA3MaJIU TalBaH JIAI, 3JIEKTPOH-HYPJIM alBaHJIaII

1.1 MeTa/u1apra vuuioB 0epuill TAPUXHU

Mertannapra MnuioB Oepuill MUJIOAWN JaBpJlard MCHOHJAp/aH OOIUIaHTaH, yiap
TOIIUTApHU EPHUIN y4yH sSHAa OWp OOIlIKa yTKHp TOILIAp Kepak OYJIWUIUIMTHMHU aHTJIad
eTunIu. bupuHun unuioB Oepuiran MeTajlyl MUC 31U, YyHKHA Oy METaJlT IJIACTUK IOMIIIOK
Ba KEHI TapKalraH Meran xucoOnanran. b Acocan Muc Gyromiap HaiiBaHUIaHAp S1M, YHH
OJAMHJAH KU3AUpUO CYHr OocuM OuiaH maiiBaHanaHap 3a4. Muc, OpoH3a, KYpFOILUH
XYCYCUSITIM MeTaJlapan Oyromiap Taiépriaimiga, y3ura Xoc KyidMa maiBaHja OwuiiaH
Oaxkapuiap 3au. buprkaguran neramiap KOJIUIUIAHUO, KMU3AUPUIIAp 34 Ba TYTYIIaJUraH
KOWHMra OJIIMHAAH Ta€pjaHraH »HpUraH MeTaul Kyrouap 3ad. TeMup Ba YHUHT
KOTUIIMaJapuaaH OyromiapHM Taépiamijia TEeMUPUYWIMK YYOFuaa «maBaHA TOOW»
Japakacuraya Ku3aupuO cYHT ToOJall HaTkacujaa Oyromuap TaépiaHap 3au. by ycyn
TEeMUPUWIMK Y4OFuJa MmaBaHijam ae06 HoM onirad »>au. [ladiBanjiam ycysmiapu KyJna
CeKMH pPHUBOXJIAHTaH, IIyHUHT YyYyH KyINMHYa [alBaHJIAIIHUHT  KAXO3JApH,
KypWIMaJlapy Ba TEXHUK yCYJUIApU Y3TapuIIH 103 HUIUIap JaBOMUA CE3WIApIIM Iapaxaia
y3rapmaras.

Texnuka coxacuna keckuH Yyirapunuiap XIX acp oxupu XX acp Oomnuiapuaa
cesuna Oonvtaau. 1801 imnma Xamdpu JIpBu Oupunum O6Yaub €i 3apsiIcU3IaHUIINHA
TaJKUKOT KUK Ba OUIH. Einu 3apsacusnanuIl I0KOpU Japaskald UCCUKINK MabHOAU Ba
IOKOpHU Jlapakaja EpUTYBYAHINTY OWJIaH aMaliuii KYJUTAHWINTA T€3 KUPUTUIMAAN, YyHKH,
€l TAbMUHJIAHUILN YYyH 3apyp OYiraH TOK KyWwIaHUIIMHU €TKa3uO OepyBuu MaHOa MYK
>nu. Bynnait man6anap daxarruaa XIX acp oxupunaa maiino 6ymau. Eif 3apsacusnannm
OUMJIMIIM JIAaBpUTa 3JEKTPOTEXHUKA SHIUTMHA TAIIKWI ATUIAETTAH 3]IU, JJIEKTPOTEXHUK
caHoatu Uyk 3. 1821 itmnna unrnus erakuu ¢puzuru M. @apaneit s3neKTpoMarHeTu3MHU
AKCTIEPUMEHTAJ TAJKUKOT KWJIMIINJA 3JIEKTPOMArHUT MHAYKLUUSHU OYIHU Ba Iy OpPKaJIH
ANEKTPIOPYTYBYM Ba AJIEKTP '€HEPATOPHU KypHiIMaJlap NPUHLMITMHYA UIILIA0 YUKAH.

Nurnu3 ¢usuru J[. MakcBemn maTeMaTUK XucoOJjamuiap OwiiaH skapaéHua XOCHI
OYnmaguran 3JIEKTPOMarHUT MalI0OH XyCYCUSATIApHUra TaIKUKOTIap HaTHKacuaa TeHTIaMa
ANUIA0 YUKIHN.

! Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 3
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1870 iiunma ¢pany3 omumu 3.T. 'paMM MeXaHHMK 3JIEKTPOMAarHUT MalllMHA yYyH
Y3yKJIH JIaHTap MOuiad 4uKau, Oy 3JEKTp TeHepaTtop BazudacuHu OakapuIIM MYyMKHH,
VHUHT HIIM MEXaHUK DHEPTHsHH JJIEKTp 3Heprusara anmantupub Oepamu. 1881 iunnma
Apryct Jle MepuTeHCc 3puMaiiurad KyMHp 3JIEKTPOJ OWiIaH 3JIEKTPEWIM MaiBaH/JIall
ycynunan uxtupo kwian. H.H. benapnoc €inu naiiBaHiiam TEXHOJOTUSICHHU Ba MAWBaH/T
OupukManap TypJapyuHU UXTUPO KWIIH (yUMa-yd, ycTMa-ycT Ba 0.), Oyiap XO3Upru KyHa
XaM HIUIATWIMOKJA; KAJUH METaUIlapHU MalBaHJJIaHTaHAa y MaiBaHj] OUPUKMaHU
€¢HOoNIa0 KOWTAIITUPUIL YCYIUHU KYyiarad. FOnka TyHyka JUCTIapHM NaiBaHAJaIa,
naiiBaHa OWpUKMaHW Taiépiaml JHUCT YEKacHMHUW OOpTMHM 4YMKapuO maiiBaHajalra
taépnanrad. llaiiBannnam cugaTUHM OLIMPHUII Y4YyH Yyiap (UIIOC HUUIATUIIAD DU:
nyJaTiiapHU NaiiBaHAJAIla — KBapIUIM KyM, MapMap; MUCHH MaiBaHylamia — Oypa Ba
HaIlaThIP.

1888 #tnnnapna pyc unxenepu H.I'. CnaBsHOB 3puiiiUraH 3JIEKTPOI METaJII OuJiaH
€K madBaHIalIHA Takiaug 3Tau. AMepuka kymma mrariapuaa sca C. JI. Kodpdun
naiiBaHIa0 MIIa0 YMKAPUIIHK KyJUIAIIHA OMPUHYMIAD KaTOPHAAH OyJraH.?

@®panny3 onumu Aupu Jlyn Jle lllarenpe ra3 apanammanapuHy EHUIIAHA TaJKUKOT
KWINII HAaTWXKacuaa ra3 €paamMuia naiBaHyialiHy uimad yukau. 1895 iunna y ¢paniys
(annap akajeMHsiCUra aleTUIIEH Ba KHCIIOPOJ apajaliMacu EpAaaMuaa IKOPH Xapopatiu
aJlaHra XOCWJl KMJIUII Xakuaa xucoOor Oepau. XX acp Oonuiapuaa OUpUHYM MapTa
€¢HyBUM rasjapHd KHUCIIOpOJ apajaliMacujia NaiBaHajgam Y4YyH KYJIJIaHUO KYpUIIIu.
bupuHuM aneTuneH-KucaIopo 1 ropenkac KOHCTPYKIUACUHN DAMOH Dyiie unuiad 4nkim,
yura I'epmanmsiga 1903 iwmnpa nmateHt ongu. 1904 iunpa @paHnusana Kecuil y4yH
alleTUJICH-KUCIIOPO, TOPEJIKACUHU KYJUIallHW cuHa0 Kypumau. CaHOATHHUHI Kajaam
PUBOKJIQHMILIM Ba TEXHUKAaHUMHI XaMMa COXaJapuaard MeTaJUlapHU MadBaHJanjia:
TEPMUT apajialimainap, 3J1eKTpOH Hyp, Ja3ep, IOKOpU XapopaTiu Ijia3Ma, YATPaTOBYII Ba
oomka stHru 3¢ (PEeKTUB MaBaHAAIl YCYIJIapy KYJJTaHUIAIH.

1.2 DpuTn6 naiiBaHIaAII MOXUSTH

[TaitBangnam — wMeraiap, KOTUIIMAJIAp Ba TYypJiM MaTepUAIUIAPHU TIJIACTHUK
nedopManusiam €KkM OMPUKIIAETTaH KUCMIJIAp OPAacCHMHU KU3AMPHUIL OWUJIaH aToMiiapapo
OMPHMKHUII HATHKACKIA A)KPAIMAC OMPUKMa XOCUJI KMITyBUU TEXHOJIOTHK KapaéHaup.>

ATomapapo Kydjaap TabCHpW OKHMOATHIa OMpUKMAanap XOCHJI KWIHII XKapaéHUTa
MaTepuaUIapHu TaWBaHmjam Aedwianad. Mabaym Oynaummya aetan MeTaUTHHUHT
103a7]aTl  aTOMJIapH, SPKUH, TYHWHMAaraH ajoKajdapyd MaBxKyl, Oymap aroMmiapapo Kyd
TabCcupu Macodacuaa OyiraH xap XWJl aTOM Ba MOJICKYJAJIapHU Y3 WYWTa OJiagu. Arap
WUKKHA METaJul JIETaTHU aToMjiapapo Kyd TabCUpu Macodacurada SKUHJIAIITUPCAK, SHHU

2 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 4

3 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 2
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MeTalI Muuja KaHaad macodana Oynuiica IIyHrada, yHAa TyTallraH 03ajJlapHUHT Oup
OyTyH yNaHUIIMHU Kypamu3. bupukuin sxapaéHu sHEprusi XapKUCHU3 Ba T€3 Y3 UXTUEPHI
aMaJIMil OHUM Kedau.

AlipuM MeTaysiap XOHa Xapopatuaa HadakaT OAAUN TyTAlIMIIAa, OANKd Ky4IH
KUcHIIa XaM Oupukmaiinu. Kartuk metammapHu OMPUKHUINUTA YHUHT KaTTHKIUTH
XaJIaKUT Oepaau, TyTallMIl KUCMUIa KaHYalIMK HWOUIOB Oepuwica XaMm  yJapHH

TYTAIITHPHIIA Ky KOMIapy TyTammaiinm.
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Mertannu geTaiaHu Ba MEXaHUK TYTaIIUIIIN:
AA, - smemenTap (ATOHA) MUKPOTYTAIIYB MailIOHN.
bupukum >xkapaHura MeTall IO3AJIAPUHUHT KUPJIUTU KATTUK TabCUP ITaad —

OKCHJUIap, €FNIK TUIEHKAJIap Ba OOINIKajgap, XxaMJa ra3 MOJICKYyJaJapuHUHT ajicopOiamiran
KaTJlaMH, Ba KaHYaIIMK y30K BAKT TO3a cakjiail (akaT I0KopH Bakyymra 0ormuk (1-108mm

CUM. YCT.).

XaBoaaru MeTaJljl F03acu:
1 — MeTaJUIHMHT YyKyp KaTJamH, IUIacTHK Jedopmalius TabCUp 3TMaraH; 2 — r03a

KaTJIaMU KPUCTALIUTIAPHU OKCHUJI KaTjaamiapu OwiaH; 3 — OKCHJ KatTjaaM; 4 — KUCIOPO.

4 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p.
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aHUOHJIAPHUHT ancop0d KaTjamMu Ba XAaBOHMHT HEWTpal MoOJEKyJdacH, S5 — CyB
MOJIEKYJIaJJapUHUHT KaTiaMu; 6 — €FM MoJieKylajap Karjamu;, 7 — HOHJAIraH YaHr
3appanapu.

[MaiiBananamaarn KURMHYIMIMKIApHU OapTapad STHII ydyyH OOCHM Ba KU3IUPHUII
KYJUTAaHUJIAIU.

XapopaTHu omupud OopuIl OWIaH KU3AWPHILIA METaI MaluH Oyna Oonuiaiam.
MeTaimHu stHama KU3AUpUIN OWlaH YHU CYIOKJIAHTHPUII MyMKHH, Oy XoJarga CYIOK
METaIlT Xa)KMH YMYMHI TTaiBaH 1Al BAaHHA XOCHJT KUJIa IH.

llatisanonaw oaspuoa cyox mMemani XagoHUHe a30m 8a KUCI0poO mapkubu ouiaH
Gaon mavcuprawaou, 6y dca HOK MyCMaxKaAMIUSUHU NACAUMUPAOU 84 HYKCOHAAP NALlOO
oyrumuea onub xenaou. llatisanonaws 30HACUHU XABO MYXUMUOAH XUMOS KUIUWL VUVH,
xamoa 4oK CUudamuHu owupuul Y4yH, Kepakiu O0VIeau d1eMeHmIapHU KVWuul Y4yH,
Memani Y3aKHuHe 103a Kamiamued Maxcyc MoOO0aiapuu Koniawaou €éxku KYKYHCUMOH
X0amuoa Kasax y3aK uduea npecciaraou.

[TafiBaHaam 30HACMHU XaBO MYXWUTHIAH XUMOS KWIHII Y9yH, WHEPT Ba (aom
ra3jap Ba YJIApHUHT apajammManapud KeHr Kyuranuwnaaud. Ly wmakcamma smekTpon
aTpodura 3u4 Karjiam OujiaH JOHaAO0p MaTepuan sbHU (iroc KoruiaHaau. [laliBanmamni
xapaéHuna spuérran uroc €ku Maxcyc Mojjanap, IUlak KaTJIaMUHU XOCUJT Kuilaau, Oy
KaTJIaM dPUTaH METAJUTHA XaBO MyXUTHIAH UIIOHWIN XUMOS KHJIA !,

1.3 DpuTn6 naiiBanaaam ycyajiapu TacHupu

|| OpuTnb namBaHanal ||

I
[ I I I ]
Jlazepnn Mna3manun OnekTp énnm OnekTp-Lnak OneKTPOH-HYpu
navBaHanaLl navBaHanatLl navBaHanaLl navBaHanaLl naveBaHanaLl

Ei pactaknm dnoc ocTnaa XvMos rasnap Myxutuaa
nareaHgnaLl naneaHgnal nareaHgnaLl

Dputub MaBaHJIAITHUHT aCOCHH yCyJuTapy TAaCHU(ODUHUHT CXeMacHu

Eiiu macrakiam mafiBaHmyiamn — GHITH NMavBaHJIamna, €l EHUIIHA, SJIEKTPOJ
Y3aTHIIMIIH Ba CHJDKUTHUINN KYJIaa Oakapritain.

1907 #iunpa IlIBen myxanmucu KenOepr siekTpoajiap ydyH KoIjlamMara IMaTeHT
OJAN®.

Eitmn  gacraxiu naiBaHjiamna, € EHUIM, MaBaHIjall JaBpujaa YHU YILIa0
Typulll, MalBaHIJlaHa€TraH o3a OyiWYa CWDKUTHII TaBaHIYM Kyljga Oaxxapaiu.
Hapwman éi y3ynmuru 0,5-1,1 ra snexkrpoa quameTpuan omManad. IIEKTPOl JUaMeTPU
3-6 MM Hu Tamkui dTaau. [laiBananam uniapu acocuit xaxxmuuu 90-350 A Ba 18-30 B
KyWIaHUII1a Oakapuiaam.

> Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 3
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Eiinm nacrakim maiiBanyiamm gu3macu:®

1 — snexTpona Korutamacu; 2 — 3JIEKTpoJ Yy3aru; 3 — ra3 Xxumos; 4 — maiBaHIall
BaHHACH; 5 — IIIJIaK KoILIaMacH, / — aCOCHUM METaJlI, 8 — malBaH/ YOK.

dnroc octuna €M madBaHmam — Oy €M ApuTHO madBaHmIamaup, OyHma Ei
naiBaHIa QJIIOCH OCTUA EHA/IH.

dnroc ocTuaa MaBaHIaNIa naiBaHa € OyroM Ba madBaH/JIAlll CUMH OpacHaa
énanu. Eif Tapcupy GuiaH cuM 3puiiu Ba SpHUIIYBUYAHIUTHra Kapa® MaiBaHaIall 30Hara
y3atunagu. Bit duroc Katnamu 6umaH KommanraH. IlaiBananam cumu (i Ouman Oupra)
Maxcyc MexaHu3M €pAamuaa (aBTOMATHK MaiBaHajIaml) €KA Kynna (IpuM aBTOMAaTHUK
naBaHjIaIl) MaBaH 1Al HYyHAIUIINUTAa Kapad CHUIDKUTUIIAIH. Eit mccukamru TabCUPUIA
acocuit metasul Ba (iroc spuidau. Jpuran cumiap, (JIroc Ba aCOCU MeTal MaBaH /Il
BaHHAHU XOCWJ Kuiaaud. Onroc CyroK mapaa KYpUHUIIUAA NaiBaHJIall 30HAHU XaBOJAH
xumosutaiinu. Eit épaaMua HpUTraH MNalBaHIJIAll CHUMHUHT METAJUIA MNaWBaHJIaIl
BaHHACHTA TOMYHMIA0 YTajm, y epAa dpHraH acocHii MeTail OWIaH apanamand. Litan
Y30KJIAIITUPTraH capy TalWBaH/JIalll BaHHAHWHI METAUTM COBYIIHHU OOIUIAMIH, YyHKHU
MCCUKJIMK MyKana OomuIaiid, CYyHr KOTUO YOK XOCUJT KWiIaau. Jpuran Quiroc (I1ak), 40K
103acHjia NUIAKIM KaTjiaM XOCHJI KWJIMO KOTagu. DpuMaraH OpTUKYa (uIroc KUCMU
COBYTHJIMO KalTa MIILIaTUIIaIn

dnroc ocTUAA XUMOSJIAHTaH TalBaH] YOK FOKOPU IUIACTUKIIMKKA, Tajlad ATUJITaH
MyCTaXxKaMJIMKKa, 3UUIMKKa, KOppo3usara 0apI0NuIMKKa 3ra Oyjaaau, XaM/1a BOJOPOIHUHT
MHUKIOpPH aH4a 1acT Oymnaau’.

® Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 347

7 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 794
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dJr0c OCTUAA NalBaHIJIAIl YN3MACH:

1 — maitBanmyanaérran getam, 2 — (GaOC KaTiaamu; 3 — MadBaHmjganm cumu; 4 -
navBanam &iu; 5 — spuran iroc; 6 — mak Katiaamu; 7 — GIroc KOJIIUFH; 8 — MaiBaH/
4yoK; 9 — nmaiiBaH 1J1alll BAHHACH.

XuMosl razjiap Myxutuaa naiBanaiaam — Oy € nakBanjiami, OyHja €l Ba
SpUraH METaljI, alpuM XOoJUIap/ia COBYETTaH 40K, MaBaHAjall 30HaCUra Maxcyc Kypuima
OmnaH eTka3u0 OepmimaéTraH XUMOS Tasjlap TabCUpHUAA OYJIaaud SbHH XaBO TabCHUPHAAH
XUMOSITIaHa M. XHUMOS rasjiap MyXuTuja nadBanmiam roscuau XIX acp oxupuma H.H.
benapnoc raknud stau. XX acp 20 - mmapuga AKllIna myxanauc Anekcanap Ba Gpusuk
JlearMiop ra3 apanammanapuaa Y3akiad dJeKTpojJ OwilaH TaiBaHJIAIlHU aMmajra
ommpuiau. 1925 wunnga JI3HrMiop spuMaiiiuran Bojab(paM 31eKTpoj] OujlaH Ba XUMOS
MYXUTH cu(aTha BOJOPOIHU ’IHHU aTOM-BOJIOPO/IIN MaBaH 1Al yCyau cudatuaa Ennu
naBaH IAITHUHT OMJIBOCUTA TAbCUPU OPKAIM MaiBaHIalHU uiiad yukau. XX acp 40-
nmutapuaa Asuanus Texnukacu WMnmuit Tagkukor MHCTUTYTHMIA WHEPT Ta3 MyXUTHIA
BoJb(PpaMm dJekTpoj OwinaH mnaiBanmjam wnuiad yukwian. 1949 imnga  snekTp
naBaH Ialll UHCTUTYTUIAa KYMHUP 3JIEKTPOAM OusiaH KapOOHAT aHTHAPU] Ta3 MYyXUTH]IA
MadBaH 1Al UIIIa0 YHMKUIIIH.

XuMOsSl Tasllap MYXUTHJA SpUMaiAuraH »JIeKTpoj OwinaH maiBaHiam — Oy
*)apa€HJa HCCUKIMK MaHOau cudartuaa Einu paspsa KyulaHuiaaay, Eimm pas3psa OyroM Ba
3JICKTPOJIJIAp Opacuia Ky3FaTuiaaIn. XUMOs razjiap MyXHUTH/IA TTaBaHJIalll SPUKAIUTaH Ba
SpUMaiIMraH SJIEKTPo yIap OUIaH amaira ommpea oymamus,

¢ Edward R. Bohard. Welding: Principles and Practces - American Welding Society -
N.Y.: Connect Learn Success, 2012 — p. 567
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Fig. 18-6

XUMOsI ra3jap MyXUTHIa TaBaHJIAII )KapaéHUHUHT YH3MaCH:
1 — &if; 2 — xumos atMoc(epacu; 3 — dIeKTpo;4 — Xxumos rasu; 5 — corno’.

XuMOSl Ta3 MyXUTHIA DSPUHIUTaH JJICKTPOa OwuJlaH MadBaHjjIam — Oy &inu
naBaHyIaIIIa SPUUIUTaH JIEKTPO ] KyIIuMua MeTaJll cudaTuaa Xxu3Mart Kujiaiau.

XuUMOSI Ta3 MyXUTHJA SPUNUJIUTAH DJICKTPOJ OWIaH MalBaHjIamiga EUam paspsii,
SpUETTaH CHUM yuyuja Ba Oyromzaa xocud Oynagu. CuMm maiBaHIJIall MYyXHTHUTa Maxcyc
MEXaHM3M €pJlaMu/Jla YHUHT 3PHUIIl Te3IUTH OapaBapuaa y3aTuiaaau; Oy Ouiian €l y3yHJIUru
OpaJIuFu Y3JIUKCU3 OYynanu. ODpuraH »dJEKTpOJ CHUMHHUHT METAJUIM MaiBaHjIall
BaHHAcHUra yTaju Ba 11y OWJiaH YOK XOCHJ OVIUIIUAA UIITUPOK ITaIH.

DJIeKTp-ILIaK naiiBanmiam — Oy spuTHO maiBanmyiam ycynu Oynub, OyHaa
YOKHU KU3JIUPHUII YUYH, UICCUKJIMK, SPUTaH IUIaK OPKadu YTa&éTraH 3JeKTp TOK épaamMuaa
KU3UPIIaIu.

Inekmp-uinax naueaHoIauod d1eKmp MmoKu Wiakiu 6aHHAOAH ymaémub acocuil 6a
KYWuUM4a Memaiiny 3Spumaou 6a 3SPUMMAHU 10KOPU XApPOPamuHu Ywiiab mypaou.
Onekmp-unax Hcapaén, wiakiu eanHanune 35-60 mm wykypaueuda mypaunoup, 6y yuyH
9Ca YOK Y3a2UHUHZ JHCOUNAUUWU SepmUKAN Xoaamoa Oynuwu Kepak. Yox ro3acuru
MaxcoOyputi cogumuul Y4yH MUCIU CY8 Kypuima époamuoar (ouoaruHuiaou. Inekmp-
WIaK nausaHoIauioa daeKmp Ky88AmMHUHe XAMMACU WIIAK 8AHHACU2A Ymaou YHOaH dca
NeKmpo0o2a 8a NAUBAHONAHAEMeaAH KUppaiapea ymaou.

9 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 569
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TypryHn xapaén (akaT nuiak BaHHacuzaa goumuil xapopar 1900-2000 °C 6yauimm
kepak. [laiiBanayianaérran Mmetawiap KaauHiuk auanazonu 20 — 3000 mwm.

11

1

DJIeKTp-IIaK MaiBaHIan yu3Mac:

1—- d¢moc yuyn OyHkep, 2 — uulak BaHHacu; 3 — MeTa/ul BaHHacu; 4 -
KOJIMIJIAWIUTaH TIOJI3yH; 5 — COBYTHUII TU3UMH, 6 — nmaliBaHyiaHaéTrad OyioM; / — TOKHU
TabMHUHJIOBUM KalOen, 8 — BepTUKa xapakarTiaHuiiu, 9 — TapMuHIOBYM MaHOa; 10 —
y3aTyBuM MexaHu3M,; 11 — ropuszoHTan xapakaTIaHUIIIN.

Jlazepau maiiBananam — Oy »putu naiBaHuiam ycyiau 0ynu6, OyHaa AeTalHu
KU3JIMPUII YUYH Ja3ep HypJIaHUII SHEPTUACH KYIUTaHWUIAIH.

XX — acpaudar 60 — un wapuaa ¢usukiaap H.I'. bacoB Ba A.M. IlpoxopoB Ba
amepukanuk ¢uszuk Y. TayHcHapHUHT UIUTApU acocHIa ONTHK KBAHT TeHepaTopiap EKu
nazepiap wunuiad 4YuKwiad.  bupuHum OYynmMO MeTaimapHHM Jia3epiid TTadBaHIJIaII
MabiaymoTiaapu 1962 wwmnra terunum. 1964-1966 iunnapaa pyOMHIM KaTTUK KUCMIIH
nasepiap Muuiad YMKUWITaHAaH CYHT, Ja3ep KypuiMalapy UIIa0 YMKUIIH.

10 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 804
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Jlazepnu maiBaH[Jania HCCUKJIMK MaHOaum cudatuga, Maxcyc KypuiMmaaaH
OJIMHA/IUTAH TEXHOJOTHK Jla3ep Je0 aTamyBuM Ky4Id KOHIEHTpaTiallraH EpyfluK HypU
WIIaTUIAH.

Chiller Beam Viewing Head
Dump

Power Energy
Supply Monitor Beam Expanding M Ei?:erty
Telescope B

A g fF VY o
R T — [ El L o 45°
_h“{'_"_'_l_ — - o R /Mirror
- % Wi ATHOR - gl Focusing
. o Lens

Rear Mirror T Erorit Shutter

Laser Rod and Mirror
Flashlamps

Workpiece

Jlazepnu naiiBanaam unsMacull

KarTuk >kKuCcMIM TEXHOJOTHK Jlazep — Oy HWIMHIPHK V3aK IMaKiIuIard pyOuH
KpPUCTAJUT, SUITUPATHO KyMYIUJIAHTaH O3aJlapd ONTHUK Hyp Kalltapruuinap OYynub
XUCOONaHAM. Y3aKHUHT YMKUG TYpPYBUM KUCMH SPYFIMK HypIapd YUyH KUcMaH modod.
[Mymu panrmu pyoun Al,Oz, XpoM aToMiIap TalIKWI dTajd, YJIApHUHT Xap OWpHU ydTa
AHEPreTUK Japaxkacu MaBxyJll. HypianyBun TpyOKaHUHT KCEHOH JiaMIla YaKHAIIKIa XPOM
aTomyiapu €HHO IOKOpM SHEPreTUK Japakacu OwiaH TtaBcudiaHaau. TaxmuHan 0,05
MUKpPO JaKMKaJaH KEeWHH KU3WI PaHTIM (DOTOHJIApHU TapTHOCH3 HYpJaTHO YHFOHTaH
aTOMJIADHUHT OMp KUCMHU aBBAJITM DJHEPIreTUK XojaTura kKanrtamu. Kpucramn 6yiinad
Hypnaétrad Oy (OTOHJAPHUHT aWpUM KUCMJIApH, SHTH (DOTOHJIAPHU HYPIIAHUIIUHUA
Ky3raragu. bomika iyHamum Oyinad Tymaétran (oronnap €H TEKUCIUKIAp OpKaH
KpUCTaJUTHH Tapk dTaau. Kusun goronnap okumu kpuctaii y3aru 0yitnad ommbd 6opaam.
VYnap HaBOaTMa HaBOaT mUmaNd €H TOMOHJAP Yerapacuia akc 3Taj, TOKH yJTapHUHT
TE3NMUTH KPUCTAJUTHUHT sipuM Inmadgod €H TEKUCIUTH dYerapacujgaH YTHO Talrkapura
YUKWIITa eTapiau Oynmaranda. HaTwkama KpUCTAJUTHMHT YUKHUII TOMOHHIAH KOTEPEHT
MOHOXPOMATHK HYPJIaHUII KYPUHUIITHA KU3WIT EPYFINK OKUMH HYpJIaHAIH.
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00..._):-03030
vo 0,0,

A

11 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 843
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Tamku ky3ratum Tabcupuaa pyoOuH KpuUcTaduAa (OTOHJIAP IIApPACUHU
KYYKHUCHUMOH YCHUIIIN CXEMACH

Ina3manu naiiBanaaam — Oy spuTHO maiiBaHIam ycyau 0yiaub, OyHaa MeTamt
KA3HUIIMHN CUKWITaH €W TapMuUHIagu. llmasmanyu mafiBaHuialiga WCCUKIMK MaHOau
cudaTuaa d7eKTp € KYJUIaHWJIAAW, YHUHT YCTYHHM HIIIaHAETraH OYIOMHUHT HCCHKIIHK
SHEPTUSACUHU TApKUOMHM OIIMPHUII MaKcaaula WI0oXH Oopuya Kucuirad. [lmazmanu
nalBaHJIalla acocuil yckyHa OViauO Mja3MaTpoH - IUIa3MaHUHT TEHEpaToOpu SbHU
IOKOpHU XapopaTtra sra OYiral HOHJIAIITaH ras.

1921 ¥mnma Xumec €M ropenkara IaTeHT OJIAM. Eitu ropesika KUMEBHM
MOJJIaJIapHA CHUHTE3 KuilaJu Ba Oy 3aMOHABU MJIa3MOTPOHJIAPHU aBIIOAM XUCOOJIaHAIHU.
[lly nmaBpma I'epaumen Ba JloTh €l yCTyHMAa, TypFyHJAILIraH CYB TYJIKWHU EpaaMuia
xapopatau 50000°C raua xyTapa omumay. IaliBaHaam TeXHUKACHA MIIa3MaTPOHJIAPHU
kysnam XX acp S0-iinnnapaa Gouuianau.

[11a3MaTpOHHUHT pa3psiaiv Kamepacuaa €Ha€TraH IOKOpU KyBBaTIM €M, €l OuiaH
UCCUKJIMK aJMallMHYBH HaTWXKacuja ra3 KWU3WiM, HWOHJAIIaJd Ba COILIO OpPKaIH
IasMaJii  [mappa  KypuHulga  okaau. [laliBangnmam  ydyH — MyJDKaJjulaHTaH
MJIa3MaTPOHIIap/ia COIUIOAAH OKAaETraH Iuia3Malii mapa € ycTyHu OusiaH €HMa-EH OKaJiu,
TassHY HyKTa OYIMO (MKKMHYM 3JIEKTPOJ) MIUIaHAETraH MeTayl xucoOmananu. lynnmaii
KWIMO TIUa3Many TaWBaHIJaIla, MNaiBaHUIAaHAETTaH METaJira WCCUKIMK —YTKa3WII
XKapa€Hu IJIa3Malu IIapaHWUHT KU3UIIM HATWXKACHUIa, XaM[a TasH4Y HYKTaJaH MCCUKINK
QXPpATUIIN XUCOOUTa UCCUKIIMK YTKa3uiIaau, OyHUHT HaTWKacuaa yuily >kapaéHIapHUHT
AHEPreTUK (Goiany Uil KodPUIIMEHTH IOKOPH OYIIUIINTa IIaApOUT SPaTHIIA N,

DJIEKTPOH-HYPJIM NaiBanmIam — Oy »>putn® manBaHjjam ycyiau O6ynub, OyHma
METAJIJT KU3UILN JIEKTP MalJIOH TabCUPUIA TE3 XapaKaTIaHyBUYM AJIEKTPOH HypJiap OKUMU
HaTWXKacuaa KU3UWIH. OnexTponyiap OylOM 03acura Teru0 Y3WHUHT KHUHETUK
SHEPrUSACUHYU 0epu0 MCCHKJIMK dHEpruscura ainananu Ba metamaau 5000-6000 °C raua
Ku3aupaaud. Ym0y »kapaéH oJlaria TrepMeTHK €NuK Kamepaaa Oaxapwiaan (BakyyM
VIUIAaHUO TYpWIMIIM Kepak). ODJNEKTPOH Hyp €pAamMuaa MNaBaHAjalga TaHOBapiap
kanuuaiury 0,01 gan 100 mm Ba OyHAaH XaM KaTUHPOK OYJIMIIN MYMKHH.

DONeKTpOoH-HYpJIM NalBaHAJAII KyHHIaru MOXUSTIApTra:

- DJJIGKTP DHEPrUSHU HYPJIM DHEprusira yTHUIIA XHUCOOUTa >Kapa€HHUHI FOKOPH
s dexTuBIUTH,

- OUp IOpHUILJIa SPUTUII UYKYPIIUTH KaTTa,

- ICCUKJIUKHU KUPUTWINIIH IOKOPU KOHIIEHTpaTJ/IalllraH;

- TEPMHUK TabCUP XYJYAN KHUUHUK;

- BaKyyMJId XUMOS TalBaH/UIAIIHUHT CU(ATHHUA IOKOPU Japakana TabMUHIA0
oepamut?

1879 imnna Kpykc katommu Hypiap épaamMuaa miiaTHHAHN KU3IUPUIITHU KYPCATAH.
ToMrcoH KaToJ MaaHypJlapyd »dJIEKTp 3apsyiJlaHraH 3appajlapHd  TallKWJ ATUILIUHUA
anukiagu. Mwimuken 1905-1917 #imnnapaa 3ieKTpOHJIApHU Y3Ura XoC TaOMSITUHU Ba

12 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 840

27



3apsAAMHE aHMKJIaad Ba HMCOOTIagu.  DJEKTPOH — Hyp MalBaHUIalll TEXHHUKa Ba
texHojorusicua  J[LA Ctop HomMH OwinaH OOfnMK, y ¢paHIly3 aTOM BSHEpruscu
KOMHCCHsICHIa nTa0 Y3WHUHT TaAKUKOT HaTWxkanapunu 1957 nnga yon 3Tau.
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(Cathode)
gig i \\_/
i o W ool
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Anode 7 ¥

Voltage
\/ \+

Electron Beam ==

Magnetic
Focusing
Lens

Magnetic

Deflection\

Coil

Deflection
Capability

Focus Range

DIEeKTPOH-HYpIIM NaiiBaHyIam yn3zmacu’
HA3OPAT CABOJUVIAPH:

1. TMaitBangam xxapaéHura MabaIyMOT OESpPUHT

2. DpuTtnb naBaHUIall yCyJUTApUHU KaHJal TacHu(Iam MyMKUH?

3. Eiinm macrakiu mafiBaHIIAIl MOXUSTH HUMAIaH noopar?

4. ®mroc oTUAA MadBaH/IAIl MOXUSATH HUMaaaH noopar?

5. XuMos Taznap maiBaHIall MOXUATA HUMaJlaH noopart?

DOVJATAHUJITAH ATABUET.JIAP:
1. Edward R. Bohard. Welding: Principles and Practces - American Welding
Society - Connect Learn Success, 2012
2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008

13 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 840
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3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002
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2-MaB3y. Eiian macraku naiiBaHIam TeXHOJOTHICH B JKHX03J1apu
Pexa:
1. Eitnu  macTtaku maiiBaHIIAI MOXHSTH
2. YuMa-y4 4OKJIapHU NaiBaH 1Al
3. Bypuak 4okyapHH MmaiiBaH a1l
4. BepTuKan 4OKJIapHU MaiBaHIall
5. I'opu30HTa YOKJIapHU MaWBaH 1Al
Tasinu nOopasap: naliBanamn, MM 1acTakiId ManBaHIall, dJICKTP €1

2.1 Eiiiin nactaku nmaBaHIJam MOXUATH
Eiinu nacrakim maiBanjjiamga €MHU EHAUPHUII YUYYH DJICKTPOIAHU HITapUIaHMa
KaliTMa Xapakart OujaH €KM MIIKajaan OuiaH EHAUPUIAI. DHT KyJlail yCYJTHU TaHJIaHT.

Electrode o Electrode

Start of \\ Start of
End of i Stroke ENd of . Stroke

Stroke i L/ Stroke \
i

\ \\

T

~

)/V/ Contact Y _ Contact
Work —C ] Work —»r\ |
Striking the arc with a Striking the arc with
vertical down and up stroke. a scratching motion.

A : B

Eitau éuaupuin ycynnapu:
A — unrapunanma xaiitMa, B — nmkana6tt

Eif MyMkuH Kamap kanra Oynumm kepak. Bif kanra Gyica, 4ok sSKMHMAA Maiina
MeTaJul TOMUYMJIApH KaM XOCUJl OYIIn0, 3MeKTpo Oup TEKHCIa YUYKYH cauypaTHO ocouuiTa
SpUIN, NalBaHJIaHAIUTaH METAILT SHAAA YyKYPPOK SPUTHIAIN.

VY3yH €l acoCHii METAJUTHHUHT 3apyp Aapakajaa 4yKyp SPUIIMHHA TabMHUHJIAMANIH.
DNeKTpoa METAJIM 3ca JIpUIlKAa KyJda Kyl caupaiiau. Hatwkana HOTEKHC YOK XOCHII
0yn0, oKCUT KYIIUIMasiap aH4ya KyTasiiy.

EMHMHT y3yH-KMCKAIUIM XaKuJa YHMHI EHMIIMAA YUKAJWraH TOBYINra Kapad
MyJ10Xa3a IOPUTHUIL MyMKHH. Eit HOpMaJT y3yHJIMKAa Oynranuja Oup TeKucaa Ba OUp Xui
TOBYIN SIIMTHUIAAU. BH XaqgaH Tamkapud y3yH OYca aHdya KeCKMH Ba KATTHK, TE3-Te3
y3WIHO NaKWUTalIurad TOBYII SUIUTHIIAIN.

Eif y3uiaran xommapia y y3uwiTaH Kol SIKMHMJArM NaiBaHIjaHMaraH MeTaia
KauTalaH EHIUPUIIAJIA, CYHTpA ENHU Y3WITaH KOWTa KEJITUPUILL, €W Y3UIINIIA HATHXKACUA

14 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 350
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XOCuJ OYnraH KpaTepHM CHHYMKIA0 MaiBaHANAIl Ba MallBaHAJAIIHM JABOM STTHUPHUII
Kepak.

DIEeKTPOIHH YOK y3pa TebpaTMmaciaH TYFTpu cypuO Oopranaa y 3pub urra yxXmiarmi
MHTUYKA BAJIMK XOCWJI KWJIAAW. DJEKTPOJ BEpPTHUKAT X0yiJa, €KM OJIUra Kusiaatud Exku
OpKara KusajaaTu0 yljaHrad XoJa naiBaHyIaHaau.

5

[TaliBaHAIaIIA SIEKTPOUIAPHUHT TYPJIH Ba3UATIAPH. |

DONEeKTpoJA YUYMHM OHPUTTAHJA YHUHT YKU WYHaIUIIMAA CypuIaJuradH MeTal
TOMYWJIAPKM BaHHAHMHI DJPUTHITAaH METAUIMra TYIIUIIM Y4YyH BaJUK ETKU3HIIIA
ANIEKTPOJHU BEPTHKAT YM3UKKA HUCOATaH MabiyM Oypyak OCTHJA, KUSJIATUO TYyTHII
Kepak. DJEKTPOJIHU MaBaHJIalll HYHAIUIINTA TECKapU TOMOHTA XaM KHsUIAaTUIIl MyMKHH.
Komnamian 351eKTpoAHUHT BEpPTUKAN TEKUCIMKKA HUCOAaTaH Kusiam Oypuarn & 15—20°
Oynumm kepak. [laiiBaHTIM AIEKTPOTHUHT KHSUTMK OypYarwHH y3TrapTUPUO METATHUHT
APUINT YYKYPIAUTHHHU POCTIIAIIN, YOK BAIWTHHUHT SIXIIW IIaK/UTAHWIINTA EpJaM OepHIny
XamMJla BaHHAHWHT COBHWII TE3JIUTHTa TabCHUp KWIWIMKM MyMKHH. Yok TyOWHH
naiBaH/JIall1a, ONKA JUCTIAPHU MaiBaHAalga, IIYHHHIIEK KaHya KaTjiaM OyIuimaan
KaThUU Hazap, TOPU30HTAJ Ba IIWI YOKJIAPHU MaiBaH jIallla MHTMYKA BAJIMK ETKU3WIA/IN.
[TaiiBaH UM AIEKTPOJAHHU YOK y3pa KaHYAIMK CEKHUH cypu0d Oopca, BalMK IIYHYATUK KEHT
YUKA]IH.

Uneuuxa, nexun Oanand 6anukoa spumuiean Memail XaAdCMU KUYKUHA OVIaou.
bynoait eanux me3 cosutiou eéa memannda >pud, axcpaiud yYUKMazam 2aznap YOKHU
2osakiauimupu6d Kyuuwu mymxut. lllynume yuyw KYnuHua KeHeAumupuieaw 6aIUKIap
uwnamunaou. bynoatl eanux xocun Kuauuioa naueaHouu 21eKmpoOHU YOKKA KYHOANAHE
pasuwioa meopauma xapakamiaHmupaou. I1eKkmpoo yyu Y4 Xuj, 31eKmpoo VKU oyunad
I0KOpUOaH nacmea Kapao uieapuiama Xapaxam, 40K yusueu Oyuiab uneapuiama xapakam
8a YOKKA KYHOAIAHZ pasuuioda, YHUHe VKuea Hucobamaun mux meopaHma Xapakam Kuaiuiu
Kepak. DNekmpoOHUuHe mebpauma Xapakamiapy Memail 4emiapuHuHe Kusuuuea époam
bepadu 6a naeanoNaAUW 6AHHACUHUHE CEKUHPOK COBULUUHU MAbMUHIAUOU.

1> Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 350
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DNEKTPOHM Y4 MyHATHUIIIa CYPHIILI
Mertas 3puTrHO KeHT BAIMKJIap XOCKJ KWIMIIAA 3JIEKTPOJ] YYMHUHT XapaKaTIaHUII
cXemaJiapu pacmjia KypcaTuiraH,

Vi z 7

KenraiiTupuiran BaquKJIapHU 3pUTHO KOIUIANIAA AJIEKTPOJ yuu OujaH TeOpaHUII

XapakaTJiapu:
| - TV¥pu yusuxny, Il - srpu yusukm, OVpTUKIUTA OWUilaH MalBaHIJIAHTaH XYyl
ToMOH, |l - arpu yn3uKIN, OYPTUKIUTH OMIIaH MaiiBaHIJIaHMaraH Xyay/Jl TOMOH.

I, 2 Ba 3 HyKTajmapja dJEKTPOJHM CYPHUII TE3JIUTH Kamash, HaTWXKajga MeTaJll

YeTJIapy SXIUPOK KUZUUIU.

Hesitate with arc a few
seconds each time it
reaches the outside edge.

| _l\ Arc must be

kept out of

10-20°
Electrode

/
f Weave Side |
& Electrode \l\

90° Bead\ i ¢ this areato
\ —X  prevent
] P ———y 1~ undercut
Py Work/
Direction of Advance " or less
Welding on each weave.
Side View Front View
(Work Angle) (Travel Angle) Weave Motion
A B &

Duiu OylIraH YOKJIApHM MaiBaHIIAIINA SICKTPOJHUHT Xo1aTaapu®

16 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 353
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Banuknap sHU 35eKTponHUHT 2,5—3 auameTpura TEHr Keica Kyna cudatiu
yuKaau. byHnai xomnapaa 3pural METaJUTHUHT Oapua kparepiapu 1, 2, 3 6urra ymymui
BaHHA OYNIMO KYNIMJIWIIAAW Ba NIy OWJIAH aCOCHH Ba SPUTUO KYIIMIAIUTaH METaJUT SIXIIH
5pub OUpHUKaIH.

Banuk xyna sunm 6ynca, Hykra 1 maru mMertayl e HyKra 3 ra KalTraHura kKajaap
KOTMO KoJaad Ba aHa Iy epjJa MeTaul yaia NnaBaH[yiaHaaud. byHpaH Tamkapw,
nalBaH/jIal/ia Uil YHYMU acaitu® keTaau.

OpuTubd BajduK €TKU3MINIA MalBaHIYM YOK EHHUIA TYPHILIU Ba JICKTPOIHU YariaH
yHITa €KH 40K YKU OVinua cypub 3JeKTpOIHU Y3Ura TOMOH TOPTHIIM MyMKHH.

OpuTubd BaNMK ETKU3MII TyraraHJaH KeWWH YHUHT YeTHAaru KpaTepH, KeTMacCIUru
YUyH SXIIWIa0 nailBaHJIaHUIINA KEPaK.

2.2 Yuma-y4 4OKJIApHHU NAadBaHIJIAII

Yernapyn KusUlaHMaraH 4YOKJIApHU MadBaHJJallla BajJUuK YyuyMa-yd TyTallraH
KOWHUHT Oup €KUM HWKKaJla TOMOHHMIa CalilrMHAa KeHrautupwiu® ¢Erkuszmwianud. Tyna
NalBaHJAHUIIM YYYyH HKKajla YeTH METAUTHUHT OyTYyH KaJdWMHJIMIK OyiHnya SXIIH
SPUILMHUA TAbMUHJIAII KEPAK.

VYunapunu KusimamacAaH ydyMa-yd mHailBaH[ulalija KaIWHIWrTM 6 MM rada Oyirad
METaJUIHM YOKHHUHI OYTyH KecUMHM Oyinya Tyjia NaiBaHIJIaHUIIM TOK Ba 3JIEKTPOJ]
JUAMETPUHH TYFPU TaHJalra OOFIUKAUP. DIEKTPO AUAMETPU Ba TOK Kydd MOC XOJja
TaHJAHTaHWIa METAJUT TyJia SPUNAM Ba KAIMHIWTH 4 MM JaH 8 MM rada Oynaran meTaul
YeTJIApUHU KU WIUIaMacliaH TYJa MaBaHJIaHaId Ba WII YHYMH OKOpH Oyrnaau. Tok
KATTAJIMTUHU TaXkpuba Mynu OwiaH IUIaHKaJIapHU TaiBaH[1a0 KypuO TaHIall TaBCHS
STUIIAJIH.

Yernapunu V- CUMOH MIAKJIA UIIA0 yuMa-yd KWIHO yJIaHTaH OuprKMasap MeTal
KaJIMHIATAra Kapad oup €k KV KaTIaMIIM YOKJIap XOCHIT KUINO maliBaH/JIaHA N,

butrta kaTimam xocwsi KuiauO makBaHIaniga € Kusulall KUppacugard a HykKTaja
EHIUpUIaAN, CYHTpa AJIEKTPOJAHU TMacTra cypuO 4OoK TyOW mailBaH/JIaHAIU Ba UKKUHYU
yeTura yTwiaad. YOKHUHT Tyjla MalBaHJIaHUIIW YYyH YET KUSUIMTHUIA JJIEKTPOJ CEKUH
CypHIIa[iM, 90K TyOuIa 5Ca, yHMHT KyHHO KETMACIUTH YUYH T€3 CyphIaau.’’

Yuma-yd 4qokiIapHU TaiBaHaigam (pakamiap OWIaH YOK KAaTJamMJIapUHH ETKU3HUII
TapTUOU KYpCaTUIITaH):

17 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 415
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a — Oup KaTyiamiu, 6, B — KYTI KaTJamIIu.

Yok TyOMHU OJNAMHIAH YIONUO KOJTaH METall rpaT (MeTaul-Iulak TOMYWJIapu) Ba
NUTaKAad To3ainad TypuO OMPUKMAaHUHT OpKa TOMOHHWJAH MaiBaHA YOK ETKU3WII TaBCHSI
sTHWIanu. bab3aH YOKHUHT OpKa TOMOHWTA KAIMHIWTH 2—3 MM IyJaTAaH TarJuK
Kyiunaau. byHmaid xomapma 4Yok TyOM METIMHM SpUINHAaH  XaB(uiaHMacaaH
naiBaHajall TOKMHUM HopMan ToK Kuimarunadn 20—30% ommpumr MyMkuH. Yok
BaJIUTMHYU ETKU3UIIIA TYJaT TarjuK YHra naiBaHajIaHu0 Ba OYIOMHUHT KOHCTPYKIUSICH
Ba MIIUIATWIKIIM OyHTra UMKOH Oepca nmalBaH IJIaHTaH X0JIM4ya KOJJAUPUIIaIH.

Macvynusmau KOHCMPYKYUAIApOa Yox myou opka momMoHOaH Xam Nau8aHOIAHAOU.
llatisanonawoan on0un 6yaUUU MYMKUH OVI2AH HYKCOHIAD SbHU Yald NAUBAHONAH2AH 8d
0ap3 Kemeam HCOUNAPUHU LUYKOMUWL YUYH YOK mMYyOUHUHE MemaIu 0JOUHOAH 3YOUN0 OUIaH
Kecunaou éxu 103a KecKkuydu OUIaH dpumuiaou.

bup neua kamnamoan ubopam uox xocun Kuaiud yuma-yu nateanoiauioa 0acmiad
Yok myou ouamempu 4—35 mMm 31eKkmpoO0 OunaH NaueaHoNaAHaAoOU, CyHepa ouamempu
Kammapox 23]1eKmpoonap Oulan KetuHeu KAmiamaap 3pumubd eémxusuiaou, KeuuHeu
Kamiam anukiapu xewepox oynaou. Hasbamoazcu xamiamiapHu spumud émyusuiioan
ONIOUH aBsalcy KAMIAMIAPHUHZ CUpmMU WIaK 6a KYUUHOULApPOaH MmMO3alaHAOU.
llatisanonawoa memann 4emiapuny 3pUmuid 8a NAUBAHOIAW KPAMEPAAPUHU AXWULAO
naueanoIawl, YoKOA WAAKIU Kamiamiap oyauwiuea tyi Kyumaciuk 3apyp.

Yernapu X-cuMOH unuiad Tai€piaHraH 4YOKJIap dYeTiapd V-CUMOH WIIJIaHTaH
YOKJIap CHHTapH MaiBaH/JIaHA !,

HOxopurn karnammapHd >putu® ETKU3UILIA OCTKM KarjaM eTapiu Japaxana
KHU3UIIN Ba SPUIIN YUYH Xap KaiiCu KaTjiam KaJduHJIUTU 4—35 MM JaH OPTHK OYJIMaciauru
Kepax.

Kyn xarnamnm 4okmap yuyH Oup yTuiga spuTHO ETKU3WITaH METAJT KYHJajJaHT
KECUMUHUHT [03acy OWJIaH AJIEKTPOJ| AMAMETPU ypTacuja amaiija Kyhuaarua HucOariap
OeJIruiIaHraH:

bupuHum yTHm yuayH (4OK TYOMHM MaiBaHAJIal1):

F1 = (6—8)d,,

Keinaru mapra ytunuap y4yH

Fe = (8—12)d,,

by epna: F1 —OupuH4M yTUIIIA YOK KECUMUHUHT 03aCH, MM

Fy - KeHUHIY YTUIIAPa YOK KECUMHHHHT F03aCH, MM?,

d,; — BMEKTPOI CAMUHUHT TUAMETPHU, MM.

2.
’

2.3 bypuak 4oKJapHHU NaiBaHIa1I
Bypuak yoxnapHu naiBaHjaa Cyr0K METaUl MaCTKU TEKUCITMKKA OKUO TYIIMILTa
uHTIiIa . lyHuHr yuyyH Xam OyHJail 4OKJIapHM MAcTKH XOJaT[a, SIXIIUCH HOBCHUMOH
KYpUHMILAA TNaiiBaHAjgam Kepak. ByloMHM »ca nuiak edl onguaard Mertamuira OKHO
TymIMai urad Kuiamo sxoiiiam 3apyp.

18 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 417
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80T, y
Electrode Electrode -
™ \ i
1 40°
a \ X\
C- l e —
' Joint
r P e = e e
Direction of Travel
A B

bypuak yoxiiapHU nariBaH 1Al

JlekuH AeTaHU XaMMa BakT XaM 3apyp XojiaTtaa ypHatud Oyimaiigu.

OCTKHM TEKHCIUTM TOPU30HTAJ KoilamraH Oypyak YOKHM NadBaHajanaa Oypyax
yud €KW YeTiapujiaH Oupu dYajia MaBaHAJIaHUIIM MyMKHH. [laiiBaHjnam BepTuKan
TyHyKaJaH OolIllJJaHCa OCTKM TyHyKa yaja nailBaHAJaHUIIM MYMKUH. UyHku OyHjai
XOJUIap/ia dpUraH MeTajl Xaiu AXIIM KU3MMaraH OCTKHM TYHYyKa ro3acura OKuO TyIiaau
IIYHUHT YYyH XaM OyHJal 4OKJIApHU XaMHIla EWHU OCTKU TEKUCITUKIArH €l EHIUPHUIL
HyKTacu A na €Haupu0 Ba SJEKPOJHM  MOJYJATWITaH TapTuOAa CypuO manBaHIIaIl
Kepak Oymanu.

ONeKTpOoJHM TyHyKajap cuptura HucOatan 45° Oypuak ocTHaa TYTUII Ba
naiBaHJal kKapa€HUJa YHU JaM OUp TEKHUCIWKKA, JaM WKKWHYU TEKHCIIMKKa O3THMHa
KUsIIaIl Kepak Oymaau

HoBcuMoH kypununyia Oynmaran Taptudaa Oupuktupaérrania Oypyak 4okiiap 4ok
KaTeTu 8 MM rada Oynranujaa OWp Karjaamid, 8 MM JaH OpTUK OYiraHuja 3ca MKKU Ba
OyHJaH KYI KaTJaMJIu KUiauo Oa)kapuiiaau.

Bypuak 4okHM Ky KaTiaM XOCWJI KWIuO madBaHaJamiaa, gactiad auamerpu 3—4
MM 3JIEKTpOJ, OMJaH MHTMYKa BaJIUK ETKU3WIMO 11y YOK TyOM MailBaHIUIaHAW. THILLJIAp
COHMHU aHUKJAraHJaH CYHT, YOK KYHJaJaHT KECUMH fo3acura Kapal Wil TyTHiagu. Xap
Kalicu Katiaam yayH Oy MuKaop 30—40 MM? HM TAaIIKWJI STHIIM JO3MM. [a TYJIHK dPUraH
Ba KUppajapra HWILIOB Oepuiaran OuWp KaTiamjid Ba KyI KarjaMiu Oypyak dYOKJap
KYpCaTWJITaH.

2.4 BepTuKaJ YOKJIApPHU NaiiBaH/JIAII

Beptukan 4okiapHu mNaiBaHAjallla dpUraH METAT TOMYWIAPU TacTra OKuo
Tymuira xapakar kunaaun IyHuHT ydyH Xam OyHzaail 4okiap KaiaTapok ed €paamuia
naiBaguianagy. lllyHna cupT TapaHIVIMK Kydjiapd TabCUP KWIMIIM HATHXKACUIA
TOMYMJIAP AJEKTPOJJIAH YOK KpAaTepura OCOHPOK YTaaW. DPUTaH METaJI TOMYUCHUHHUHT
KOTHUIINWIa IIAPOUT SAPATUII YYyH JJIEKTPOJAHUHI Y4 IOKOpUra €KM TOMYHUIAH 4YeTra
TOpTWIaaU. BepTukan yoknap macTiaH HOKOpUIra TOMOH MaiBaH[1a0 OOpWIraHH SIXILH.
Ily Tapuka mnaiiBaHjuiaraHia OCTIAru KpaTep MeTaul TOMUYWIAPUHHU yIIIad KoJajaH.
DNEeKTpOJHM IOKOpUra €KHM NacTra KHsUIaTUII MYMKHH. OJEKTPOJ MacTra KUsJIaHraH[a
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AIEKTPOJ METAUIMHUHT 3pUraH TOMYWIAPUHU YOKJA TAKCUMIIAHUIIMHYA NaiBaHIIM SXIIH
Ky3atub Oopamu. BepTukan yokmapHU IOKOpHUIAH MacTra TOMOH NailBaHAJAII 3apyp
oynca, snekrpona | xonatma Oynamu, TOMYH XOCWUJ OYITaHWIaH KeWnH mactra, I xomatra
Tymupuiaai. bynaa Metann TOMYMCHHUHT MacTra OKUO TYIIMIIUTA KanTa el TYCKUHIUK
Kuiaau. BepTukan 4okiapHu AuamMeTpu Kymu OwinaH 4 MM 3JeKTpoJ]l OuiaH, KMYUKPOK
tokaa (160 A) maiiBanmnam oCOHpPOK Oyiagu. byHaa 4ok KpaTepuaard MeTaml XaXMHU
KaMasiJIi, HaTH)Ka/1a MaiBaH JIall OCOHJIAIAIH.

; Joint Bgck-up Strip

Direction ‘ 0—-10° W = S
of travel %5\[ =\
up-down §§ Groove e 7‘0
or 0§c|llat|ng §§§ Electrode Welds "!/590 -
motion §§§ W 1" | Hesitate at
first pass. N veave  TIIT sides to
NN side to side ! |{:
SS8 | I1}| | prevent
S88 second & W@ d t
Weld third pass s e
Electrode
Side View (Push Travel Angle) Top View (Work Angle)
A B

Beprukan yokiaapHu naiisaganam®

2.5. 'opu3oHTAa YOKJIAPHM NalBaH/JIAII
['opuzonTan yokIapHU MaBaHJIAIIa METAT KaMpPOK OKMO TYIIUIIN yuyH ¢akaT
IOKOPUTH JIMCT YeTIapy Kus uiananu. Eif octku uerna (I Xonatia) 8HAMpUIANH, CYHTpa
tokopuru guct yetH (II xomarra) kyuupuimb, okuO TymaéTraH MeTajl TOMYHUCH IOKOpUTa
kyTtapwianu. ['opuzoHTan yoknap OVitlama BalHMKIap XOCHJ KWJIMO TaWBaHIJIaHAIH.
bupuHun Banuk nuaMetpu 4 MM 3JIEKTpoA OWJlaH, KEMMHIY BaJIMKIIAp 3ca IUAMETPU 5 MM
AAEKTPO ] OMJIaH XOCUJT KUJIMHAIH.

~
90° Groove 5 15°
Sl =
Electrode i 7
&
»J 30° "
First Pass Second Pass Third Pass Cover Passes
A B (@ D

['opu3oHTaI YOKIapHU TTaiBaH/IJIAILL.

19 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p.418
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IIvn yoknapuu naiBanaiaam. IlInn 4oxkiapHM nmamMBaHUIAll AWHUKCA KUKHH.
bynpmait doknmap winoxku Oopuua kanta € Ownan maiiBananmaHaau. Illunm dokmapHuUHT
MalBaH/UIAIIHN OCOHJIAIITHPHUII Y4yH D3JIEKTPOJ METAJUIMra Kaparanjaa KOIUlaMyu KUWUH
OPUMANTaH IEKTPOIAp NIUIATUIAAU. byHaal Xomiapaa KOIuIaM dJIEKTPO YUUAA dPUTaH
MeTajul TOMYWIAPUHUA yHuiad TypaaWraH HOB Xocwi Kuiaau. [laiiBanuiam >xapaéHuaa
AJIIEKTPOJHUHT y4Yd BaHHara JaM SKUHJIAIITAPUO, JaM y30KJIAIITUPHO TypUIIaIH.
DNEKTPOIHM Y30KJIAIITUPranaa €M yyaau Ba YOK METAIIIN KOTaIH.

Direction of Travel  — | 1
— \ /-\ / \ N/
(R T e o gt ; 20-35° ‘
(OO ERET AT 90° —35
B Electrode \&/
Welds
5—19ij\ Back-and-forth oscillating Oscillating motion
b= motion first pass. second to sixth pass.
Front View First Pass (Side View) Second Pass
A B C
e | 1
S ﬁf 7 & 7
Pl
1 20-35° Groove 902
/\\liib Welds
|
Third Pass Fourth and Fifth Passes Sixth Pass
D E F

[1Inn yoknapHy naiBanyiam 2

Typiau y3yHIMKIard 4YOKJApHM NaWBaHIAalMl ycy/ulapu. bapua doknapHu
Y3YHJIUTH KUXATUIAH yd Typyxra OYIuIn MyMKHH:

KUCKa yokyap — 250 MM raua;

ypTraua y3yHiukaaru yoknap — 250 mm nan 1000 mm rava;

y3yH dokiap — 1000 MM Ba yHJIaH KE€WUH.

Kucka Jokiap YOKHUHT OOLIMJaH oXupuraya Oup MyHanuiuaa naiBaHaIaHUIagN.
pTaya y3yHJIMKIArd 4Yokjap OWpPUKMaHUHI YpTacuaaH Oomnuwiad uekanapura Kapao
naBaHyIaHaau €KUM TEeCKapyu OOCKMUWIM yCyija TaiBaHiaHagu. Teckapu OOCKUWIN
MaBaHUIAIl yCyJIM KyWuJaruya Kedaau SbHUA TMaBaHIAll WyHAJIUMIIWTa TECKapu
nalBaH/JIaHAAW JICKWH MalBaHJIal WyHaIuImm Oyinad keramu. Xap Oup maiiBaHabd
kaitrm kKagamu 100 — 350 MM derapacuna Oynaau. Y3yH YOKJIApHU TECKapyu OOCKUUIH
yCyJiJia YOKHUHT YPTAaCcHJIaH YeKKaapura Kapab maiBaH jIaHa H.

S E2XIDIDNIIIIINIIDRIIINIRINBIIRBIINI BN

20 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 418
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Kucka goxmapuu 6up yrunina naBanaamnm (A —aiBaH jIaI WyHATUIIN).

U NN W)

¥praua y3yHJIMKIAard YOKJIApHU YOKHUHT VpTacuJaH dYeKKajapura Kapad
HaBaH/JIaIll.

VYpraua y3yHIWKIAard YOKIApPHU TeCKapu OOCKUUWIM ycyida mnadBaniiam (1-4
YOKJIApHU MalBaHJIAII KETMa-KETIIUTH )

i

. Lo - W E — . . i -
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VY3yH YoknapHu Teckapu OOCKUYJIM YCyIIIa YOKHUHT YpTacuaH YeKKaiapura Kapao
nanBaHJIalIl.

Kanun memannapnu naiieanonaw. Kyn xamnamiu woxknapHu «OyHeAuK» ycyiu,
Kackao ycyau éxu 610K ycyau Ouian naueanonaul mascusi KUIUHAOU.

«/[ynenuxy ycyauoa natisanorawoa 200—300 mm y3yuauxoa 6upundu Kamiam 40K
naisanonanaou. Cynepa oupuHyu Kamiam wiakoan KynwHOU 6a caupazan Memaiiapoat
MO3ANIAHEAHOAH KeliuH YHed UKKUHYU KAmiam KYUuiaou, UKKUHYU Kamiam OUpuHYuoaH
uxku bapasap y3yn oynaou. Cynepa uxkkunyu kamaam yuuoar 200-—300 mm

Hapuoau yuuruu xamiaam oownanaou. Lllynoati xunub, mapxasuil «OVHAUK»OaH
UKKU MOMOH2A Kapab KUCKa qomap MYWUpULaou.

///////,
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200-300

Kyn Katiiamiu y3yH 4OKJIApHHU «IYHIJUK» yCyiauaa maBanmiam cxemacu (1—4 -
YOKJIAPHU TYJIIUPUIL KETMA-KETIUTH)
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Kackan ycynuaa maiBaHJIania xap aBBajir'd YOK XyIyJAWHU KEHHTH YOK XYIyId
KOIU1a0 KEeTaIu.

VY3yH 4OKJIapHH KacKaJl yCylauJa Kyl KaTjaaMJiIv ManBa”a CXeMacH.
brox ycynu Owmnan maiiBaHuTamga Kym KaTJIamJId YOKHU OyTyH KHPKUM OYiinad
ajoxuja Xyayapra 6yinu6 Oaxkapuiaau.
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VY3yH Ki’ln KaTJIaMJIM YOKJIapHU OJIOK yCyiuaa MmaiBaH/Jiall.

HA3OPAT CABOJIUIAPH:
1. Yuma-y4 yoknap kaHjan naiiBanaiaHaan?
2. bypuak 4oknap KaHJai naiBaHjIaHagu?
3. Beptukain 4yokiiap KaHJai malBaHjIaHaIA?
4. I'opu30HTAJ YOKJIAp KaH1akl malBaHJIaHa I ?
5. Typau y3yHJIMKIaru Ba KaJIWHIWKIArd YOKJIap KaH1a naiBaHjIaHa n?

doiigajaHUITaH agaduéTaap:
1. Edward R. Bohard. Welding: Principles and Practces - American Welding
Society - Connect Learn Success, 2012
2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008
3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002
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3-mMaB3y. XUMOsI ra3jiapu MyXuTuaa éi OWiaH naiiBaHJIall Ba TeXHOJIOTHSACH
KM X03J1apU

Peixka:

1. Xumos raznapa €isid 1acTakiu naiBaHJIall yCyJulapu

2. XIMOs Ta3jiapu MyXUTH/Ia TaliBaH/JIaII METAILTYPTHsICH

3. Xumos raznapu MyxuTuaa i OunaH naiBaH/JIall TeXHOJIOTHUICH

Tasinu cy3 Ba mOopasiap: maiiBaHjyIall, XMMOS Ta3Jlapy MyXHUTHIA TaiBaHJIall,
aproH, Iejuil, KapOoHAT aHTHAPU]T Ta3H, aKTHUB Tas3jap, UHEPT rasiap

3.1 Xumos razjapaa €y qactakjiy naiiBanajiam ycyuiapu

XuMoOs raznap MyXuTHJa NaWBaHjjamnia € sJaeKkTpos OuiaH mnaiBaHjIaHa&TraH
OyroMm opacujia €Haid. DIEKTPOJ dSPUMAUTaH EKU dSpUMUANTaH Oynuiu MyMKuH. ['openka
OpKaJIn y3aTWIAETraH XWUMOS Ta3W NaWBaHJIAll €WMWHM Ba NaWBaHIJIAll XyXyJIHUHU
xumosnaiiam.?!

XuMos razjiapyu MyxuTuaa € OunaH maBaH/janga Uil YHyMH 10Kopu Oynamau, Oy
WIIHU OCOH aBTOMATJIAIITHPUII MYMKHH Ba METaJUIAPHU 3JIEKTPOJ KOoIUIaMajaph xamja
(dmrocnap uiaTMacAad OUPUKTUPUIITA UMKOH Oepaji.

[laliBanamamHUHT Oy  yCyJlIM  MyJaT, paHMId —MeTalap Ba  yJapHUHT
KOTUIIMaJIapuiaH KOHCTPYKIIUsIap sicala KeHT KyJUlaHuaa O0IuIau.

XUMOs ra3japu MyXUTH/Ia MaiBaHIAITHUHT ad3auMKIapy Kyinuaaruiap:

- uroc €xu KoIUlamaiap UIUIaTHINra, OMHOOAPUH, YOKJIAPHH IIJIaKIaH To3ajallra
X0XaT NYK;

-JOKOpM WII yHYMH Ba MaHOAa HMCCHUKJIMTMHMHT  IOKOpH  Japaxkasna
KOHILICHTPAIMSJIAHUILIA CTPYKTYPaBUI y3rapuiiap 30HACHHM aH4Ya KUCKapTUPHILra
MMKOH Oepau;

- YOK METaJJId XaBO KUCJIOPOAM Ba a30TH OWJIaH KyJa KaM TabCUpJlallain;

- MaiBaHJ1all >)kapa€HUHU Ky3aTHO TypHIL KyJaii;

- )Kapa€HJIApHU MEXaHU3ALMUIAIITUPHIL Ba aBTOMATIAIITUPULI UMKOHHU O0p.

Xumos raznapn MyXuTHa Nai{BaH/TAL

“ a3 Typu byinya IneKTpox Typu Tok Typu ['a3 XVIMOSICUHM TaLLKuN Mexanusauus

e Byinva T Byinya Aapaxacy byinda

WHEpT rasnapza OpuiiguraH anexTpog yarapmac ToKza LIapparni Xumost = Kynna ’

(haon rasnapga dpvMaiiavraH anexTpog yarapyByaH Tokga kamepaga

Apum aBTOMATUK ’

AsToMaTHK

ra3 apanalimanapuia

21 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 567
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XuMosi  raznmapu  Mmyxuthga € OwiaH  madBaH[UIall  yCYJUIAPUHUHT
KJIaCCU(UKALIUSACH.

XuMOS raznapyd MyXUTHAA TaiiBaHAJIAIIHA SPUNAUTal Ba dpuMaiinurad (Boadpam)
ayeKTpoanap OuiiaH Ga>kapHill MyMKHH.

[TaitBaH 30HACHHM XMMOSJIAIl YYyH TelUMid Ba aproH kKaOu MHEpT rasziap, Oab3aH
a30T, BOJOPOJ Ba KapOoHAT aHTHAPHA Kabu ¢aon raszmapaad QoiimamaHuIaIN.
[yHuHTACK, TYpJaM MNpoONoOpUMsAiapAa aloXHaa Ta3JlapHUHT  apajaliMach — Xam
unuiatunaan. ['a3 OwiaH aHa wIyHgaid XuUMoOs KWJIMHTaHMJa TaWBaHIJIall — 30HACU
atpodumaru XxaBo CMKUO yukapuiaau. MoHTax mapouTiapujia naiBaHjjamaa €ku ras
XUMOSICUHM Tyd1a0d TapkaTHO r00opajaurad IMapouT MaBXyJ OYiranaa Kymumya XAMOs
KypwiManapuaadn (Qovgananwianu. [laiiBanmyiam 30HaCMHM Tra3 OWJIAaH XUMOSsUJIAI
camMapaJIopJIurd naiBaH/jlaHauraH OMPUKMAHUHT Typura Ba NalBaH]JIall TE3JUTHUra
OOFJIMK. XMMOSITa IIYHUHTIEK COIUIOHUHI YJIYaMH, XUMOsI Ta3UHUHT cappu Ba COIUIOJAH
Oyromraya 6ynran Mmacoda (y 5-40 MM OVIUIIM Kepak) XaMm TabCUP KUJIAIH.

Welding Current
3 Conductor (Collet)

Welding Current
Contact Tube

Inert Gas
Passage

With or
without

Filler Metal < Gas Nozzle

Tungsten

Electrode Inert Gas Passage

Gas Nozzle /

N
Q\ \\\\~— Gas Envelope
i

Highly Concentrated Highly Concentrated
Heat Heat

[TaiiBanasam 30HacUra XuMosi Ta3jaapHy €TKa3ud Oepuil YM3Macu:
a — MapKa3uil OMTTa KOHIIEHTPUK OKUM OWIIaH, 0 — MapKa3uii MKKUTa KOHLUEHTPHUK
OKMMJIapH OuaH. 2

[TaiiBaHIAIl 30HACHHUHT SIXIMM XUMOSUIAHUIIM Ta3HUHT MCCHUKJIMK (DHU3UK
Xoccajapy, IIYHUHTAEK, TOPEJIKAHWHI KOHCTPYKTHB XYCYCHSTIApU Ba TaiBaHIJIaIl
pexuvura Oornuk. IlaiiBanmiam €M 30HAcCHMTa KUPUTWIQJAWTAH XUMOS Tasjgapu &
3apSAACU3IAHUILINHUHT TYPFYHJIUTUTA, 3JIEKTPOJ METAJUIMHUHI CYIOKJIAHUIIWTa BA YHUHT
KYUUIIIMTa TabCUpP KWIaAW. DJIEKTPOJ METAUIM TOMYWIAPWUHUHT YI4aMu TNalBaHAJIAIl
TOKHM OPTUIIM OWJIaH KaMmasiau, MaiBaH Al TOKH OPTHUIIM OWJIAH APUII UYKYPJIUTUHUHT
OPTUIIA 3ca TMaWBaHjjIam €WM OOCHUMHUHUHI TabCUPUZIA DJIEKTPOJ OCTHAATU CYHOK
METAJJTHUHT aHYa UHTEHCUB CUKUO YMKAPUJIUIITUTA OOFIIHK.

Opuiinuradn 2jiekTpoj OwiaH mnadBanmiamga € OyroM OwiaH madBaHIaIl
30HaCUra y3aTWIaJuraH SpUUINTraH MaWBaHJJAIl CUMHM opacuaa €Haad. DpuMaluraH
(Bondpam) »snekTpoiapu OwiaH TaiBaHIamaa nadBaHmiam Eidu OeBocUTa EKHU
O0aBocUTa TabCUp KWIMIIK MyMKUH. Bondpam snexktponu Ba €l 30Hacura y3iayKCcHU3

22 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 569

41



y3aTHO TypuiaJurad naBaHaJall CUMU opacuaa EHaauran €l 6aBocuTa TabCUp STAAUTaH
EUHUHT OUp TYpPHUIUD.

NHepT ra3 OKMMUHUHI XUMOSUIAll TabCHUPU TAa3HUHI TO3AJIMIUra, OKUMHUHT
napameTpJjiapura Ba MnaBaHlall peXxuMHUra Oofiuk. ['a3HUHT xuMos xoccanapura 0axo
Oepumpgarn  KyprasmMaiau  ycyjulapaad — Oupu  Boiippam  dyekTpoaud — OwiiaH
IaBaHUIaHAUIaH METaJlUI OPACHIA y3rapyBUaH TOK EMWHM EHAUPUIIA KATOAHUHT EHUII
30HAcH IMaMETPUHU aHUKJamiaH noopar. [laiiBanaanaauran MeTam KaToJ BazudacuHu
yTaaurad JaBpia NadBaH[UIalll BaHHACH CUPTHAAH Ba KYIIHW 30HAJIApPAaH COBYK
MeTaJira HucOaTaH MeTal 3appadaiapu y3winO unkaau. KaTogHuHr €Huin napaac,
acocaH, MycOaT MOHJIApHUHI Maccacura OOFJIUK, yjap MaiBaH]yIall )KapaéHUAa KaTOJHU
OoMOapIuMOH Kwiagu. MacanaH, aproH MyXWUTuAa TeIuil MyXUTHJIArura Kaparasjaa
KaTOJHUHI aH4Ya HMHTEHCUB EHMIIM coaup Oymaau. KaTomHuHr €HMinura, meramiap
MOMWJUTMTMHUHT KaMaluInura Kapao, ynap Kylujaaru Taptu0ja skoinamanumiap:

Mg, Al, Si, Zn, W, Fe, Ni, Pt, Cu, Bi, Sn, Sb, Pb, Ag, Cd.

JpUMaNINTaH 3JIeKTPOAJIap OWIAH MAHBAHJIALI

VY3rapmac TOok OuiaH WHEPT rasjap MyxuTuaa € BOocUTacHaa MailiBaHIJaIIga
¢UHUHT TYpPFyH €HHUII IIAPTA — KYTOJWIMKHHU Y3rapTUPHINIA 3apsICU3IaHUITHUHT
MyHTa3aM paBHIIa TUKJIAHUO TYpUIIUIUP. AProH Ba reiauil kKaOM WHEPT ra3IapUuHUHT
EiHM EHIUpPUIN Ba MOHM3ALMSIAII MOTEHIMAIM KHUCJIOPOJ, a30T Ba MeTayll Oyfiapura
KaparaHja IOKOpH, IIYHUHI Y4YyH Y3rapyBYaH TOK EHHMHM CHIUPHUII Y4yH CalT FOPHII
KY4WIaHWIIKA OLIMPWITaH TabMHMHIAII MaHOau Taynad stwiranu. IlafiBanmmam Eiu uHEPT
raznap (aprou €ku refuil) MyXUTH/IA Ky[da TYPFyH Haad Ba YHUA TyTHO TYPHII yHYA KaTTa
KYWIaHUII Taja0d ITUIMaWId. DICKTPOHIAPHUHT IOKOPU Jlapakajaard Ky3ralTyBUaHIIUTH
HEWUTpaJl aTOMJIAPHUHT yiap OWJIaH 3JIEKTPOHJAp TYKHAITaHAA e€Tapjinya YHUFOHUIIN Ba
WOHU3AIUSAIAHUIIMHN TAbMUHIAN TN,

Opumuiiaurad  BoJpamyid  ANEKTpojJiap OWJlaH XUMOSI Ta3u  MYXHUTH]IA
naiBaH/JIal/1a METAJUTHU SPUTHIN YUYH Kepak OyJiaJluraH UCCUKIUK MUKIOPHU, FIEKTPOJ
OwiaH malBaH[JIaHAETraH OyrOM OpacHJaH KUPUTWIAETTAH Ky4dau AJIEKTp €MpgaH XOCHI
oynagu.?

Bondpam katon Oynaran xonga €M 3apsACH3NIAHUINM  acoCaH, CYHOKJIAHUIIT
XapOPAaTUHUHT IOKOPWIMIM Ba BOJ(QpaMHUHT HHCOATaH KaM HCCUK YTKa3yBUaHJIUTH
Tydaiau coqup OynaguraH TEPMOICKTPOH IMUCCHUS XHcoOuTa 103 O6epaau, Oy aca TYFpu
Ba TEeCKapW KyTONunukna €WHMHr Oup xuinjga EnmMaciurura cabab Oymamgu. Teckapwu
KyTOnukaa (OyroM KaTtoa pOJMHM YHWHAWIW — MUHYC) €WHU CHIUPUIIIATH Ky4JIaHHII
TYFpU KyTONWIMKAArura kKaparania karra Oymumum kepak. lllyHunr yuyn Bosdpam
AJCKTpOAN OWIaH IMaBaHIJIaHAIWTAaH METaul Xoccajlapu Oup-OumpuaaH aHda Qapk
KWITAHIUTUIAH €1 KyYJaHWUITUHUHT STPH YM3UFU CHMMETPHUK IakKira sra Oyamaiiu,
OaJIKM yHJa JOMMUM TalIKWJI 3TYBYHW Maiao OYnuO, y madBaHjIaml 3aHXUPUIA TOKHUHT
JOUMUN TAIIKWJ dTYBYMCUHMHT XOCHJI OYJIMIIMHU fo3ara KeITupaad. TOKHUHT JOUMUN
TaIlIKUJI TYBUKMCH ¥3 HaBOaTuaa TpaHnchopmaTop y3aru Ba Apocceija y3rapMac MarHUT

23 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 569
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MalOHHU XOCWJ Kuiaau, Oy XoJ 3ca madBaHjam €M KyBBaTUHMHT KaMalHWIWra Ba
¢iHuHT  Oapkapop Oynmaciurura onubd Kenmaau. 3aHXUpAa TOKHUHT JTOMMHUN TaIIKWIT
AOTYBUMCUHHHI 103ara KEJIWIIA NahBaHJJIall KApa€HUHUHI, AMHUKCA, AIIOMHHUU
KOTHUIIIMAJIAPUHU TTalBaHIAIIHUHT HOPMal OJIMO0 OOPWIMIIMHUA TabMUHJIAMANAN, YyHKU
naiBaHj1all BAaHHACH, XaTTO KUCJIOPOJ Ba a30T MUKIOPHU KaM OVIraHuaa Xam, OKCHJ Ba
HUTPUJJIAPHUHT KUHUH 3pUAIUTraH napaacu OWjiaH KOIUIaHAIu, yjiap 3ca KUuppalapHUHT
CYIOKJIAaHUIITUTA Ba YOK XOCHJI OVIIUIINTA TYCKUHIUK KA H.

VY3rapyBuaH TOK OwiaH nadBaHmamga EHHHUHT To3ajalll TabCUPH KAaTOAHUHT
¢uumy Tydaian OyroM KaToJ pOJMHU YilHaraH XoJjulapjard sSpuM JaBpiap/ia HaMOEH
Oynanu, yyHKHA OyHa OKCHJT Ba HUTPUJI NMapJajJapuHUHT EMUPUIIUIITN COAUP OViIaau.

Teckapu KyTOJNMKIA 3UWINTH KaM TOKJaH (oigalaHmiaam, JeKUH aMaiaa OyHaau
¢l unutatunmanau. TYFpu KyTOIMKIA HMCCHKIWK D3JICEKTPOJIa KaMm axXpallaaud, YyHKU
YHUHT aH4Ya KUCMU TalBaH IaHAUTaH METaJUTHU CYIOKJIaHTUPHINTa capdranamm.

JPpUIAUTaH YJIEKTPOJ OMJIaH NAHBaHAJIALI

CyrokniaHauraln »JIeKTpoa OwiaH €l BOcHUTacHIa XUMOS Trazjiapu MyXUTHAA
MaBaHJIANIA MMABaH YOKHUHI T'€OMETPUK IIAKIM Ba YHUHT yI4aMJIapW TaiBaHJIAII
E¢UMHUHT KyBBaTUTa, METAJUTHUA €1 OpajuKIapuaH oJu0 YTUIIl XapaKTepura, IIyHUHT/ICK,
€l opaiuFUHY Kecub YTyBUYM ra3 OKUMHU Ba METaJUl 3appadalapUHUHT CYIOKJIaHTaH METaJll
BaHHACH OWJIaH TabCUPIAHUIIUTA OOFIIHK.

DpuauraH 3JeKTpojyiap OWjaH XUMOS Tazjgap Myxutuaa €inu maBasgiam 1950
nungan Oomnuiad KeHT KyJaHwmia Oomuraau. AcocaH 3aHTJIaMaliuraH IyJaTJIapHH Ba
ATIOMMHMIIAPHY NaiiBaH/UIall ydyH KyJUIAaHUJITaH?,

[TaitBaHaIaI >kapaéHuUa MaBaHJIAll BAaHHACMHUHT CHPTHTra ra3, OyF Ba MeTalll
3appadajiapy OKMMHUHHUHT XucoOura €W yCcTyHM OOCMMHU TabCUp KWJaau, OYHUHT
HaTWXkacuaa €l yCTyHH acocuil Mertauira 60THO KUPUO, CYIOKJIAHTUPHII YYKYpPIUTHHH
OIMpaaH. DJNEKTPO/JJIaH MalBaH/IJAIll BaHHACWUTa Kapa® HyHaiaraH MeTaul ra3sud Ba
OyFJIapUHUHT OKHUMHM SJIEKTPOMATHUT KYWIAPHUHT CUKYBYM TabCUPH Tydalaum Xocui
oynanu. [TaiiBanam ENMHUHT CYIOKJIAHTUPUITAH METAJT BAHHACUTA TaAbCUP KYyUU YHUHT
Oocumu OWJIaH XapakTepjaHaJau, Ta3 Ba METaUl OKUMHM KaH4ya KOHIIEHTpalUsUIalliraH
Oynca, Oy OocuMm I1IyHYa OKOpU OViaaau. MeTain OKUMUHUHT KOHLEHTPAILMSICH
TOMYWJIAPHUHT YI4aMu KaMaluiid OWwiaH oOpTaad, TOMUYMJIAPHUHT VyiIYyaMH 3ca
METAJJTHUHT, XUMOS TQ3UHUHT TapKUOUTa, IIYHUHTJEK, MaiiBaH IJIalll TOKUHUHT HYHAIUIIN
Ba KaTTaJUIUra OOFJIHK.

NuepT razmap MyxXuTHIa OSJICKTPOJHUHT DSPHUIIN HATWKAcHIa XOCHJI Oyirad
nadBaHaam MM KOHYC MIaKiauaa OYnuO, YHUHT YCTYHU WYKM Ba TaIlllKU 30HAIApUIAH
nbopat. Muku 30Ha paBmiad EpyFiauKKa Ba KaTTa xapoparra sra 0yiaau.

WNuku 30Hama METAUTHUHT KYYMPWIIUIIHM COAMp OYnaau Ba YHUHT aTMocdepacu
METAJUTHUHT ITybJIaIaHyBUM OyFiapu OuiaH Tynaran Oymanu. Tamku 30Ha EpyFIUTHHUHT
PaBIIAHJINTYA KaMPOK Ba MOHJIAIITAH ra3/iaH noopar 0ymaau.

HNHepT razjaap MyxuTuaa naiBaHjIaml

24 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 674
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Apron Ba relMi MyXWTHIA IaWBaHIUIAIl CYIOKJIAHAJWTaH XaM, >SpUManIuraH
(Bondpam) xam anekTpoaiap OmiIaH oo Oopuaan

Aprou-éii OwyaH TaiBaHUIANl JICTUPJIAHTAH TMYJATIapHUA, PAaHTJIM MeTauiap Ba
yJIapHUHT KOTUIIMAJapUHU OUPUKTHPUIIIA KYJUIaHWIAIW, Y y3rapMac Ba Yy3rapyBYaH
TOKJa SpUIINTaH Ba SpUMaiIuran 3JeKTpoiap Ounan Gaxkapuiaau.

Shielding Bare Solid Wire
Gas Inlet Welding Electrode

Electrical Current
Conductor

Direction of Travel
APrr——————————

Contact Tip

Gas Nozzle

Consumable 82 B
Electrode e @ = Gaseous Shield

A—Base Metal D—Weld Metal
B—Weld Reinforcement E—Heat-Affected Zone
C—Weld Depth of Fusion

DpuiiaMIran 2JIEKTPO XMMOS Ta3iap/a NaiBaHuIail Yu3MacH. 2

Kynna apron-éii OwnaH mnaiBaHijamiia BoJ(ppaM dJICKTPOJHUHT YYU KOHYC
WAKJIMAa  YTKUPJAHAAW. TKUPJAHTaH YYMHUHI  Y3YHJWIM, OJATHa, JJIEKTPOX
IMaMETPUHUHT UKKU-Y4 KUCMHTIa TEHT OYJIUIIN Kepak.

Eit MaxcyCc KYMHUp IUIAaCTHHAaAa EHIWPUIAIN. Einu acocuit meramiia EHIUPULI
TaBCHUsl JSTWJIMaWIW, YyHKH OyHAAa SJIEKTPOAHUHI Y4M HQIOCIAHUIIM Ba CYIOKJIAHUO
ucpod OYIUIIN MyMKHH.

Eifan 8HaupyIn ydyH canT IOpHII KydJIaHUIIH OIIMPHITaH TabMHUHIAII MaHOAu1aH
€KM KyWIaHUIIM IOKOPM KylIuM4a TabMUHIAIl MaHOauaaH (OCUMIUISITOpAAH)
doiiganaHuill MYMKWH, YyHKM €EWHU EHAMPUIN NOTEHLUMATW Ba HMHEPT Ta3jJapUHHUHT
MOHU3ALMSIIAHUIIN KUCIOPOA, a30T €KUM MeTayl Oyflapura Kaparaija aHya IOKOpH.
WNuepT raznap ERMHUHT pa3psIIaHUIIN FOKOPU TYPFYHIUTH OuiiaH ¢apk Kuiaauiap.

OpuMaiaurad BoippaM JJICKTPOAW OWIaH Y3rapyB4YaH TOKJAa TMalBaHIJIAITHUHT
y3Ura XoC XyCyCHSATH NaWBAaHJIAII 3aHXXUPUAA Y3rapMac TOK TALIKWI 3TYBYUCHHHHT
Xxocuia Oynummaup. by Tamkuia 3TyBUM TOKHMHI KaTTAJMTH MaiBaHIUIAll 3aHXUPUAATH
y3rapyBuan TOK »3@¢ektuB KuiimatuHuar 50% raya eTUIIM MYMKHH. TOKHHHT
TYFPWIAHUIIN, SBHU Y3rapMac TOK TAIIKMJI ATYBYUCHHHHI XOCHJ OYJIUIIM BOJ(ppam

25 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p.
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ANEKTPOTHUHT YIIdaMJIapy Ba MIAKJIATA, OYIOMHUHT MaTepHUaiura Ba MalBaHJIAIl PEKUMU
(TOKHUHT KaTTaJIWTH, TalBaH/JJIANl TE3JIMTA Ba EHHUHT Y3YHJIUTH) Ta OOFIIHK.
[TaliBanayanm 3aH>XUpUAA y3rapMac TOK TAIlIKWJI STYBYMCUHUHT NAR0 OYIuIIM, alHUKCa,
QATIOMUHUANA Ba YHUHT KOTHIIMAJIApUHU TAaWBaHIJam >kapaCHuaa calOuidi TabCHUp
KypcaTaau.

573rapMac TOKHUHT TAIlIKWJ 3TYBYUCH JKyJa OMMUO KeTraHuaa EWHWHT TypFyH
¢uumy Oy3uianau, SpuTHO ENMUINTUPUIIATUTAH METaUl CUPTUHHHT TO3QJIMTU KECKHUH
EéMOHJIaIIaau, KePTUK KOWIap, KaTiaaMJaHUII 103 Oepaau Ba IaiBaH] OMpPUKMAaIapHUHT
MYCTaXKaMJIMTH Ba YOK METAJUIMHUHT IUIACTUKJIMTHM KaMasik. 3rapyBuaH TOK MaiBaHIaIl
3aHKUpHUAQ Y3rapMac TOK TaIlIKWJI ATYBUYMCHHU HWYKOTHUIN, SXIIM cudaTiv MaiBaH[
OMpUKMaJIap XOCHJ KUJIUIITHUHT OMPUHYH JTapakalivd MapTUIUD.

Onatna SpUMHMAMIaH  AJICKTPOJJIap OWJIaH  XMMOSI  Tasjlapd  MYXHUTHJIA
nadBaHIamia XuMos ra3 cudaruga aproH €K Treaud  MIUIATWIAAd. ODpUJIUTaH
ANEKTPOIap OWiaH XUMOS Tasjiap MyXUTHJa NalBaHJIall Y4yH KHUCIOPOJ OuiaH
apajaliraH XuMosl Tasjlapy KyJUIaHWIagu. DPUMUMIUTaH SJIEKTpoiiap OujaH XUMOS
razjapja NalBaHjJalla KUCJIOPOJJIM apajaliMa UIUIaTWIMalau, 4YyHKd Bojidpam
5IEKTPOM KHUCIOPOAra TYPIYHJIUK KUIa OMaiiam.?

lenuii-&it OmnaH makBaHUIall TPUHIUMIIA XaM aproH-éi OwWsiaH maiiBaHJalijgaru
KaOUAUp, IIYHUHT YUYYH YHU aJIOXKJ1a KYpruO YuKManMus.

Apros-éi OujaH MmaBaHJJIAIl BOCHTAcHAA y4uMa-yd, TaBp IMIAKIUAATH, yCMa-yCT
Oypuakyii OUpUKMaIapHU XOCHJI KUIUII MyMKHH.

Yok MeTaulMHM Aacoc TOMOHHJAH XHMOsUIall Ba YOK OpPKAa TOMOHHUHUHT
MaKJJITAHUIIUHA TabMUHJIAII YIyH XUMOS ra3iapu nydiaHaad (40K acOCH TOMOHHJAH
XUMOSI Ta3MHUHT OPTHKYAa OOCMMH XOCWJ KHWJIMINJAA Iydiam ydyH aproH €Ku aupum
xoJmlapAa (THTaHHU TadBaHJIANAA) TEIWM WIIIATAJIATd. 3aHrjiaMac IyJaTiapHu
nmaBaHjyIaIIa aproH, a30T, KapOOHAT aHTHUIPHI Ta3d Ba A30THHHT BOJOPOJ OuWjIaH
apanammacu (azot — 93%, Bogopoa — 7%) unaTuiaagu.

KapOonat anruapua razu MyXuTuaa naiBaHajian

Opuiiiurad >JeKTpoJjiap OujaH XUMOs razjiap MyXuTHaa nadBaHiamia (aosn
Oynran kapOOHAT aHTHJAPHUJL Ta3W Ba YHUHI KHUCJIOpPOJ Ba BOAOPOJ OWJIaH apalaiiMacu
UIuIaTHIanu? .

KapOonar aHrugpua ra3su MyXUTHAAQ MalBaHIJANl >KapaéHUHUHT MOXMUSITH
Kyhunaruaan uoopart. [laliBananai 30Hacura KUPUTHIIAIUTaH KapOOHAT aHTHAPHU Ta3u
yHU aTMocdepa XaBOCHHHUHT 3apapiu TabCUPHIAaH XUMOs Kwiaau. byHna maiiBaHamarn
SHMHHMHAT IOKOPH XapopaTd TabCUpHAa KapOOHAT aHTHAPHJ ra3d KHCMaH HC Ta3d Ba
KHCJIOPOJIra TUCCOLUALIMS:

2C0,=2C0O0+0

26 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 573

27 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 682
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EifHuHr XapopaTu Xamma skoiiga Gup Xun Oynmarannuruian € 30HacuIar ras
apanaliMACUHUHT TAapkuOu XxaM Oup Xui Oynmaiinu. EMHuMHT XxapopaTu 1okopu 6yiaran
¥pTa KucMuaa KapOOHAT aHTUAPUJ Ta3u Tyna auccormanus. [laliBanpmam BaHHacura
EHI0II MYXUT/Ia KapOOHAT aHTHAPHUI Ta3UHUHT MUKJIOPY KHCIOPOJ Ba MC Ta3HHUHT KaMH
MUKJIOpUIaH OopTUK OYmamu. ['a3 apanmamiMacHHUHT Xap y4daia KOMIIOHEHTH METaJUTHU
XaBO TabCUPHUAAH XUMOS KWJIaIH, Iy OuiaH OuMp BaKTAa YHU DJIEKTPOJ CUMH TOMYMIAPU
BaHHAra yTraHua XxaM, CHpTHra YTraHuAa XaM OKCHITalIH.

Fe+CO,=FeO+CO; Mn+CO,=MnO+CO;
Si+2C0O; = Si0,+2CO0; 2C+2C0,=2C0+2CO0;
2Fe+0,=2FeO0; 2Mn+0,=2Mn0;
Si+0,=2SIi0; 2C+20,=2CO0y;

DNeMEHTIapHUHT OKCUJUIAHUII TapTUOW Ba MHTEHCUBIUTH YJIAPHUHI KHUCIOPOATa
HUcOaTaH KUMEBUN MoMmMrura OOFNMK. borika sneMeHTIapra KaparaHja KUCJIOpOJra
KyJla MOMUJ OYJIraH KPEMHHUW OJIMH OKCUJIaHaIu. MapraHelHUHI OKCHJIAHUIIN XaM,
IIYHUHT/ICK, TEMUP Ba YIJIEPOJHUHI OKCUJIJIAHUIIMTa KaparaHja aH4a UHTCHCUBIHUPOK
coaup OVnaau. Jlemak, kapOOHAT aHTUJIPU]] TA3UHUHT OKCUJIAI MOTCHIIMAINHYU KyIIuMua
CUMra OpTHUKYa KPEMHHUU Ba MapraHell KHPUTHUII OujiaH HeWTpasuiam MyMKUH. by xoiaa
TEeMUPHUHT OKCHJJIAaHUII pPEaKUMsICH Ba YIVIEPOJ OKCHAJApU XOCWI OVyiaaura
peaknusiap CyHAUpWIaan, amMmMo atMocdepa xaBocura HucOataH KapOOHAT aHTUIAPHU
Ta3WHUHT XUMOS (PYHKIUSIIApU CaKIaHUO KOJaau.

OpuTubO EMUIITUPWITAH METAJUTHUHT cUdaTH MaiBaHJIalll CUMHUJIard KPEeMHHM Ba
MapraHelHUHT (POU3 XUCOOMIarn MHKJOpUra OOFaMK (KapOOHAT aHTHIPU] Ta3HHHHT
cudaru Tanabra xaBoO Oepranga). DpuUTHO EMUIITHPHUITAH METAUTHUHT SXIIH CH(ATIH
OyaMIIM, yraepoMId IyJaTjJapHU IMaWBaHIamIAa, cMM TapkuOumarn Mn uumur Si ra
HucOaru 1,5-2% Hu Tamkwm dtrasaa kadoaTiaHaaq.

KpemHuii Ba MapraHenHUHT XOCWUJ OYylaguraH OKCHUJIapU CYIOK MeTalljiaa
spuMaiiu, Oanku y3apo TabcUpJaliuO, OCOH 3pyBYaH OMpHUKMANap XOCUJI KWiaau, Oy
OupUKMaJIap 3ca NUIaK KYPUHUINKIA MaiiBaH Jlalll BAHHACU CUPTHUTA KAJIKUO YUKAIH.

3.2 XuMos ra3jiapu MyXUuTHAAa NaiiBaHIJIall MeTAJUIyPrusic

laznap maiiBaHqIaml BaHHACWHUHT JSPUTAaH METAUIMHA XABOHWHT a30TH Ba
KUCJIOPOAUAaH XMMOS KWJIMIII X0ccacura Kapad uHepT Ba (paosi raznapra OYanHaIu.

WNuept rasnapra apron Ba rejiuy KApajd, yJiap NaWBaHJIAIl BAHHACUHUHI SPUTaH
MeTaJuTi OWJIaH AESIPIN TabCUPIIAIIMAaiIH.

daou raznapra KapOOHAT aHTUAPU]I, a30T, BOJOPOJ Ba KUCIOPO KAPAIH.

@Daon eaznap naveamonawl BAHHACUHUHE JdPUcaH Memail Oulan KUMEgull
mavcupaauiumuea Kapab Heumpan 6a mavcupianysuyu oyauwu mymxun. Macanan, azom
Mucea HUCOamau Helmpan 2a3oup, s’bHU MUC OULAH Xed KaHOau KUMEBUU OUPUKMA XOCUTL
Kuimauou. Daon easnap KU  YIAPHUHE — NAPYANAHUWL — MAXCYIOMAApu  EUHUHE
3apAOCUBIAHUWL HCAPAEHUOA, NAUBAHONAUL BAHHACUHUHE IPUSAH MeMAll OUIaH OUPUKUUU
8a YHOA 3putiu MYMKUH, OYHUHZ HAMUdICACUOA NAUBAHO YOKHUHZ MEXAHUK XOccanapu
KeCKUuH nacasaou, KuMEésull mapkuou sca beneunranean manab 6a cmaHoapmiapea Moc
KemMauou. AMmo wyHu xam mavkuoaiab ymuut 103UMKU, MEMaiiod sputioucarn 6av3u oup
eaznap xamma 6akm 3apapiu Kywuima oynaeepmaunou. Macanan, azom yeniepoonu
nyiamaapoa 3apapau  Kywuima Xucoonanaou (Humpuoaap Xocun Kuiaou), OyHuHe
Hamudicacuoa nanueand YOKHUHS MEXAHUK XOCCANapu 8a ICKUpUUea 4uoamiuc KecKuw
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nacauud kKemaou, 6a XOJNAHKU, AyCmMeHum cuuguoazu nyramiapoa azom gouoanu
KYWUIMAa Xucobaanaou. Y2nepoonu nyiamiapuu ap2oH-éu ounan naueanonauoa nyguau
VUyH hakam apeon éxu kapboHam aH2uopudoan smac OAIKU a3omoan Xam goudaianuul
MYMKUH, JeKuH OyHOa naueamolawl 6aHHacuea KpeMHUl 6a mapeavey Kaobu
OKCUOTAHMUPYBYU KYULUMYA ITEMEHMIAP KUPUMUTULUYU KEPAK.

[IlyHuHr y4YyH TaHJaHraH ra3 Ba KylIMM4ya MaTepUal [auBaHI YOKHUHI
OelrMIaHraH MEXaHMK XOCCAJIApUHU, KUMEBUA TapKUOMHM Ba  CTPYKTYypacHUHU
TabMHUHJIAIIK 3apyp. MHEPT raznapHUHr XMMOsS MYXWTHA MailBaHIJAlIAa MaiBaHIJIAll
BaHHACUHMHT SPUTaH METAJI XaBO KUCJIOPOJIM Ba a30TJaH XMMOsUIAHTaH OVYiaau, IIyHUHT
YUyH METaJUTypruK >kapa€Hnap ¢akaT MaiBaHJialll BaHHACWHUHI JpUTaH MeTaJUTuaa
OynraH sJeMeHTIap opacujia COAUp OYIUIIN MyMKHUH.

Macanan, arap naiiBaHjyianl BaHHAcHJla KMCIOPOJHUHT TeMHp dana okcuau FeO
Tap3ujgard Oup 03 MHUKIOpU OYiica, y XOjaa YIJIEPOJAHMHT €Tapid MHUKIOPU MaBXKY/
Oynranja Metaiga spumaiuran yriaepoa okcuau (uc razu) CO xocun O6ynanu:

[C]+[O]=CcOT

[TadiBanasamn BaHHACMHUHT CYIOKJIAHTaH MeETaul KpPUCTAJUIaHMO, Ta3 YHUKUO
KETHIITa YATYypa OJIMACIUT HaTWXKACcKa, MeTaJljIia FOBaKJIap XOCHJI OYiaau.

[TaiiBaH 111 BAHHACUHUHT SPUTaH METAJUIM MHEPT ra3ia SpKUH KUCIOPOJ E€KU CYB
Oyfiapu KYpuUHUIIMAA OYiraH Kuciaopoa OuinaH TYWMHUIIKM MyMKUH. IyHUHT y4yH
MaBaH] YOKWUHHUHT 3PUTaH METAJUIM KPUCTAJUIAHUIIN AaBpUAa YIIEPOIHUHT OKCUIaHUIIT
pPEaKUUSACHUHU CYHIUPUII Y4YyH [ailBaHIJAlll BaHHACHUra KyIIMM4ya MaTepHall OpKalH
(€pmammuaa) KpeMHUN Ba MapraHell KaOW OKCHUIAaHTUPYBYM SJIEMEHTIIAPHU KUPUTHUII
kepak. Tapkubuga erapid MUKIOpAAa OKCHACU3JIAHTUPYBUWJIAp OVIraH JerupiiaHraH
nynarnap cyuaupanud. yHaail kuianb, XUMOs rasjiapy MyXUTHAa MNaiBaHamga
VIJIEPOJHUHI TalBaHJ YOKHAA FOBAKJIAp XOCHUJ KWJIA OJIAAUraH OKCHIJIApU XOCHJ
OYJIUIIIUHY CYHIMPUILI Ba MaWBaHJ YOKHUHT a30TJaHUIIMHUA Oaprapad KuIuIl y4dyH
naiBaH Iall BaHHACUTa OKCUJIAHTUPYBUU SJIEMEHTIIAPHU KUPUTHUII 3apyp.

KapOGonar aHruapua Ta3MHUHT XHMOS MYyXUTHAA TMaiBaHmuamga, Oy ras
naiBaHjyIalll BaHHACWHHUHT APUTaH METAJUIMHU XaBO KHUCJIOPOAM Ba a30THUJIAaH XUMOS
KWIHII Owirad Oupra y3u €l 3apsACU3IaHMINNMIA TapyaJlaHu® MeTaUTHH OKCHJJIOBUU
0ymmob KoaIu:

CO,=CO+1/20,

Fe.+1/20,=[Fe0]

CO,+Fe=[FeO]+CO

0y epna FeO — TeMupHUHT TeMUpAa SpURIUTaH yajaa OKCUIH.

[lynpait Kuaub, MHEPT raszjiapyd XUMOsl MyXHTHAA NalBaHIaIIarujaek, 0y xomnaa
XaM yriaepoa OKCHAM XOcuia Oynaau, Yy TnalBaHjiall BaHHACH METAJTHHUHT
KpUCTAJUTAHMII KapaéHuga MeTajuijla FoBakiukiap xocui Kuiaau. Mc razu (CO) xocun
OYJIMIIIUHY CYHIUPUII YIYH MMaiiBaH J1alll BAHHACUHUHT CYIOKJIAHTaH METAJIJIUTa KyluMua
CUM OPKaJId OKCHICU3JIAHTUPYBYH AJIEMEHTJIap KPEMHHI Ba MapraHel] KUpUTHIaIu.

3.3 Xumos razjiapu MyXuTuaa €éii Oujian naiiBaHaj1amn TeXHOJIOTUsICH

HNuepr raznap myxurnaa naiipanaiaam. FOkopu erupiianras nynariap, TUTaH Ba
VHUHT KOTHIIMAJapuHU TYFpU KyTOnM Yy3rapMac TOKAa maiBaHuaHagn. OKcun
napJAacvHu Oy3WJIMINKM yYyH QIIOMHH Ba MarHuid KOTWINIMAJapw Yy3rapyBuaH TOKIa
MaBaHJIAHAIN.
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Kynna apron-€ii OwnaH maiiBaHaJanI TOpENKaHW TeOparMmaciaH Oakapuianu;
naBaHAJIall 30HACH XHUMOSICH Oy3yJdWINM SXTHUMOJH OYITaHIUTHIAH TOpPEIKaHU
TeOpaTuIl  TaBCHs  dTUIAMAWAUM.  AproH-é  ropeinkacd, MyHAIITYTH  OujaH
naiiBanulaHagurad Oyrom opacuparu  Oypuak  75-80°C Oymmmm  kepak. DpuTHO
KYIIMJIAJUral CUM TOpelKa MyHIITYrd Ykura Hucbaran 90° Gypuak xocun Kuiub
KOMIIALITUPHIIANH, CUM OuIaH Oyrom opacuaaru 6ypuak 15-20° 6y mmu kepax.

Apros Ba reinui rasnapu KMMEBMM MHEPT ra3 xucobOsanaau. LlyHunr yayH ymap
OOIIKa MOIIaNap OMIIaH peakIysara Kupuimaiigunap.2

Apron €ku renuil razjapu YpHUTa ras apajaliMallapgyHu WIUIATAII O0ab3u Oup
XoJulapjia MmaBaHmsall €MMHUHT TYPFYH CHHUIIMHUA OLIMPAJM, METAJUTHUHT CaypalldHd
KaMalTHpaay, YOKHUHT I[MAKIJIAHUIIMHY SXIIAJIARIM, SpUIl YYKYPJIUTHHHU OLIUpaIH,
IIYHUHTACK, METAUTHUHT  YTKa3uiumura (KY4Yupuwidiiura) TabCUp KWJIaad Ba
naiBaH/IJIaIIIa Ul YHUMUHH OITUPAJIH.

[TaiiBangmam  ydyyH OOIIKa S3JIEMEHTJIap OujiaH KUMEBHN OupUKManap XOCHI
KWIMalural readid Ba aproH kaOu wHepT rasznapjaH (0ab3u Oup ruapujiap OyHaaH
MYCTacCHO, yJap Xxapopar Ba O0OCUMUHHMHT KMYUK MHTEpBaUIapuaarua oapkapop Oyiaam)
¢doipananunaan. CaHoaTna reduitHM TaOMMI ras3jlapHU CYIOKJIAHTUPUII Hynu OuiiaH
OJIMHA[IY.

OpuMHIIUTaH 3MeKTpoaap OWIaH MHEPT XUMOS Ta3lap MyXUTHAA TMaiBaHAJIaHTaH
nalBaH]l 4OK, IOKOPHM MEXaHUK Xycycusariapra sra Oynaau. lyHuHT yuyH ymOy ycyn
O3WK OBKaT, KMME Ba MeEIHWIIMHA CaHOATHJIa Ba AaBUAKOCMUK TEXHUKACUHU WIILIA0
YUKAPUILIA KEHT KyJaaHunam.?

A30T mMyxuTHAa naiBaHmIam. Muc Ba 3aHriamMac MyJaTJIapHUHT Oab3u OUp
XWUIAPUHYU TaiBaHyianga €d 30HaCHHA XMMOS KIJIMII YY9yH KHCIIOPOJ KypriMaiapuaa
pexkTuduKanug Mynu OWIaH XOCWJ KWJIMHTAaH a30TAaH QoiiajaHul MyMKUH. A30T Oy
Marepuajuiapra HucOaTaH HMHEPTAHP. A30T KOpa paHIJM, CapUK XalKAaCUMOH YHU3UFH
Oynran mynaT OajyioHIapa cakjIaHaIu Ba TallWJIa Iy,

A30T-€#1 BocuTacuaa nmaBaHmIamaa KyMup €k rpadguT Y3akiaap 3JIeKTpoa 0ynuo
XU3MaT KWiaad, Boddpam 3JIEKTPOUIap HWIUIATUII Makcaira MyBO(MUK 3Mac, UyHKH
yIapHUHT CUPTHAA XO0CUII Oynaaurad Boudpam xyna kyn capd 0Vnaau. Azor-éia Kymup
ANEKTpPOJ OwiaH mnadBaHmjgamaa EWHUHr Kywianuimu 22-30 B Oynumum  103um.
[TafiBananam TYFpu KyTOJIM y3rapmac TOKAa IUaMeTpu 6-8 MM JId KYMHp 3JIEKTPO] OuiaH
Tok 150-500 A 6ynranga Gaxapuiaau. A30THUHT capdu 3-10 1/gaK HU TaIKWIT KWJIATH.
a30T MyXHTHJIa MMalBaHJIall KypuUiIMacu aproH MyXHTHJa MMalBaHJIAl KypUIMAaCHHUHT
anHaH y3u. Kymup y3akiapHu Maxkamiall y4yH IOpesikaja aaMallTUPUIAIUIaH Maxcyc
YUJIUKIIap OYJIUIIN JIO3UM.

28 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 684

2% Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 570
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KapGonat anrmapua rasu myxuruaa naiBanaiaam. KapOGoHnar anruapua rasu
MyXUTUAa MaiBaH/uam XamMma (Ga3oBuil BaszusATiapia Oaxapunanu. llaiiBananamina
TecKapu KyTOJIH y3rapMac TokAaH GoimanaHuIaan.

Eifaunr éuuimn GapKapopiaurMHU ONIMPMIN, METall KaMpOK Caupalld, YyKyppok
DPUINN XaMa Il YHYMH OPTHINU YUyH JIEKTPOIard TOK HUXOSTAA 3Ud OYIJIUIIH, STHHU
TaH1a0 OJMHTAH TOK/Aa HUCOATaH aHYa MHTMYKA CUM UILIATHO MaiBaH 1Al MabKyJl.

Kyunanumra kapa® mabliyM 3WWIMKIATH TOKJAAa HIUIATWIATUTaH €W y3YHJIUTU
aHuksa0 onuHaau. Kywranumnau »xafBanna KypcaTWTraH derapajap/iaH KaTTapok EKd
KUYUKPOK OJMII €WHUHT XaJJIaH TallKapu KajdTaJlaHWIIWra €K y3aluiura ojaubd kenaau
Ba MakBaH 1Al )Kapa€HuHu Oy3anu (i y3miaub Koiaau, METaJlJI caupaiiv, FOBAKJIAIIIUIII
XoJutapu pyit Oepaau Ba X. k.). FOnka (kamuaa 2 MM) MeTaJUTHU NadBaHAJANIIA KyYJIaHUII
KATTAJIMTH MyXUM axamusiTra ara oyinaau.

CuMHM y3aTuIll TE3JIUTM amMajja Ma3Kyp TOKJa Ba KywiaHuiga €l Gapkapop
éHaauran Kkunu6 tannaHaau. Kapbonar anruapuj ra3u capdu naiiBaHjiall BAHHACUHUHT
atpodard XaBO TabCUPHAAH XA MyXO(a3aJlaHUIIMHU TAabMUHJAIIM  KEpak.
MyHAIITYKHUHT MaiBaHAJIalll BAHHACH 103acUla HUCOATaH 3HI MabKyJ XOJaTH (Kusiam
Oypuaru, Macoda) xaM Iy MIapT-IIapouTIapra Kapad aHukKjIaHaau. MyHAIITYK OujiaH
Oytom opacumaru Mmacoda Tok 60—150 A, kyunanum 22 B 6ynranuga ogatma 7—14 mwm,
Tok 200—500 A Ba xyunanum 30—32 B 6ynranuga sca 15—25 mm O0ynaau. DneKTpoIHu
BepTUKaJra HUcOaTaH KusuiaTuil Oypyaru 15—20° HU TaIIKUIT ATUIIH JIO3UM.

[TadiBananammgan ONAMH Ta3 y3aTuiaa OolulaHaaAW Ba YHUHT capduianuiu capd
Vdam ac6o0u OVitmya pocTiaHaau, MUIAHTIap Ba TYTTHY XaBO KOJAUKIapuaaH mydaad
TO3JIAHA/IH.

E — Water Supply C - Flowmeter and Regulator

or Circulator

D — A.C-orD.C. Pogt
Source

A —Torch T

Filler Rod

B — Inert Gas Supply

AT SIS Tqrw“ﬂmrﬁmﬁ‘,_

Water Drain or Return
to Circulator

DpUMIIUran >AEKTpOIap OWIIAH XUMOS Ta3jap MyXMTHAa NalBaHIall ydyH
xuosznap

30 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 572
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[MTatiBanamam 6onuranummaa 3eKTpoa 25—30 MM YuKHO TypHIIN Kepak.

OnexTpox Oup Tekucna Cypwiminy Jo3uM. FOmkKa MeTaiHu MaiBaHAmall
xKapaéHuga >MeKTpo] (akaT YoK y3pa WIrapujaHMa CypHJIagu, aHdya KaJIWH METaJIHU
naiBaHJIaNIIa 3ca SJICKTPOIHUHT YUu OWjIaH KYHAMaHT XapakaTiap XaM KHJIHHA/IH.

[atiBanuu >MEKTPOAHM YarnjaH yHrra (Oypuaru OuiaH opkara), €KM YHT/IaH yarra
(Oypuarm OwiaH oyiguHTa) EXYyH SJCKTPOJI YOK TEKHUCIWTHra HHCOAaTaH THKKACHTa
KOMIAIITUPWITaHAA «y3Ura TOMOH» CypuO OOpHIlIM MyMKHH. JieKkTpoaHu 5—20°
yamacu OJIIMHTa €KU OpKara Kusuiarca xam Oyinaau.

[TadiBananam BaHHacMHUHT nuaMeTpu 30 MM faH karrta Oynmaciauru kepak. Kenr
YOKJIAPHM MHTHMYKA BAJIMKIAP XOCWJ KWIMO KaTTa Te3JMKIa MaiBaHIIaIl JIO3UM. HIJIaH
yanra (Oypyaru OuiaH OJAMHIa) NMaiBaH]JIaraH/ia aCOCUN METAJUTHUHT 3PUII UYKYpPIUTH
KamasiJiv, BaJIMK 3ca KEHIPOK YMKaau. by ycynaaH ronka Meramn €ku naiBaH]jIal xamaa
COByHI >Kapa€HMJa Jap3 KETUIIra MOWWJI OyiaraH JIeTUpliaHraH IyJaTIapHU
naiBaHyIamaa GoiialaHIran MabKyJIpoK.

TaBp OupukManapHUHr Oypyak 4YOKJIApUHM MalBaHAJIal[a 3JIEKTPOJ OwiiaH
TaBpHUHT BEPTHKAJ I€BOPHU opacuaaru Oypuak 25 — 35° onuHaau.

Meramn KaauHIurd 2 MM JaH KaMm Oynranujga €l ra3jiapuHUHT OOCUMU SpUTaH
METaJUIHUHI OKUIIMIa WY KYWMAclIWrd Y4yH TOpU30HTra HucOataH 60° naH OpTHK
Oypyak ocCTHJa >KOWJAIIraH TEKHUCIWKIArd YOKJIap, LIYHUHTJEK BEpTUKAI YOKJIap
IOKOpU/Iau TacTra TOMOH mNaiiBaHanaHanu. [laiiBanjnnaérranaa wioxu OOpHuYa KHYHMK
KyWIaHUII Ba TOK HUUIATWITAHU MabKyJ. 2 MM JaH KaJIMH METaUIHU 3JIEKTPOJIHU
«Oypuaru OujiaH OopKara» KusjaaThO, MacTJaH FOKOpUra TOMOH BEPTHKAaJ YOKJIAp XOCHI
KUJIMO MaiBaHIall MyMKHH.

I'opuzonTan YOKJIap TMAacTAAH IOKOpUra KapaTWwiraH »5JeKTpoJ OunaH,
KYyHmamanrura TeOparmaciad, 17—18 B kyunanumpa naiBanmmanamaum. Illun dgoxmap
WIOKM Oopuya KUYKWHA KYWIAaHWII Ba TOKJAaH (oigananud, OIyHHHTJEK KapOoHaT
aQHTUAPUA Ta3uaaH Kynpok capdiad, sleKTpoaHu «Oypuard OuiaH opkara» Kuino
naBaHIaHAIH.

Direction of Travel

i SHTSUERENEET
Gun
Drag Angle 90° Push Angle
(Backward Pointing) (Forward Pointing)

[aiiBaHIAII TOPENKACHHH OTHLI OypYaKIapus:

31 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p.
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Kanunumurun 1,5 — 3 MM MeTamn «OoCwiraH xojaTaa» yuMa-yd KHiInO BepTHKal
XOJIaTAAru SJIEKTPOJHHM YOK YKU Oyimua cypu6 maiBanmiaHamau. FOmka (0,9—1,2 mm)
METaJul MHUC Tarjaukaa KM KOJIaAuraH MyJjaT TarjukKaa MacTKU X0JaTAa, €KU BepTHKa
XOJIaTAa TarjJuKCcu3 NaiiBaHJIaHAIH.

Kanunmurun 1 —1,5 mm metaminu (3a3op 1,5— 2MMm rava Oynranaa) yuMma-yuura
0,8 MM cum OuslaH KapOOHAT aHTHAPUJA Ta3UAa sIPUM aBTOMATUK MaiBaHANAIl MYMKHH.
Merann 3a30pAaH OKMaciaurd y4yH NaiBaHAYM TOPEIKAHW BaHHAJAH YeTIallTUPMacIaH
CUM Y3aTHII MEXaHU3MUHU BakT-BakTu Ownan 0,25 — 0,5 cek Tyxraruiiu kepak. by
X0JiIa SPUTHO ENUIITHPUITAH METaJUI KOTaaud Ba TUPKUILJAH OKUO TymmMaiau. byHman
TalIKapy, aCOCUI METaJTHU 3pUO TEIIMIUII uXTUMoJu 0ynmaiinu. KyBypnap yuma-yuura
aHa IIyHJIal TaiBaHIaHAIH.

[TaitBangmanmHU Tyrataétu0, KpaTepHU MeETajuira TYIIUPHUIN, CYHrpa CUMHUHT
Y3aTWINIIMHA TYXTaTUII Ba TOPEJIKAHW YETIaTMAacJaH TOKHM a)XpaTHII Ba BaHHAJaru
MeTaJul KOTMaryHura Kajap KapOoHaT aHTUAPH]T Ta3u y3aTUIIHIIN KEPAK.

Ha3zopar caBosuiapu:
1. Xumos razmapu myxuTtuaa €W OwuslaH NalBaHIJIAIIHUHT MOXHUSTH HUMAJaH
nbopar?
2. Xumos rasjapu MYXUTHA MaiBaHIJIAII yCyiapu KaHJan
KJ1accuduKaIysianan?
3. KapOonar aHruapuj ra3d MyXuTHIa TadBaHIAl METALTYPTrUsICH KaHJa
xXycycusitinapu 6op?

O®OUJATTAHUJITAH ATABUETJIAP:
1. Edward R. Bohard. Welding: Principles and Practces - American Welding
Society - Connect Learn Success, 2012
2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008
3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002

51



4-maB3y. @ur0c ocTH/IA MAMBAHAJIALI TEXHOJOTHICH BA )KMX03J1apPH
Pexa:
4.1. @mroc octyia NaBaH 1Al METALTYPTHUsICH
4.2. @mroc ocTy/ia NaBaH 1Al YUyH KUX03J1ap
4.3. ITaiBaH a1 anmnapaTIapUHAHT aCOCHI 3JIEMEHTIapU Ba KUCMJIApH

Tasinu n6opanap: daroc ocTHa MaBaH 1A, MalBaH AL allllapaTy, MaiBaH Al
KaJUlaru, naiBaHjjIall aBTOMATH, MaiBaHIall TPAKTOPH, SIICKTPOJ CUMUHU y3aTHII
MEXaHU3MHU, TOK Y3aTyBUU MYHIIITYK, TYFPUJIOBUN MEXAHU3M

4.1 ®daroc ocTuaAa NAHBAHAJIAIT METAJIYPrUsicH

dnroc ocTuaa MadBaH/JIall ABTOMATHK KM SIPUM aBTOMATUK yCyiaa OakapuIvIg
MyMKHH. TlaliBaHanam Xyayau KyKyHCUMoH (uiroc 6unaH xumosinaHann.>? IlynarnapHau
SpUMaBTOMATUK Ba aBTOMATUK MaiBanmiamga iarociap EMHUHT EHUIN 30HACHUA CYIOK
METa/uIra KUMEBUN TAbCUP KUJIAAW Ba MAaBaHIJIAIl BaHHACUHU JieTupiann. OItOCHUHT
XUMOSIJIAII XOccalapyd YHUHT (PU3HKAaBUI X0JIaTUTa (IIUIIACUMOH EKU MeM3a KYPUHUIIINIA
Oynuinura) Ba goHagopiaHuimura 6orauk. diroc Ba maiBaHIall BAHHACUHUHT KUMEBUIN
TapkuOura kapad (uroc CyroK MeTamira KUMEBUN TabCHp KWJIAOu €KMW MACCUB XOJIaTIa
KOJIaI1.

Qdnroc-cuiIMKaTIap TapKUOMWIa WMKKH XWJI OKCHUJJIAp: acoClid Ba KUCIOTAIU
okcupIap 6ynaau, ury cabadan acoc €KM KUCIO0Ta XapakTepiu drocnap 1e0 I0puTHIIaIu.

Acocnu ¢urocnap, oaaria, KpeMHUW BOCHUTAcHJa THUKJIAII >KapaéHU MalBaH]
YOKHUHT INaKJJIAaHUIIWra cajaOuili TabCUp KypcaTraHuaa, JETUpJaHTaH MYyIaTiapHU
naiBaH/1al1a UILIaTUIIA TN,

®dmroc octuaa maBaHIamga yura (asza: muiakiau ((arocnu), ra3id Ba METaluid
¢daza 6ynanu. [NariBananam EiuHUHT (uiroc octraa EHu xapaéuuaa Oy daszanap opacuaa
aIMaIIUII-KaU TapUIIKII PeaKIusijIapy coaup Oyiaau.

[TaitBaH1a11 BAHHACMHUHT HT UCCUK KUCMUAa METaJUl Ba IUTaK (pa3anapu opacuaa
KyWHaara peakius coaup oynamu:

(Si02)+2Fe=2(FeO)+[SI]

By peakmusi arap ¢uroc TapkuOugaru CUIMKAT KUCIOTa MUKAOPH Kym OYnuo,
yanaru Temup (11)-oxcun (FeO) koHIEHTpauscH Ba MaiBaH/JIANl BAHHACHIATH KPEMHUI
MUKIOpH Kam Oynranga comup Oymamu. FOkopuaa KypcaTwiran peakius Oyilmda X0ocui
oymamuran Temup (I1)-okcua mutakka Ba KMCMaH MeTauira yTaau, OMHOOApWH, METall
4OKM OMp BaKTHUHI y3WJa XaM KpeMHuiira, xam kuciopoara (temup (I1)-oxcua Ounan)
TyhuHaau. byHna mryHn Tabkuaiad YT 3apypku, arap (IOCHUHT KPUCTAJUIUTH OPTUO
KeTca, maiBaHJIall BaHHAcHAa (DIIIOCIaH KaTapuiraH KpeMHHM MUKIOPH JKyZa OpTHO
KeTUII MyMKUH. KaM yrnepomm kKalHalaurad nyjaTiapHU ManBaHuialnga ;KOpUIaru
peakiusiHUHT axamuatu karra Oymamu. Cyrok Metauima (Qurociadn  KaWTapuirad
KpeMHUHUHT Kamuja 0,2% Oynuinm naiiBaHAJialll BAHHACUHUHT KPUCTAJUIOBYM KUCMUAA

32 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 793
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CO HHHr XocwJl OYNIUII pEaKUUsCUHU WYKOTHII Ba CYHIUPHII XaMa 3U4Y YOK XOCHI
Kuuiira épaam oepasu.

[TatiBaHa YOKHUHT CHJIMKATIIM KyITuiMaiap Ouiad udaocianumu Oy peakiussHuHT
cayiouii TOMOHHTUD.

®dmocna mapraner (I1)-oxcun (MNO) vunar kym 6yawumuy Ba Temup (I1)-okcuaHuHT
Kam Oynumm Tydaiiam MeTal Ba NUIAaK Qasajapu opacuaa MapraHeIlHU KalTapuim
(OKCHIaHUIIT) peaKIUsICH coaup OVaaau:

(MnO)+Fe.=(FeO)+[Mn]

Omocga MNO HUHT KOHLIEHTpPAUUSACH KYIUIMTM MapraHElHUHT KalTapuiuimra
(IIOCHUHT aCOCIIUTMHU OIIMPUIITA, TEMUP OKCHUIJITAPUHHUHT KaMaiuinura €pjaMm Oepaiu,
ounobOapun, duaocna MnO kam MuKIopnaa OViaraHuja MapraHell OKCHUTaHaAH, KYII
MUKJIOpaa OYyiaranua sca Kaitapuinaau. MapraHeuHUHT (pitociaH KalTapuiInilyg MeTasll-
nuak  cucremacuga temup (l)-oxcumHuHr optumura Epaam  Oepaau, OuWHOOapuH,
CYIOKJIAHMII 30HACH]Ia CYIOK METAJlI OUpP 03 OKCHJIaHAIH.

[TatiBaHmyamm BaHHACHHUHT CYIOKJIAHTAH MeETa/UTMTa KUMEBHH JKUXATIaH aKTHB
Oynran ¢uroc KpeMHHA Ba MapraHel KaWTapuiaJuraH PaKIWsUIAPHUHT SXIIA YTHIIUTA
épnam Oepaau. by xonaa yriaepoJHUHT OKCHJJIAaHUINM 103 Oepajiu; OyHJla UKKU XOJaTHU
Hazap/a TYTHII JIO3UM:

1) BaHHAHWHT IOKOPH XapopaTiidi KUCMHUJA COAHUp OYIamuraH yriaepOoIHUHT
OKCHJUTAHMIIIN CYIOK METALTHUHT OKCHJICU3JIAHUIIIUTA OJINO KeJaau;

2) BaHHAHUHT KPUCTAJUIAIITUPYBYM KUCMHUJA YTJIEPOJHUHT OKCUJJIAHUIIN METaJUl
YOKHUa FOBAKJIUKIIAP XOCUJT Oyummra épaam Oepaiu.

dnroc ocTHIa aBTOMATUK MalBaHJIANI YIJIEPOJIN MyJIaTIapHU, XPOMMOJIUOICHIIN
Ba 3aHIJIaMaliqurad MyJaTIapHy NaiBaHIal yqyH MIIaTHIam. 3

[lafiBananam  BaHHACMHUHT  KPUCTAJUIAIITUPYBUM  KUCMHUJA  YTIAECPOJHUHT
OKCHJUTAHMIII PEAKIUACUHUHT COIUp OYIWIIMHU CYHIUPHUII MakKcaauja BaHHaIA
KPEMHUWHUHT 3U4 YOK XOCUJI KUJIUIITa UMKOH Oepaauran 3apyp mukaopu (kamuaa 0,1%)
Oy 3apyp.

[TaitBangnam doarocnapuga o3 mukaopaa (0,15% rada) ontuHryrypt Oynamu; y
METa/UT YOKHJArd OHT 3apapiu Kymmmyaiapjaad Oupuaup. OATHHTYTYPT, IIapouTra
Kapal, Qurocaan Merauira €Kkl akCHMH4Ya, MeTaiuigaH Quirocra yraau. ONTUHTYTYPTHUHT
METaJIJT YOKHWra (malBaHaJjalll BaHHACHUIa) YTHUINM y4yH DHT KyJad mapout, y ¢utoc
TapkuOuga temup cynpua — FeS kypunummaa Oynranuga sipatuinanu; FeS cyrok
MeTauiia aximu dpudau. Tapkubuma Kynm MUKIOpaa Mapra”er] Oynran Qurociapia,
OJNTUHTYTYpT Mapranern cyinduaura (MnS) 6ormanran 6ynuo, y TeMupaa EMOH SPUAIH.

[TatiBanayam BaHHACK A KyHUAaru KUMEBUN peakusiap Coaup OYIUIIM MyMKHUH:

(MnS) + Fec= [FeS]+[Mn]

(MnS) + [FeO]= [FeS]+[MnO]

latieanonaw éannacuoa MnS nune FeS ea atinanuwiu oxcuonanuut yY4yH wapoum
ApamuiieaHuoa 8a Memajioa Kam mapeauey oynreanuoa cooup oyaaou. MnS nuue FeS ea

33 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 794-795
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QUAAHUWL HCAPAEHU MYXMAMUIUWUSA MEMAN0a MapeaHeyHune, Wiakoa mapeaney uauia
oxcuou (MnO)uune kynaueu cabab o6ynraou.

Temup  cynguou memann yoxuoacu 3apapiu  apalauima  XucooOiaHaou.
Kpucmannanuw  oaspudoa memup cyaguou Oenopumaapapo OYWIUKIAPOA  OCOH
cyroxnanaouzan rémexmuxa FeSFe nu xocun xunaou (cyroxnanuw xapopamu 940°C za
SAKUH) Y 3¢A YOKOA UCCUK X0IUOA EPUKIAP XOCUTL OYaumuea onud Keaiaou.

Tapxubuoa mapeaney Kyn Oyneaum ¢haociap ocmuoa NAu8aHONAW HCAPAECHUOA
gocgop prniocoan memann eannacuea ymaou. DarocHUHE KUCIOMATUSU KAHYA HOKOPU
oynca, Oy sxcapaén wynua mynapox ymaou. Memann yokuoa gocoprune oynumiu yHuHe
3apouti KOBYULOKIUSUHU KAMAUMUpaou.

[TaviBaHyTaHAIUTaH KUPPAJTAPHUHT CUPTUIATH 3aHI €KW KYWMHIA ITAMBaHJ YOK
MeTaJIJIM/a FOBAKIIMKIIAp XOCKJI OYuiura cabad oymaay.

4.2 ®daroc ocTHAA NaiiBaHIJIAN YYYH KHX03J1ap

Mexanuzanusuiamran  giroc  octuaa €M malBaHIAIHA - Oakapull  y4YyH
KUXO3JIap JKaMJlaHMacu Kepak Oynaau: TabMUHIAIl MaHOaW, NaiBaHIJAIl armapaTi,
MEXaHUK KUXO03JIap Ba Kypuiamaiap Oynap OyrOMHU HUFHINIA aHUKJIUK Y4yH Ba CH(ATIH
naiBaH/l OMPUKMaHU XOCHJI KWJIMII YYYH Kepakaup. YOy TEXHOJOTHK >KUXaTAaH Oup-
Oupura OOFJIMK OYJIraH )KUX037ap )KaMaHMACUHU naueandiau yCKyHalapuy Aed aTanaau.

llaiieanonaw annapamu ned maiBaHI OWPUKMaHU Oakapwilja omepaius Ba
yCyJUIApHH MEXaHU3alMSUIAIITUPUII Ba aBTOMATJIAIITUPHIL YYYyH Kepak OVymanurax
ANEKTp acOoOnap Ba MexXaHM3MJjap jkamiianmacura aitwianu. [laiiBang OupuKMaHuU
Oaxkapuin >kapaCHU ydyH oOIepalus Ba YCyJJIapHU KyWuaaruya axpaTHIl MYMKUH:
naiiBaH/ €WMHU KY3FaTUIN Ba Tajad STWraH pexumiapia €l EHUIIMHU TYPFYHIUTHHUA
TabMUHJIAII, MMalBaHAJAII 30HACUTA AJIEKTPOJHU Y3aTHUII, YOK VKU OYilmad AJIeKTpOIHU
WyHanTUpUI, Tanad STWITaH TE3JMK OWIaH WYHANTUPWIraH WyHamum Oyiinda Ei
CWIDKMILVHU TaiBaHAJAHAETraH Kuppajiap Oyinya CHWJDKMTHIL, NMadBaHJJIAIl 30HACUTa
(IIOCHU y3aTHIL, UIUIATHIIMAraH (JIFOCHU WUFUIL, MaiiBaHUIAIl )KapaéHUHU TYXTATHUIL Ba
KpaTepHU nailBaH a0 TYIIUpHUIL.

Eifan  Ky3raTvin, »eKTpoJ CHMHHM Y3aTHII PEKHMHM yHoiad Typum Ba
naiBaH/JIall )KapaéHUHU TYXTAaTUII KypUIIMACUTa nateanoiaul Kaiiasy Neiniiaam.

Arap maiBaH[UIalll Kajlard TYFpWiall MEXaHU3MU TU3UMH OwWiiaH, (uiroc y4dyH
OyHKep, CM y4yH KacceTajap y3u opap apaBaudara OMpHUKTUPHWITAH OVica yHU Y3u opap
naiieanonaw agmomamy NHUIIH Y34 0pap TaiBaHUIAII aBTOMATH MaxCyc YpHATHIIaH
nyHanTupruwiap OViiina xapakatiaHaau Ba Oup
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34

DnekTp €M mailBaHJIall y4yH aBTOMAT

@droc 0CTUIa ABTOMATHK MAaWBaHIAITHUHT KYWUUIArW aB3AJIMKKIIAPU MABKY/I

- FOKOpH cHuar;

- UIUJIa0 YUKAPUILl YHYMIOPIIUTH IOKOPH,

- ap30H TaH HapXH;

- TypJM XWJ NaiiBaH | OMPUKMANapHU MaiBaHIall HMKOHUATHTA ora %

[TaiiBangiam  OMpUKMaHU  Oaxkapuinl kxapa€Huja MaBaHIJjall — Kuppajlapu
WyHamumm Oyiimua, OeBocuta OyioM fo3acu Oyiimua ¢&xku  penc Wynm Oyitmda
XapakaTJiaHyBUHU MaBaH Il anfapaTura nausaroiau mpakmopu JIeUniiau.

34 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 799

% Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 793
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[TaitBan a1 TpakTOpHU:

1 — apaBaua, 2 — KYHJajgaHT KOppekTop, 3 — ycTyH, 4 — Mmydra macracu, 5 —
¢bukcaTop MaxoBuru, 6 — OOIMIKapyB MyNTH, 7 — FalTak, 8 — nacra, 9 — maitnn, 10 — diroc
yayH OyHkep, 11 — gacta; 12 — BepTukan koppekrop; 13 — naiiBaH/j1al Kajjiard.

[MafiBananam Kajiard TYFpPUJIAl MEXaHW3MU THU3UMIIApU OwuiaH, ¢Uroc y4yyH
OyHKep Ba CHM y4YyH FajTaru OwiaH naiiBaHjiaHa¢Trad OyloM Temacura CUbKUMaiauran
KWINO MaxkaMJlaHTaH KypujiMara ocuma nauseanonaws annapamu nevnnaan. Ocma
nalBaHIJall  annaapaTiapuHd  Kyuramga  OyloM  y3M  MEXaHMK  KHXO03Jap
(MaHUDyJATOpNIAp, AWIAHTUPrUWIap, POJHMKIM CTEeHAJap) €EpaaMuaa  Xapakarra
KeJITUpUIIaau, €l sca xapakarcuz 0ynub TypaBepanu. Ocma madBaHAJall anmnapartiiapu
apaBayajiapra xam YpHaTWIaau, MacallaH, Y3yH TYFPU UYM3UKIM YOKJIAP XOCHJ KWJIHUII
y4yH €KW MaiBaH/JIall anmnapaTUHU OUp MO3UMLMSIAAH WKKUHYM MO3UIMAra YTKa3WIll Ba
XO0Ka3oJap y4yyH apaBayvajiapra ypHaTHIIaIu.

dmroc ocTHa MadBaHAJANAa TabMHMHJIA MaHOau cudaruga ysrapmac TOKAaA
WA JUrad TyTPUIarkd Ba y3rapyBuaH TOKJAard TPaHC(OpMATOp UILIaTHIanu. 3

[latiBannnmanaérran  Kuppayap Oyitnad €WHM  maiBaHAuM  Kyau  OujaH
XapakaTJIaHTUpAIUTaH Ba (aKaTrMHA SJEKTPOJ CUMHHH Y3aTHII MEXaHW3MH YpHATUJITaH
KypWIMara uiiaueau Sspum agmomam JIeiniaam.

@roc ocTHIA SIPUM ABTOMATUK MaWBaHJIAII YUYH KUXO03J1apra NaBaHjIall EMUHA
TabMUHJIOBUM MaHOa, ¢iroc yuyH OyHKep, MalBaHJJIall KaJjlard, CUM Y4YyH KacceTa,
naiBaHIall CHMUHY y3aTUII YYyH MEXaHU3M Ba OOLIKApyB anmapatd Kupaau. s’

Opuiigurad >JeKkTpoja OunaH €M MmaBaHAJIalll y4yyH aBTOMATIap KyWHuaaru
ajomaTiiap Oyinya kiaccupuKalusiaHaIu:

36 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 795

37 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 801
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1) €i1 30HacMHM XUMOS KWJIUIN Oyiinua (maiBaHmJjanl ydyH aBTOMatiap: (QIIroc
ocTHa, XUMOsI raziap/a, (piaroc ocTua Ba XUMOS Ta3iapnaa);

2) maiiBaH[JIall TOKM KYJUIAHWJAWTaH Typu Oyimua (¥3rapmac, y3rapyBuaH,
y3rapmac Ba y3rapyByaH TOKJIapja NaiBaHIalga);

3) comio Ba maiBaHIANl KaJJIATHHU COBYTHUIN yCyJH OVitmda (TaOuuil COBYTHIL,
MaxOypHii COBYTHUII — CyB €KH ra3 Ouian);

4) 5NeKTpOo/i CAHMUHHM Y3aTHUII TE3TUTHUHH pocTiiall Oyiinya (paBoH, paBOH-TIOFOHAIIH,
MOFOHAJIM POCTJIAI);

5) maiiBaHJJIall TE3JIMTUHU pocTiaml Oyinda (paBoH, paBOH-TIOFOHAIIU, TTOFOHAIH
pocTar);

6) AIEKTPOJ] CAMUHU y3aTUIll Oyiinya (MyCTaKWI — CUM y3aTHIII T€3JIMTY JOUMHUM, Ba
¢l KywiaHuIura OOFJIMK Y3aTHII — aBTOMAT pocTiiaruuiap OuiaH).

llatieanonaw xannazcuoa Ooumutl yzamuui mesaueu OUNAH €U Y3YHAUSU V3eapuud
opanuauoa pedxcumM  MuKiaHuwiu, EuHUHe V3-y3uoaH poCMIAHUWU — OKUOAmMUOa
BAKMUHYATUK S7IeKMPOoO Spuul mesnueu yseapuui xucobuea  oOynaou. Ei opanueu
Kammanauuiy Hamuxicacuoa nausanoiaus moKy Kyuu nacasou, 06y sca nekmpoo 3puti
Mme3nueUHU Kamaumupaou. Eii y3ymaveunu Kuckapuuiu naiiéaHonaul moxu 6éa dpuul
me3nueunU ouupuwea o1ub Keaaou.

Eii kyunanuwinapunu aémomamux pocmaaui GUIaH naleanonaul Kaiaznapuoa éi
Opanueu  Y3YHAUSUHU OV3UIUWY, DJIeKMPOO CUMUHU Y3AMUul Me3NUSUHU UYHOAl
V3eapmupaouku (yeapmac mox — 9JeKmp iopumeuyea mawvcup omub), éuea Kyuuieaw
KYUJIAHUW Kauma muKiaHaou.

XaMmMma sipuM aBTOMATap KyWuaaru ajoMariap Oyilnda kiaccupuKkaiusiianau:

1) éi 30HacuHM XUMOS KWK Oyiinya (pyuM aBTOMAaTIIap aiBaH Al YayH: (Iiroc
octuna, (aonm Xxumos Tasznapja, WHEPT rasznapaa, ¢aos Ba WHEPT Ta3napia, OuMK €
Ouian);

2) ropenkaHyd COBYTHIL Oyitnya:

- TaOUUI COBYTHILL;

- MaXOYpHIl COBYTHUII — CyB €KH ra3 OWiIaH;

3) ANEeKTPOJ CUMU TypH Oyiinua

- SIXJIUT KAPKUMITA CUM;

- KyKyHJIA CUM;

4) 5eKTPOI CHMHUHHM Y3aTHUII TE3TUTHHHU POCTIIAII OYyinya:

- PaBOH;

- IOFOHAJIH;

- paBOH- IOFOHAJIH;

5) aneKTpoJl CUMUHHM y3aTull Oyitnya:

- UTapyBYH;

- TOPTYBYH;

- ITapyBYU-TOPTYBYH.
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B)

[IInaxrim spuM aBTOMaTIIaAp:

a — UTapyBYM TypAaru; 6 — TOpTYBUM TypJAaru; B — UTapyBUU-TOPTYBUH TypJaru:

1 —cum yuyH ranrtak; 2 — y3aTyBuUd pOJIMKIApP; 3 - STWIIyBYaH LUIAHT; 4 — ropesnka; 5
- CUM

4.3 MaiiBaHaa1l annapaTJiapuHUHT ACOCHI JIEeMEHTJIapH Ba KUCMJIApH

Onekmpoo CUMUHU Y3amuul MexaHu3mu IOPUTMAJaH Ba POJIMKIAPHU Yy3aTyBUH
Tu3umiiapaal  uoopar. HOputma OepuiraH Te3NUMK OuWaH y3aTyBUYM POJMKIAPHU
allIaHTUPUIIMHU Ba DJJEKTPOJ CHUMHU y3aTUII TE3JUTMHM OepuwiraH KUWMaTUHU
TYFpUJIAIIHA TabMUHJIAUAM. Y3aTyBUM MEXaHU3MIIAp IOpUTMAacH cudaTuaa aCUHXPOH
IOpUTMa Ba aJMalITHUPYBUYU WIECTEpHSJIApU OWJIaH PEAYKTOp €KUM TE3JIMKIAp KYTHUCU
UIUIATUIAAN. ATMAIITUPUITYBYH HIECTEPHSJIApU OMIIaH y3aTUIIl MEXaHU3MHU arapaTiapu
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CEepUSIN €KU XaXMJTM UIIJIA0 YMKAPUIIIA KeHT KYJUIAHWIIA, YYHKY MaiBaH 1Al PeKUMU
HHcOaTaH KaM aJMaluTupuiaaan.s®

AJMAIITUPUITYBYU HIECTEPHSIIApU OWJIaH y3aTUII MEXaHU3MJIApU KYypUIIMACH OCOH
Ba WNUIATWIWINM omnuid. [laiiBaHmimam peXUMHHH Te3-T€3 Y3rapTUpHO TYpPHUII Kepak
OynraH KaM CepusuTH WILIad YWKApHWINa, Y3aTHII MEEXaHU3MUHHUHT TE3JIMKIAp KYTHCH
Owran, BapuaTopijap Owiad OyiraH ammapamiap HIUIATAIaJAA. Y3aTyBYd POJHKIAp
KOHCTPYKLMSIAp THU3UMHU NaWBaHJIAIl 30HACHra TYpiu OUAMETPIA Ba Typid aménu
cuMJIapHu KaMm Jnedopmalus OujiaH KacceTajaH CTaOWil y3aTHUIIHKA TabMHUHJAII KEpak.
fiukuya OuWsiaH, CHUTMK apuKya OuiiaH, YMKYa Ba apuKya OuJiaH, pe3HaJIaHTaH POJIHKIIap
OwJaH, MIECTEPEHIIU POIUKIIAp apuKyacu OuiIaH MWIMHIPUK POJIUKIIAP UIIIATHIIA]IH.

a) 0) B) r) n)

VY3aTyBun poJMKiIap TypJiapu:

a — UWJIMHAPUK YUHUKIH POJIUK; O — CUJUIMK apUKYaJld POJIUK; B — VHUITaH apuK4yaiu
POJMK; T — IECTEPEHIIN apUKYATIU POJIUK; 1 — HIWIMHIAPUK PE3UHATU POJIHK.

Tox yszamysuu MmyHOwmyKiap TaWBaHIJIAIl 30HACHTA JJICKTPOIHU HYHAITHPUII
Y4yH Ba YHIa TOKHM y3aTHUII YU4yH XU3MaT KWiaau. MyHIIITYKIAp POJIMKIIN, KOJOAKAIIH,
KYBYpUaJiv, STUKYAIU OYyaau. DTUKYAIM MyHIIITYKIAp WHTUYKA JUaMeTpid (2 MM raga)
Oynran cumiap OWiaH MIUTAI YYYH MYJDKajUlaHrad. Ponukiu, Kojoakaiu Ba KyBypYaliu
MYHAIITYKIAp 3-6 MM TUaMeTpiIu cuMIIap OWJiaH MaiBaHAJAIl YIyH MYJDKaJIJIaHTaH.

38 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 802
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Toxk y3aTyBuUM MyHAIITYKJIAP:

a — POJIMKIIN; O — KOJIOJKAJIH; B — KYBYpYaJIU; T — STUKYAIIH:

1 — xypcarrud, 2 — KOHTAKTJIAIITUPYBYH POIMKIIAp; 3 — UYHAITUPYBUH Y3aK; 4, 6 —
npykKuHanap, 5 — Kopmyc, 7 — XapakTJIaHyBYM KOJOJAKa, 8 — TOK y3aTrma, 9 — TOK
y3aTMaHu Maxkamuiani, 10 — xapakaTnaHmanuuran komoaka, 11 — raika, 12 — yunuk, 13 —
KyByp4a, 14 — xuprusma, 15 — Tox y3arma.

Tyzpunosuu mexanuzmaap HSIEKTPOI CHMHUHU TYFPWIAIl YYyH MYJDKaJUIaHTaH.
OpKUH allaHyBYM pOJUKIAP TU3UMHU OpPKaJd CUM YTKa3WiaAu, POJMKIAp LIyHIAW
KOMITAIITUPUIITAHKY, CUMHHUHT KMHINMK >KOimapu TYrpunanu6 keramu. >0  Kynruxa
3aMOHABMIl MaiiBaHAJAll ammapariapujia CUM TYFpWJIall MEXaHU3Mu Qakar OuTTa
TeKUCIUK Oyitmua €raau. TyFrpunam ydyH MKKM Ba YHJAH KYI TEKUCIHKIap Oyinua
TYFpUIIAIT MEXaHU3MIIApU KOHCTPYKIUSIIapU UITa0 YUKHUIITaH.

Cum yuyn 2anmakaap. 3-5 MM JU cuMyiap OuWJiaH MaiBaH/JIAIIIa HT KYT TapKairaH
raitakiiap Oy €nuk Typaaru rantakiap. Cum guamerpu 2 MM rada OViraH IUIaHTIIH
amnrnapariapia OYMK TypJard FajTakjaap UIUIATHIAIN.

[TafiBananam cMMH y4yH FaiTakiap: a— €nuK; 0 — YUK

39 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 802
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Cunorcumuwt  mexanusmaapu OepwiraH Te3dMK OwiaH naiBaHauam EMUHU
CIUDKUTHIN Y4yH, MaiBaHAJAII anmapaTHHU Kyiaa €Ki Mapluid Te3JIHK OuliaH OMpUHYH
XOJaTUra KEeNTUPHII Y4YyH Xu3mar Kuinaau. CWDKATUIN MeXaHu3MHu cudatuga Kym
XoJulapaa y4 €Ku TYpT FUIAMPAKIN HYHANTUPYBYH peic OYinda CHKYBUM apaBaua
Kyutanwiagu. CWDKUII TE3JIMIMHA — aJMallTUPYBYM IIECTEPEHJIAp, aJIMallTUPYBUYU
FIJIMpaKiap OminaH €Ky y3rapMac TOK IOPUTTUYMHHUHT aiJlaHUIIIAp COHUHU Y3rapTUpHUO
pocTiIall MyMKHH.

@Dnoc yuyn annapamiaap TalBaHIJIall 30Hacura (QUIIOCHM Yy3aTHII Y4YyH Ba
naBaHJIIIIaH CYHI MWIUIATWIMaid KoJraH (IIOCHUM HUFUII YYyH XU3MaT KWJIaIH.
[TaliBanmmanm TpakTopJjapyuaa IUIAHIVIA anmnapariap yllarudujaa IaiBaHAIall 30HACHTa
¢arocHU y3atuil yuyH OyHkep YpHaTwiaau. OcMa 31 opap naBaH Iall anmnapariapuia
¢roc ydyH anmapatiap YpHaTWIraH, yjiap MnaiBaH]yIall 30Hacura (hJIrOoCHU y3aTUIl y4yH
Ba MIUIATUIMAN KojdraH (pIOCHU MMFUII YYyH MyJDKaJUlaHrasavp. Ymoly ¢iroc ydyH
anmapatiiap y4 TU3UMIM Oynanud: cypyBYM, XailmoBuum (Oocum OwiaH ro0opuil) Ba
cypyBun-xannouu. ®Omroc yuyn anmnapamiap 0,5—0,6 Mlla 6ocumian CUKWITaH XaBo
TapMOFUra yJIaHaH.

Flux Hose

Flexible
Non-combustible
Flux Dams Flux Support Flux Support
Edge Weld Roundabout 3 O’clock Welds

drroc ocTraa NaiiBaHAIaIIa (IFOCHU YAt TypHII yCyJuIapr*C

Tyzpunaw mexanuszmy NAUBAHJIAIIIAH OJIIVH NaWBaHUIAIl ENWHY KONIAIITUPAIH
Ba MaiiBaHJIalll BaKTH A MalBaH Iall EMMHU MaiBaHyIaHAETraH Kuppajiapura HucOaTaH
poctinam. Tyrpunam MexaHu3Mu KOHCTpYKIUsicUra HUcOaTaH ywmoy TYFpuilallulapHU
Kyi1a €Ki aBTOMAaTHK paBULIIA OaKapuIll MyMKHUH.

Ha3zopar caBoJsiapu:
1. INa¥iBagmant aBToMaTH 1e0 HUMAara anTuiaagn?
2. IlatiBagauiam spuM aBTOMaTH Je0 HUMara auTuiaam?
3. [MaitBanAIam TpakTopH AeO HUMara anTuIaam?

doiigajaHUITaH agaduéraap:

40 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p.
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2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008
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5-MaB3y: DJIeKTP-LLJIAKIU, JIeKTPOH-HYPJIU Ba Jia3epJiu naiiBanajiam
TEXHOJIOTHSICH Ba KUX03J1apu

Pexa:

5.1. DneKTp-1uIakiIn MmaBaH .
5.2. DAEeKTpOH-HYpJIM NalBaH/IJIAII.
5.3. Jlazepnu naiBaH janl.

5.1 JaekTp-1LIaKk naiBaHaIALI
DneKTp-IUIaK naiBaHiam — Oy 3puUTHO nmaiBaHanam ycyiau 0ynuo, OyH/1a YOKHU
KU3IUPULI YYyH, MCCUKJIMK, JpUraH LUIAK OpPKaJIW YTAa€TraH DJJIEKTP TOK €Epaamuia
KU3UpJIa]Iu.

(
= Yo

fectrode

fectrode Feed Roll

lonsumable Guide

fase Material

liater-Cooled
(opper Dam

Sag Bath

eld

ater —_—

DeKTp-LUIaK NaiBaHIam yu3Macy. !

41 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 805
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DneKTp-IUIaKk MalBaHJIANIIA JICKTP TOKW MIJAKIW BaHHaAaH yTaéTuO acocwii Ba
KyIuM4a METAJUTHUA SPUTAJAN Ba DPUTMAHHM FOKOPH XapOPATHHH YNUIA0 Typamu. DIEeKTp-
[UlaK »*apa€H, NUIAKIM BaHHAHUHT 35-60 MM 4yKypauruja TypFUHIAP, Oy YUYH 3Ca YOK
VY3aruHUHT SKOMIAIIUIIM BEPTHKAN XoJjaTaa OynuimmM kepak. Yok 1o3acuHU MaxOypuii
COBUTHII yYyH MHCIH CYB KypwiMma ¢&EpaamMumaad (OoWgaIMHWIAIU.  DJEKTP-IIIaK
naiBaHIJallla dJEKTp KyBBaTHUHI XaMMacH IUIAK BaHHACHra YTaJAW YHIAH 3ca
AJIEKTPOATa Ba MaiiBaHjJlaHaéTraH Kuppayapra yraau. TypryH >kapaéH (akar muiak
BaHHacuza gouMuii xapopar 1900-2000 °C 6ymumu xepak. IlaiiBananaHaéTran MeTaiap
KannHuk nuana3oHu 20 — 3000 mm.

2,5% -512.5 %

A EN
7

100 MM KaguHIMKAa OYyJaraH MYJaTHH OSJCKTPIUIAK YCyJja IadBaHjanga
WCCUKJINK OaJIaHCH:

5.2 DJ1eKTPOH-HYPJIU NaBaHAIAII

DJIEKTPOH-HYPJIM NaBaHIam — Oy S3puTHO maBaHIam ycynu 6ynuo, OyHaa
METaJul KU3UIIU 3JIEKTP MalJOH TabCHUpUAA TE€3 XapaKaTIaHyBUYM 3JIEKTPOH HypJap
OKMMHU HATWXKACHUJA KU3MUIU. OJIEKTpPOHJap OYIOM ro3acura Teruld Y3MHUHT KUHETHK
SHEPrUsACUHYU Oepr0 UCCHKIIUK DHEPrUsAcHTa aitnananyu Ba Metamau 5000-6000 °C raua
KU3aupaau. Ymoy »kapa€H ojaTia TepMETHK €MUK Kamepaaa Oaxkapuianu (Bakyym
VIUIAaHUO TYpWIMIIM Kepak). DJEKTPOH Hyp €pAamMuaa NailBaHjialijga TaHOBapiap
kanuuanury 0,01 gan 100 mm Ba OyHAaH XaM KaTUHPOK OYJIMIIN MYMKHH.

1879 i#umnpa Kpykc karognu Hypiap €pAaaMuja IUIATUHAHU KU3JAUPUILIHU
kypcatau. TOMIICOH KaTtol HypJjapu »BJEKTp 3apsA/JIaHraH 3appajlapHU  TalIKWII
STUIIMHU aHuKJIaau. Mwuuken 1905-1917 #unnapaa 2J€KTpOHJApHU V3UTra XOC
TAaOMSTUHU Ba 3apsIMHA aHUKJIAAWM Ba WCOOTIAau. OJEKTPOH — Hyp MaiBaHjyIail
TexHuka Ba TexHosorwsicuHu [[.A Ctop HOMu OunaH OoFiMK, y (paHIly3 aToMm
SHEPTUSICH KOMUCCHUSCHA UIIa0 Y3WHUHT TAJKUKOT HaTWxkanapuuu 1957 finnma don
1am.*

42 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 839
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Electron Gun

Alignment Coil

Focus Coil
Deflection Coil

Chamber

=
TI — Workpiece -
1X1078 1xX102 1x10-1 25 760 mmHg
High Vacuum Medium Vacuum Nonvacuum

DIeKTPOH-Hyp NaliBaHIaI cXxeMacu. 43

5.3 Jlazepsiu naiiBaHaJamm
Jlazepsau maiiBananam — Oy »putud maiBaHiam ycyiau 0ynu0, OyHOa JAeTamHu
KU3IUPHII YIYH Ja3ep HypJIaHUII SHEPTUACH KYIUTAHUIIA TH.
Jlazepnu madBaHANamiga WMCCUKIMK MaHOaum cudaruiga, Maxcyc KypuiMajaH
OJIMHAJUTaH TEXHOJIOTUK Jla3ep Ae0 aTalyBud KywId KOHICHTpATialraH EPyFiuK HYpH
UILIATUIIAIH.

Input Optical Beam

: Lens
Assist Gas Input
Recast Layer

Focused
Optical Beam

Molten
Material

Keyhole

Jlazepnu maiiBaHaam Ba Kecunr uusmacu.*

43 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 842

“ Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 —p. 844
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KarTtuk >kucMiu TEXHOJOTHK Jlazep — Oy UWIMHAPUK Y3aK MIAKIUAard pyouH
KpUCTAJLT; SITHUPATHO KyMyILJIaHTaH [03aJapyd ONTUK Hyp KaWtapruwiap Oymau0
XMCOOMAHAMM. Y3aKHUHT YMKUO TYpyBUM KHCMHU EPYFIIMK HypIapH ydyH KHCMaH modod.
[Mymu panrmu pyoun Al,Oz, XpoMm aToMiiapy TalIKWiI dTajd, yJIapHUHT Xap OWpHU ydTa
HHEPreTHK Japa)kack MaBxy.l. HypranyBuu TpyOKaHUHT KCEHOH JlaMIla YaKHAIIUIa XPOM
atomyapu EHHO IOKOPH SHEPreTHK napakacu OumnaH TaBcupnanaau. Taxmunan 0,05
MUKpPO JaKWKaJaH KEHWWH KU3WJ PaHriau (OTOHJApHU TapTUOCHU3 HypaaTu® YHFOHTaH
aTOMJIADHUHT OMp KUCMHU aBBAJITM SHEPreTHK XxoJjatura Kaitamu. Kpucramn 6yiiinad
Hypiaétran Oy GOTOHJAPHUHT alWpuM KUCMJIapH, SHTH (DOTOHJIAPHU HYPJIIAHUILIWHU
ky3rataau. bomka HyHamum OViina0d TymaérraHn (oroHnap €H TEKUCIUKIAp OpKald
KPUCTAJTHU Tapk 3Taau. Kusuin GpoToHIap OKUMH KpUCTallI Y3aru O0yinad ommbd 6opasu.
VYnap nHaBbarma HaBOAT mUIIANK €H TOMOHJIAp Yerapacuja akc 3Tajad, TOKU YJIapHUHT
TE3JIUIM KPUCTAJUIHUHT spuM Iadod €EH TEKUCIUTH dYerapacujaH YTUO TalIkapura
yuKMIIra erapiau Oynmaranda. HaTwkana KpUCTaJUTHMHT YUKHUII TOMOHHMIAH KOTE€PEHT
MOHOXPOMATHK HYpJIaHUII KYPUHUILINJIA KA3WI EPYFIMK OKUMH HYpPJIaHAIH.

Tamku Ky3ratuil Tabcupuga pyOMH KpucTamuaa (OTOHIAp MIAppacUHU
KYYKHCUMOH YCHIIIH CXEMaCH

Ha3zopar caBosiapu:
1. DneKTp-nuIakiay naBaHAJIalll MOXUATH HUMaJlaH noopat?
4. DNeKTpOH-HYPJIM MaiBaH IJIalll MOXUSTH HUMalaH ubopat?
5. Jlazepnu maiiBaH 1Al MOXUSITH HUMaJIaH uoopart?

doiigajaHUITaH agaduéTaap:
1. Edward R. Bohard. Welding: Principles and Practces - American Welding
Society - Connect Learn Success, 2012
2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008
3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002
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IV. AManuii MalIryJioT MaTepuaiiIapu
1- amajamii MalIFyJioT:
3AMOHABUA MAVBAHJIJIAILI YCYJUIAPUHUHT KJACCUDUKALIUACH

Nmpan makcaa: IlaiiBann OupukMaiiap Ba YOKJIIAPHUHT TypH, YJIAPHUHT YIdaMmiiapu Ba
qu3Majia OCITUIIaHUIIN YPTaHHUIII.

[laliBann OWpuKMaliap Ba YOKJIAPHUHI TYPH, YJApHUHI Ya4amilapd Ba 4YHM3Maja
OCNTUIaHWIIN JaBJaT CTaHAApTIapy OMIaH Oelnruiad KyHuiraH.

YusmanmapHUHT pexaapua Ba €H TOMOHIaH KYyPUHUIIIAPUAA KYPUHAAUTAH YOKHUHT
KOWHM TyTall YM3MK OWjiaH, KYpUHMaWIWTaH YOKHU IMyHKTUP YM3UK OWjaH OenruiaHau.
KyHpananr kecumiaplia YOKHHUHI 4Yerapajapd TyTall €FOH 4YM3UKJIap OuWiaH,
naiBaHIJAHAAUTaH JCTAUIAPHUHT KUppajlapyd 3ca HMHICMYKAa TyTall YU3HUKJIap OwiiaH
Kypcatunaad. YoOKHM YHUHT TacBUpHJIa CTpEJIKacH OMp TOMOHJIaMa OFMa YM3UK OnjaH Ba
UKKMHYM Y4YuJa YOKHHHI IIApTIM OelNrucuHu €3ull y4dyyH ToOKya (IoJika) OuiiaH
OenruwiaHaau.

IUTIILITIVAlLIVILI VI AITUW OIUT aliu VLIITI OIuUT JulliL
Butt Joint Corner Joint
Arrow of Welding Arrow Side erzoc\)livaide
Symbol / of Joint \
e i sl /o0 W
. P, /\\e‘i
A - .\ Other Side
,f& : of Joint
\ Arrow of .
Other Side Welding 7
of Joint Symbol
T-Joint Lap Joint
Arrow Side of Joint Other Side
Arrow of 4~ Member of
Welding : - Joint
Symbol . a—— IR
,:’"""" """"" Arrow Side
g \ L Member of
| Joint
Other Side of Joint Arrow of Welding Symbol

Yusmanapa naiBan 4OKHH Oenrumam®

4 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p.1004
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1 — 4OKHUHT WAapTau Oenrucu; 2 — alflHU YOKHHU MaiBaHANaIl yCyiau OenruiaHTaH
CTaHIAPTHUHT Oenrucu; 3 — YOKHUHT Xxapduil-pakamnu Oenrucu; 4 — mnaiBaHIaIn
YCYJAMHHUHT MAPTIAN Oenrucu; 5 — Oypyakiu YOKHUHT KaTeTH; 6 — Y3IyKJIH YOK Y4yH
naBaHJIaHAJNTaH YYaCTKAHUHT VY3YHJIUTH Ba 3aHKAPIA EKM [IAXMAaTCUMOH YOK
SKaHJIUTUHU OUnaupyBuun 6enru; 7 — épaamMuu Oenrumiap.

TunrnoBumnapra OyioM 4YW3MacWra TaiBaHJ YOKJIApWHU Oenrwmiiam Basudanapu
oeputain.

Ha3sopar caBosuiapu:
1. Ynzmanapaa naiiBan 1 YOKHYU OeJTHIIall aHaai aMaira Omupau?
2. Kare nuamu onauna Kyiunaaurad OSITHHA KypCaTHHT
3. YokHuHT Xapduii-pakamin 6eJrucu HUIMaHu Ouaupann?

doiianaHUITraH agaduériap:
1. Edward R. Bohard. Welding: Principles and Practces - American Welding
Society - Connect Learn Success, 2012
2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008
3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002
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2- aMaJInii MalIFyJIOT:
Eiiim nacrakiiv naiBaHjIam TEXHOJOTUACH Ba JKUX03J1apu
Mmnan Mmakcan: Eig qactakiy maiBaHIan PEXUM MMapaMeTpiIapuHUA XHUCOOIaIll.

[TaiiBaH1a1 peKUMHM JIeTaH]la NaBaH 1Al kapaéHuaa Oakapuiaagurad mapriap
WMFUHAUCHA TylyHWwIaau. [laiiBaHmiam pexxuMu napaMeTpiiapd acoCMi Ba KyIIMM4Ya
napamerpiapra Oynunaau. [laliBanpmam peXMMUHUHT acoOCHil MmapameTpiapura
TOKHUHT KaTTaJlWTd, TYpU Ba KyTOJWJIUTH, SJCKTPOJHHUHI JAMAMETPU, KyWIAHHII,
nalBaHJJIalll TE3JIUTU Ba JIEKTPOJ] YYUHUHT KYHIAJNAHT TeOpaHUIl KaTTaJIUTU KUPaAIH,
KyllMM4Ya [apaMeTpiapra — DJJEKTPOJ  KYJOUMHUHI  KaTTAJIUTH, DJIEKTPOJ
KOIUIAMAaCUHUHT TapKUOHW Ba WYFOHJIMIU, aCOCHMH METAJUIHUHT OOIIJIaHFUY XapopaTH,
ANEKTPOTHUHT (pa3oaru Ba3uATH (BEPTUKAI, KUsl) Ba MalBaHAJAIl BaKTUa OYIOMHUHT
BA3UTU KUPAIU.

DNeKTpoJ CUMHUHT JMAMETPU TMalBaHAJAHATUTaH METAJl KaJIWMHJIUTUTa Kapad
tanynanaau (1 - xxkaasan).

1-xanBan

Yuma-y4 OupukMaiapHu MaiBaHIalIa MaiBaHIaHaéTrad MeTalll KaJIMHIIUTUTa
HUCOAaTaH 3JEKTPOJ] CUMH IUAMETPH

[TatiBananagurag
MeTaaa Kaauamury, | 05—15) 15—-3 | 3—5 | 6—8 | 9—12 | 13-20

MM

EnexkTpon cCMMHHUHT
TUaMeTpU, MM

1,5—20| 2—3 |3-—4| 45| 46 | 56

DJIeKTpOJl AWaMeTpu Karta Oyica, madWBaHmIallga HII yYHYMHU OIIAIU, JIEKUH
MaBaHUIaHAUTIaH METaul SPUIIA MYMKHH, BEPTHKAJ Ba IIWIN XOJATAArd YOKJIApHH
WIUIAll KUWMHIAAAW, 4OK TyOM dYana spuiid MyMKHH. LIlyHUHr y4yH XaMm Kyn
KaTJaMJIM YOKHUHT OMPUHYM KaTJaMHU XaMMa BaKT AUaMETpu 4—>5 MM 3J1eKTpoj OusiaH
naBaHjaHaAu. V-CUMOH WIIUIAaHTAaH YOKHUHI Oapya KaTjiamJIapuHd Oup Xujl
(MakcuMan Uyn KyWniarad TMaMeTpIin) 3JeKTpol OWiaH naiBaHIa MyMKHH.

Beptukan Ba mun 4Hokiap AMaMeTpd 5 MM JIaH OPTHK OYyiIMaraH 3JIEKTPOJIap
Owran maiBaH/IaHaau. YatuMm (Xap JKOWJAH TYTAIITHPUIN) 4YOKJIap Ba DJPUTHO
ETKU3WIAAUIaH KHYMK KECUMJIM BAJIMKIAp JAHAMETPU S5 MM JaH OpPTMalauraH
ANEKTPOIap OMan Oakapuiiau.

Tox kyun kam O¥yica, MCCHUKIWK TalBaHJJIalll BaHHACWTA HWeTapiH Japakana
KeJIMaiJIi Ba aCOCHI METasul OWJIaH SPUTHITAH METAJLT SXITH OUPUKMACIIUTH MYMKHH.
Harwxkana naiiBana OMpUKMaHMHT MYyCTaXKaMJIMTH KECKWMH Kamasaud. TOK XajjaH
TallKapy KywIid OyiraHuja, NMaiBaHUIAlHU OoILIaraHgaH KEHWWH call BakT YTHIIH
OwiaH dJEKTpoJ KU3UO KeTaau, YHUHT MEeTaUId Te3 JpU0 YOKKa OKHO TYIIIaaH.
Harmwxkana dokka spuTHO KYIIMJIaJAUraH MeTaUIlaH OpPTUKYA TYIIATd, AJICKTPOIHUHT
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CYIOK METaJld »JpUMaraH acocuid Meraira TymuO KOATyAek Oynca, dana
MaBaHIJIAHTaH JKOMIAp XOCHII OYIUIIT XaBPU TYFUIIA IH.

2-KaaBall

DIEKTPO. AMAMTEPHIa HUCOATAH TOK Ky4d Ba KYWIAHUIIHUHT OOTIMKIIATH®

Electrode Classification

Electrode E6010
Dia. E6011 E6013 E7016 E7018 E7028 E7024
i 20-40 A' No size No size No size No size
17-20 V?
) 30-80 A 30-80A 60-100 A 70-120 A No size 100-145A
22-24\V 17-21V 1722V 17-21V 20-24V
Vs 80-120 A 70-120 A 80-120 A 100-150 A 140-190 A 140-190A
24-26 V 18-22V 18-22V 18-22V 21-25V 21-25V
%32 120-160 A 120-170 A 140-190 A 120-200 A 180-250 A 180-2504
24-26 V 18-22V 20-24 V 20-24 V 22-26 V 22-26V
%6 140-220 A 140-240 A 170-250 A 200-275 A 230-305 A 230-305A
26-30V 20-24V 21-25V 21-25V 23-27V 23-27V
a2 170-250 A 210-300 A 240-320 A 260-340 A 275-365 A 275-365A
26-30V 21-25V 23-27V 22-26 V 23-28 'V 27-28\
Ya 200-300 A 200-350 A 300-400 A 300-400 A 335-430 A 335-430A
28-32V 22-26 V 24-28 V 23-27V 24-29V 24-29V
%e 250-450 A 250-450 A 375-475 A 375-470 A 400-525 A 400-525A
28-32V 23-27V 24-28 'V 23-28 V 24-30V 24-30V

Kawm yriepoum mynaTHU MacTKU XOJaTAa yuMa-yd KWIUO mailBaHyIaml y4yH TOK
MUKJIOPUHU TaHIalga Kyiuaaru gopmynacuaan doinananca xam 0yiaam:

Inaﬁ:(20+6d)d,
by iepna:
| Laii—TOK, a;
d—emexTpo MeTaT CTEPKEHUHUHT JTUAMETPH, MM.

Beptukan Ba mmn YoKJIapHM TaWBaHJIAIa TACTKU XoJaTAard YOKJIapHU
naBaHIanIarura Kaparaajaa Tox kuimatu 10-20 % xam 6ymaau.

bupukmanmapan ycTma-yCT Ba TaBp IIAKIWMAA [aMBaHIANLAA Karra TOK
WIUIATUIUIIY MyMKUH. YyHku OyHai xoiapaa 3pu0 TeIWIUII X0JIapy KaM Oyinaiau.

TOKHMHT Typy Ba KyTOJWIMIM XaM UYOKHHUHT IIAKJIXM Ba Yyiadyamyiapura TabCUp
Kuwiaau. Teckapu KyTOnM y3rapmac TOK OWIaH MaiBaHIjalfa CYHOKJIAHUO KYHHIHUII
Y3YHJIUTH TYFpU KyTOau Yy3rapmac Tok Owrad maiiBanmnamgarugad 40-50% opTuk,

46 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 420
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Oynra caba0 aHoj Ba KaTojAa axpaja€TraH MCCUKIMK MHUKIOPUHUHT Typiuda
Oy I Iup.

V3rapysuan Tok OWIaH NMalBaHIIANA TYda TAHBAHIIAII YYKYPIHMTH TECKapH
KyTOJIM y3rapmac TOK Ouiian naiBanamgaruaad 15—20% kam 0ynanu.

Eit OGunan nactaku maiiBaHmiamua KywIaHWII METaUIHUHT TYJa NaiBaHIaIl
YyKypJUTHra KaMm TabCUp KWIaIH, XaTTo Oy TabCHUPHHU Ha3zapra ojmaca Xam Oyianu.
YOKHUHI KEHIVIMTY 3JEKTPOJ KywIaHUIIWra TYFpu Oofnanrad. KydnmaHui opTraHuga
YOKHUHI KEHIJIUTU OPTaIH.

Tonmuupuk BapuaHTJIapu

No | TlaiiBaHm- [TajiBann No | ITatiBananaau [TatiBann
JIaHA AT aH YOKJIApUHU -raH MeTajll YOKJIApUHU
MeETaJI Oa KapHUIJIUIIINAT KUIMHIIUTY ¢, | OaKapuJIvIIN
KaJIMHJIUT a pyxcar MM ra pyxcar
51 ATHIITaH STHJITaH
dazoBuii dazoBuii
¢, MM XO0JIaTH XO0JIaTH
1 0,5 ITacTtku 1 3,0 un
2 1,0 Beptukan 2 3,2 ITactku
3 1,2 ["opuzonTan 3 3,4 Beprtukan
4 1,4 My 4 3,5 ["opuzonTan
5 1,5 [Tactku 5 3,6 Mun
6 1,8 Beptukan 6 3,7 [Tactku
7 2,0 I'opuzonTan 7 3,8 Beptukan
8 2,2 My 8 4,0 I"'opuzonTan
9 2.4 [Tactku 9 4,2 Mun
10 2,5 Beprtukan 10 4.4 ITacTku
11 2,6 ['opuzonTan 11 45 Beptukan
12 2,8 My 12 4.8 ["'opuzoHTan
13 3,0 [TacTkn 13 5,0 [um
14 3,2 Beptukan 14 0,5 [TacTtku
15 3,4 INopuzonTan 15 1,0 Beptukan
16 3,5 [Hun 16 1,2 lNopuzonTan
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17 3,6 ITacTkn 17 1,4 um

18 3,7 Beptukan 18 1,5 [TacTku
19 3,8 INopuzonTan 19 1,8 Beptukan
20 4.0 Hun 20 2.0 INopuzonTan
21 4,2 ITacTkn 21 2,2 Mum

22 4.4 Beptukan 22 2,4 ITacTkn
23 45 ['opuzonTan 23 2,5 [TacTku
24 4.8 Hun 24 2.6 Beptukan
25 5,0 ITacTtku 25 2,8 I"'opuzonTan

Ha3zopar caBoJsiapu:
1. [TaitBan A pexxumMu 106 HUMara auTuiaam?
2. Eitnu nactaxiy naiBaHUTAIIHIHT PEXKHUM TTapaMeTpiiapura HuManap Kupajamn?
3. [MaitBanam TOKM Ky4u KaHjai XxucobiaHaam?
4. DneKTpoJ CHMHMHT JaMeTpH HUMara kapad TaHaaHaau?

doiigagaHuITran agadouéraap:
1. Edward R. Bohard. Welding: Principles and Practces - American Welding
Society - Connect Learn Success, 2012
2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008
3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002

3- aMaJInii MalIFyJaoT:
XHMOsI ra3jap MyXuTHAa NaiiBaHI/Ia1l TEXHOJOTHsICH Ba KUX03JIapH

Mmpan Makcax: XUMOS  rasjap MYXUTHIA  naWBaHUIAIl  PEXUM
napameTpJIapuHu XUCOOIaIIl.

KapOoHat aHruapuj rasziapu MyXUTHAA MailBaHJIall PEKUMU aCOCUU
rapaMeTpiiapura Kynuaaruiap Kupajau: nanBaHIa TOKUA, EUIard Ky4JaHuIll,
nadBaHJIaIl TE3JIUTH, [MalBaH/JIalll CHMHWHHU Y3aTUII TE3JIUTHU, KapOoHaT
anruapun razuau cappu.t’

1. ITaitBana1am Toku KyunuHu GopMmysia Oyitnya aHUKIaHAIA

lpay=Ko/Kox 100, A

47 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 344
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K, kutimat 6.1 — xxanBan OViinua aHUKJIaiiMuU3

1-xanBan

e, Mm | 1.2 1,4 1,6 2,0 3,0 4,0 5,0
Ko, Mm/A | 2,1 20 [ 1,75 1,55 1,45 | 1,35 1,2

2. DIEKTPOJ CUMH IUAMETPU, MM
de =113\/1 0y, / |

By Hep/a s-TOK 3U4JIMTH yerapacu, A/Mm2,

3. Eiigaru Ky4jaaHun:

50-1
Vg =20+ —2L +1
1000-d,,

4. KapbOonat anruapu ra3uau capunau 6.2 — xaaBajiiaH aHUKJIaHA]IH.

KapﬁonaT AHTHUAPHUI TAa3UHHA cap([)mm Ba JCKTPOA YHKUIIUHHA 3JICKTPOIA
AnaMeETpura 6OFJII/IKJII/IFPI

2-)KaaBal
Ile, MM 0,5+0,8 1,0+-1,4 1,6-2,0 2,5+3,0
Qu, » 1/ MUH 5+7 8+16 1520 2030
e ,MM 7+10 814 1218 1622

Mmucoa. Karer kuitmati k=4MM, OyJraH KapOOHAT aHTHAPHUI XUMOS Ta3u
MYXUTHIA ENIIM NTaWBaHJIAN YYYH PEKUMUHU aHUKJIAUMU3.
1. Yok SHUHU aHUKJIAUMMU3:
b=yc, MM

Oy epaa y; - Baj maKim KoeQpUTCUeHTH, Y=5-8, ;=5 KaOdyn KujiaMu3
¢ — KoIuiaMa OaJlaHUIMTH, C = 3 MM
6=53=15Mm

2. KomnaHnran Metami KeCUM 103aCUHU aHUKJIaliMU3;
F.=0,756¢c, Mmm? F.=0,7515-3=33,75MM°

3. YokHu ymMymuil OajlaHJIMTUHUA aHUKJTAUMU3:
C=06/p, MM
@ — YOK MIAKIH KoepPUTcuenTu Kynaarura
¢Qu = 0,8+2,0, oy = 2 KaOyn KuaMu3
C=152=7,5mm

4. Dpuit yyKypauruHu ¢popmyia Oyinda aHuKIaiMu3:
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Ko= C-c, MM Ko=7,5-3,0 =4,5 Mmm

5. [TaBaHIaI TOKM KYYWHHU aHUKJIAILL.
[MaiiBanayam Toku KyduHd Gopmyna Oyiinya aHUKJIaliMuU3:

|ait =Ko/Kox 100, A

K, kuiimar 6.1 — xanaBain Oyiindya aHUKJIaliMU3
d. = 1,2 yayn K, = 2,1 MM/A KaOyi1 KujaamMu3
[TatiBanmmam Toku KMAMATH |y = 4,5/2,1 x 100 = 214 A ra tenr
lnaii = 215 A Kalyn KujmaMu3

6. [1aliBanaan CUMUHY y3aTHUII T€3JIMTUHU aHUKJIAIIL.
[TaitBanAIaIl CHMUHY y3aTUII TE3JIUTH:

Vin = dp * les / (Fe'y) , M/coat
By epna o, rpadgux kypuHuIaa aHUKIaRMu3 op = 11

Fe — 251eKTpOI CHMUHU KYHJIaJlaHT KECUM 103aCH,
2

F, =T =3,141,4%/4=1,53 mni®

Vin = 11x225/(1,53-7,8) = 207,4 m/coat

. 50-1
7. Efi xywiaHumyHaY aaukiam V, = 20 + ——P
T (At Y 1000-d,
Ug =20+ 20215 11-98-30B
1000-1,2

8. DNEKTPO/I YUKUIIIUHU aHUKJIAIII
le =12MM KaOys KutamMus

9. KapGonat anruapu ra3uau caphyHy aHUKJIAIIL.
d=1,2 MM maiiBaHaIaIll CHMH y4yH KapOOHAT aHTUAPHUI Ta3HHU
cappu — 12 n/MUH HU TAIIKWAT ITA]IH.

10. ITaviBaHUT1aII TE3IUTUHHA aHUKJIIAII

F
v . =—Evy _M/coar

nai nn?d
FI’]

V0= 153 510 =9,52 m/coar
33,75

KapOoHat aHruapu XuMos Ta3u MyxXuTHIa TaiBaH Al PeKUMIIADUHHI XUCOOJIaHT .

3-KaaBal
Tonmuupuk BapuaHTJIaApH
ITaliBaHx YOKHUHT KaTeT No [IaiBan1 YOKHUHT KaTET
KAHMaTH K, MM KAHMaTH K, MM
1 0,5 1 3,0
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2 1,0 2 3,2
3 1,2 3 3,4
4 1,4 4 3,5
S 1,5 5 3,6
6 1,8 6 3,7
/ 2,0 7 3,8
8 2,2 8 4,0
9 2,4 9 4,2
10 2,5 10 4,4
11 2,6 11 4,5
12 2,8 12 4,8
13 3,0 13 5,0
14 3,2 14 0,5
15 3,4 15 1,0
16 3,5 16 1,2
17 3,6 17 14
18 3,7 18 1,5
19 3,8 19 1,8
20 4,0 20 2,0
21 4,2 21 2,2
22 4,4 22 2,4
23 4,5 23 2,5
24 4,8 24 2,6
25 5,0 25 2,8

Ha3sopar caBoJsiapu:
1. IMaitBanAam pexxumMu 1e6 HUMara auTuia?
2. Xumos razjap MyXUTHJa NalBaHJIAIIHUHT PEXUM MapaMeTpiapura Humanap
Kupaau?
3. IMaitBanamam TOKM Ky4u KaHjai Xxucobianaam?
4. IlatiBanJ1amn CHMUHUHT JHaMeTpu HUMara kapad TaHaHaau?
doiigasaHnJIraH agaduérTaap:
1. Edward R. Bohard. Welding: Principles and Practces - American Welding
Society - Connect Learn Success, 2012
2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008
3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002
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4- aMaJIMil MALIFYJIOT:
DJ1r0C 0CTHAA NAWBAHJIALI MAMBAHAJIALI TEXHOJOTHACH BA 'KUX03JIapH
Numpan makcan: Onroc ocTria madBaHJIAIT PEXKUM TTapaMeTpIapruHN XACOOIaII.

@nroc ocTHIa MaiBaH/JIAI PEKUMH aCOCUM MapaMeTpilapura Kynugarmiap KApajau:
MaBaH/JIAl TOKHW, €MJard KyWIaHWIL, MaiBaH/JIAl TE3JIUMTH, MNaWBaHIJIAll CUMHHU
y3aTHUII Te3uru. *

1. ITatiBaHAIaI TOKK Ky4YWHU Kyduaara popMysia OnuiaH aHUKJIaHAIH:

Inaii = (80 - 100)h;

By epna h; — spuir 9ykypiuru, MM.

bup yTumm Oup TOMOHIM MalBaHyIamaa Ny = ¢ KaOyn KWJIWHAAA, HKKA TOMOHJIH
naviBagmianyia hy = (0,6 — 0,7)c (Tupkumicu3 WuFWIn, TaidBaHIANI YeTIapUHU
Taii€pnab), Oy Hepaa ¢ — mMaBaHAIaHAETTH JeTal KaJUHIWTH. bypuak dYokiapHuU
naiBaHJaNIa yuMa-yd OMpUKMaIapHu NaiBaHJIaIard Xucoo-kutobnap Gaxapuiaiy,
naiBannam Kuppaiapuau 90° ra ouunn OusaH.

2. DAEeKTpoa CUMU JUAMETPU, MM

de =113/l /]
By ep/a s — TOK 3M4INTH derapacu, A/Mm2.
Toxk 3UuINTK Yerapacu TypJiau JUaMETPIId JIEKTPoIap YUyH JUaMETp dIEKTPOIUra
oormuk (1- >xagBan).
1-xamBai
DJIEKTPOA JTHAMETPUTa HUCOATAH TOK 3UYJIMIH Yerapacura OorJIuKJINTH

dg, MM 2 3 4 5 6
K, A/MM? 65-200 45-90 35-60 30-50 25-45

3. [TaliBaHAJ1aIIl TE€3JIUTH:
Viait = A/l mait, M/COaT
A xoedpdunmentu Oy epla dIEKTPOJ JUAMETpUTa HUCOATaH TaHJIaHAIU (2 -
KaaBan):
2-KaaBall
A kod(hpuTCHEHTHHY 2IIEKTPO ] TMaMeTpura HicOaTaH OOFIMKIIMK Yerapacu
dg, MM 2 3 4 5 6
A-107°, A-m/soat 8-12 12-16 16-20 20-25 25-30

4. Efinaru KYWIAHUIIL:

Mucoa. I[laiiBanag OyromHM Kanmuuaaurun S=16,0 MM HU Tamkwi dTagud. bup
tapa@uHUHT 3puil gyKypauru 0,5¢ nan 0,5 MM ra xyn OynuImm Kepak, YyHKH YOK y3aru
AXIIM TMaiBaHIJIAHUIIN YYyH, MUKKMHYM TOMOHAaH 3ca 0,75¢c ra kam, YyHKH SpUTaH
MeTagHu OKHO KeTumuHu OapTtapad sTum yuyH. SpHUM spum aykypiaura 8,5..12 M

s Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 800
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nuanaszonuga Oymumm kepak. [llaptnapra kypa spum aykypauruau x=10 mm 1e0 KaOyn
KUJIaMU3.
1. ITakiBany1alm TOKM Ky4rHH (popMmysia Oyilnya aHUKIaiMu3
_Ni00, A
k

I pay

by epna x — nponopcuoHaiuk koedurcuenta, Oy TOK Typu Ba KyTOUTa, SJICKTPOT
auamerpura, (mioc mapkacura Oornmuk. @mroc mapkacu AH-348A  Ba anektpon
CUMUHMHT TuamMeTpu 4 MM 00 bica k=1,15 Tenr 6onaau.
I pay = n100 = @100 =8694
k 115

| .y =8704 KaOy. Kujiamus.

2. Eit kyunanumumsy anukiam Y, = 20 + % +
*Hel
v, =20 + 29870 413030
1000-4

3. Opulll UyKypauru e, koedhdurcuentunu. ['paduru 6yiinya, ye,=2,85 HU KaOyn
KUJIaMU3.

4. ep OMIIraH XoJJa, YOK 3HU O HM aHUKJIaHMU3:

0=Yepx=2,85"10=28,5 MM

0=28 MM KaOyn KuiaMu3

5. Banuk makinu koePUTCHEHTHUHM OWITaH Xojga s bHU \Y,=0/C=5+8, YOKHU
OYpTUO YMKAHJIUTWHU aHUKJIAWMU3; WYe=> nAe0 KaOyn Kwiamu3, y Xxojjga c¢=0/
V6=28,5/5=5,7 MM TalIKui dTaju.

6. Kortanran MeTanil KeCUM H03aCUHU aHUKJIaiMu3; Dy:

®,=0,756¢=0,75-28-5,7=119,7 mm?

7. Dputnb Korutaml KoePUTCUEHTUHU aHUKIAUMU3 Oex=A~+b Ui/ Hex

A=7,0 Ba B=0,04 V3rapyBuaH ToK yuyH

0,=7+0,04-870/4=15,7r/A coat

8. INaiiBan1ant Te3IMTMHN aHUKJIaNIaMHU3:

_a,l,, 157-870
PRy 119,7-78
9. ITaiiBanaalll CAMUHM Y3aTHUII TE3JIUTUHU aHUKJIAWUMU3
_A4a,l,, 4.157-870

PP ad?y  314-42.78
10. DneKkTpoa YUKUIIIMHU aHUKJIAUMU3:

v =14,6m/s

v =139,4m/s

EnexkTpoa unkuin KUiiMaTuHY 3 — KaJABaJaH OJIaMU3

3-xaaBai
3.]'IeKTpOII CUMHHU YUKHUIIIN yHI/IHF zmaMeTpnra 6OFJII/IKJII/IFI/I

de,

MM

05 | 08 1,2 1,6 2,0 2,5 3,0 4,0
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| lomm | 5+7 | 68 | 8+12 | 14+16 | 15+18 | 18+20 | 20+25 | 25-30 |

lc =25 MM KaOyir kumamu3

diroc ocTrA TalBaHJIAITHUHT MaiBaHIJIAI PEKUMUHUA XUCOOIaHT

4-xanBan
Tonmuupuk BapuaHTJIapH
Ne I1atiBanmanagurad No | TlaiBanyianagurad MeTaLl
MeTaJll KAJIMHJIUTH C, MM
KQJIMHJIUTHU C, MM

1 0,5 1 3,0

2 1,0 2 3,2

3 1,2 3 3,4

4 1,4 4 3,5

5 15 5 3,6

6 1,8 6 3,7

7 2,0 7 3,8

8 2,2 8 4,0

9 2,4 9 4,2

10 2,5 10 4.4

11 2,6 11 45

12 2,8 12 4,8

13 3,0 13 50

14 3,2 14 0,5

15 3,4 15 1,0

16 3,5 16 1,2

17 3,6 17 1,4

18 3,7 18 15

19 3,8 19 1,8

20 4,0 20 2,0

21 4,2 21 2,2

22 4,4 22 2,4

23 4,5 23 2,5

24 4,8 24 2,6

25 5,0 25 2,8

Ha3zopar caBosuiapu:
1. [TaitBan A pexxumMu 10 HUMara auTuiaa?
2. ®naroc ocTUAa NMaBaHUIAIIHUHT PEXKUM MapaMeTpiiapura HuMasaap Kupaan?
3. [NafiBanayamt TOKM Ky4u KaHAai XucoOaaHaaun?
4. IatiBanJ1ail CHMUHUHT JMaMeTpU HUMara kapab TaHiaHaau?

doiigajaHUITraH agaduéTaap:
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1. Edward R. Bohard. Welding: Principles and Practces - American Welding
Society - Connect Learn Success, 2012

2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008

3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002
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V. Keiiciap 6aHku
Keiic-1.

0912C wmapkanu mnynataad Tal€piiaHraH KOCHMHKa JIeBOpra IlaliBaHJJIaHTaH Ba
ropu3oHTan HyHanran P ky4d Ounan rokimanran. ['opusonTtan iyHanran P kyu Ousnan
IOKJIAHTaHJ]a MyaMMO KeJH0O YUKKaH.

Basudanap:

1.I1atiBann OupWKMa MyCTaXKaMJIUTH KakWTa Xuco01a0d YWKHO MyaMMOHU €YHUMHUHHU
TOITHIII.

2. Kyuynu BepTukan xojaa WYHAITHPUIT MYMKHHJIMTHA Tekmmprwicud. H=200mm,
a=160mm, k=5mm, P=4000kr, [6]=2000xr/cm?*

Keiicau 6a:kapui sikka TapTH0/1a Ba KHYHK I'ypPyXJapaa Kypuo YMKHILL.

Keiic-2

Cr.3 Mapkanu mynatjaH Tai€piaHrad KopoOka KeCUMIIM MaiBaH 1 0ajgka BEpTUKaI X0J1a

MaxKamJIaHTaH. banka JeBOpUHU TOPU3OHTAN JIUCT OWjIaH OMPUKTUPYBYH MaiiBaHA YOK Ba
BEPTHKAT YOKJIAPHM MYCTaXKaMJIMKKa XHCOONaHTaHIa KyTHJIA8TraH HaTuXKara
sputnuiaMarad. byHusr kypu6 unkub cababMHU aHUKJIAIT KEPaK.

Keiicau 0axapui 0JICKMWIApU Ba TONIHPHUKJIAP:

banka ngeBopHHM TOPU3OHTANI JIUCT OWjiaH OWMPUKTUPYBYM NAWBaHI YOK Ba BEpPTUKAI
YOKJIAPHHM MycTaxkamiinkka xucobaancu: L=200mm, P=9000xkr, [¢]=0,9 [c]

KeiicHUHT eynMuHU siIKKa TapTHO/a Ba KUYUK rypyXJjapia Xaj dTHIIL.

Keiic-3.

[TatiBana OyroMHU KanuHiury s=16,0 MM HM Tamkui dtagu. bup TapaguHuHT SpUl
gykypauru 0,5¢ mgan 0,5 MM Ta Kynm OYIumIM Kepak, YyHKH YOK y3ard SXIIH
naBaHUIaHUIIM Y4YyH, UKKMHYM TOMOHJaH 3ca (,75¢ ra kam, 4yHKU SpUTaH METajJHU
OKuO KeTuiuHuA Oaprapad 3Tyl yayH. AbHU spumn ayKypauru 8,5...12 MM nuama3zoHuma
oymumm kepak. [Hlaptnapra kypa spumn aykypauruau x=10 mm 1e6 Kabyn Kunamus.

1. ITaiiBanasam TOKM Ky4rHH popmyiia Oyitnya aHuKaimMus

|y = 1100, A

by epna x — nponopcuoHaimuk kKoeppurcuentu, Oy TOK TypHu Ba KyTOura, 3JeKTpO]l
nuametrpura, Quroc mapkacura Oornuk. Dmioc mapkacu AH-348A  Ba anektpon
CUMUHUHT TruamMeTpu 4 MM 00 bica k=1,15 Tenr 6onagu.

o = h 100 = %100 =8694

pay_E

| .y =8704 KaOyn Kunamus.
501,

2. Eit kyunapumany apuioram Y, = 20 + s
i 5 8 1000-d,,
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aptnapra kypa spuin 4yKypauruau X=10 MM 1e6 KaOys KWIMHTaHAa MaiBaH/JjIanl
TOKM Ky4nHHU opMynacu Oyinda HaTHKACUHATYFPU KYpCaTKUYHU OepraH.

Keiicau 0axxapum 00CKYMJIAPU Ba TONMIMPHUKJIIAP:

* Keiicnaru MyaMMOHM KenTHUpUO YHMKapraH acocuid cababmap Ba Xal JTHII
WVIUTapuHY JKaiBajl acoCUAa U30XJIaHT (MHIUBUAYAJl Ba KHYUK TYPyXJa).

Myammo Typu Kean6 yukuim XaJa 3Tui nyJuiapu
cababaapu

Keiic-4

Cr.3 Mapkanu nynarnaH Tai€piaaHrad MKKH MJIaCTUHA, OUp KaTopaa >KOMJaIirad 5 HyKra
épramuaa KOHTAKT narBaHuiaHrad. FOKopu mactTuHa yigamiiapy MAHMMAJl KYpUHHMILIA
JolMxanam Ba a MailBaHJ OMPHKMa MYCTaxXxKaMJIMTH TEKIIMPHUII amajira OLIMPHIIraH.
Jlekun Ttexmmpum Hatwkacuaa IOKopu macTMHa yiadyamiapy MUHUMAI KypPUHHUILA
Joluxacuaa MyaMMo COup OyraH.

Keiicau 0axxapuin 00CKYHIapHU Ba TONIIHPHUKJIIAP:

* Keiicnaru MyaMMOHM KenTUpUO 4YMKapraH acocuil cababmap Ba Xal JTHII
HYITapyHy 5KaJIBaJl aCOCHIa U30XJIaHT (MHAMBUIYaNl Ba KUUUK I'YPyX/aa).

Myammo Typu Keau0 ynkumn XaJ1 3TuII Uy LIapH
cababuapu
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V1. MycTaku TabJIdM MaB3yJdapu

MycTtakun TabuM MOAYIW OYinya unuiad YMKWITaH TOMIIMPHUKIAD acocujia
TAIIKUJI ATUJIAJM Ba YHUHT HATHXKAcHJla TUHTJIOBUWJIAD OMTUPYB WIHK (JIOMUXa WIK) HU
Tanépanau.

butupyB umm (Joitnxa uim) Tanadiaapu Joupacuia Xap Oup TUHIJIOBYM Y3U JIapc
Oepaétran danu Oyitnya JIEKTPOH YKYB MOAYJJIAPUHUHT TaKJIMMOTHHU Tanépiaiiau.

DNEKTpOH YKYB MOJYJUIAPUHUHT TaKJIUMOTH KyWHaard TapkKuOWil KucmuiapjaH
nbopar Oymaau:

Keiicnap Oanku;
Mag3ynap OVitnua TakauMoTIIap;

bomka wmarepuammap (dbaHHd  y3mamThpuinra  épaam  OepyBud  KyIIMMYa
MaTepHauIap: JJCKTPOH TabIMM peCypcliapd, Mabpy3a MaTHH, TIJIOCCApH, TeCT,
KpPOCCBOP/I Ba OOIIIK, )

DNeKTpOoH VKYB MOAY/UIADMHHM Tahépiamga KyHuaaruiapra ajaoxuiaa 3bTHOOD
Oeprutaiu:

- TABCHSI KUJIMHTaH a/1a0uETIapHy YpraHuIl Ba TaXJIUI STUII;
- COXa TAPAKKUETUHUHT YCTYBOP UYHAIUIIIAPU Ba BasudaiapuHu EPUTHIL,
- MyTaxacCUCIUK (aHiapujard WHHOBAIMSIAp/aH XaMmJla WIFOpP XOPWKHM
Taxxpubanapaan QoiiagaHuIl.
MycTakuia TabJuM MaB3yJapu

. OpuTHO MaBaHJIAITHUHT TAPUXHU Ba PUBOXKU;

. OpuTHO MaBaHUIAITHUHT PECITyOJIMKa XaJK XY>KaluTruaa TyTTad YpHH,
. KapOonar anruapun Mmyxutua HyKTajgap OuiaH maiBaHJiall;

. IMnyJsibe — €inm naBaH/IJ1alll;

. X¥IMOSI Ta31 MyXUTHa TallBaHJIAIIHUHT Maxcyc yCyJIapu;

. Eiinn maiBaHIIaHUHT TEXHOIOTHK MOXMUSITH;

. [TariBan1am KypuJIMaJlapuHUHT MEXAHUK Ba €pIamMyu KUX03JIapH;
. [TaiiBaHj1a111 pe)KUMUHU YOK TApKUOU Ba IIAKIIUTA TAHCUPH;

. I'a3 ananracua uuioB Oepulllia UCCUKITUK JKapaHlIapu;

10. XaBo — € Kecuir;

11. Panrium MeTauiapHu KECHUIIl TEXHOJIOTUSICUHUHT MOXUSITH;

12. I[IynaTiiapHA KECUII TEXHOJIOTUSICHHUHT MOXUSTH;

13. TepMuk KecuI MalMHAIAPUHU TYPJIAPH.

14. MIG najiiBaniamn MOXUSITH

15. T1G naiBagIan MOXHUATH.

OCOoOJI3 DN WN PR
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VII. I'noccapuii

Tepmun

V36eK THInIara mapxu

WHran3 Tuauaar mapxma

Payvandlash | éi Ounan naiiBantaniga | A device used in the TIG (GTAW)
gorelkasi UILIaTUIaIUTaH naiBanyiamnt | process to control the position of the
TOpEIKACH —anetpoauu | electrode, to transfer current to the arc,
Maxkamiaiaurad, yHra Tok kKyuw | and to direct the flow of the sheilding
KCIITUpAaaAUTraH Ba MalB aHJJ1a1l gas
30Hacura XuMosi rasu Oepaguran
KypHuiMa.
Elektr yoyli | OupukTHpHIaAUTaH JeTaIapHU An arc welding process which melts
payvandlash . YJIAQPHUHT YeTATPUHH SJICKTP ¢ and joins metals by heating them with
paspsau épaamuia S3puTHO an arc, between a covered metal
naiiBaHans;, oOyHua electrode and the work. Shielding gas
MaBaHUIAHAAUTAaH METAUT OUJIaH is obtained from the electrode outer
3JIETPOJI OpacHia paspsia coating, often called flux. Filler metal
YUTOTHITATH is primarily obtained from the
electrode core.
Flyus ostida METaJUTHU OKCHJUIaHUIII Ba An arc welding process which melts
payvandlash A30TJIAHUIIIAaH XUMOSI KHJIHIII and joins metals by heating them with
Mmakcaauia (GJaroc ocTuaa oJIekTp | an  arc  between a  continuous,
i maiBaH 1IalI. consumable electrode wire and the
work. Shielding is obtained from a
flux contained within the electrode
core.
Elektr yoy razga xocwn Oymamuran mycrakun | The physical gap between the end of

€l paspsaaM XwulapuaaH Oupu;
OyHza pa3ps Xxoaucanapy UHTUYKa,

the electrode and the base metal. The
physical gap causes heat due to

paBimian Epyrmanaaurad  masma | resistance of current flow and arc rays.
HIHypHUra TyIJIaHaIu.
Elektron-nurli UIIUTOB Oepunaérran  cupthH | @ welding process that melts and fuses
payvandlash AJIEKTPOH TYIAN Xocwi KuiuHrad | materials with the heat obtained from
AIIETKPOHJIAP nactacunu | the Kkinetic energy of a concentrated

nyHantupub Kywin OomMOapAMMOH
KMJIMILTa aCOCJIaHTaH NaiBaH yIall.

beam of high-velocity electrons

impinging on the joint

Payvandlash

naiBaH/1aHaIUTaH KUCMJIApHU
MaxaJului €k yMyMUH KU3AHPUO,
wiactTuk  gaedopmarcusnad  €u
yIapHUHT OUprajivKaard Tabcupuaa
aTomyiapapo OOTJIAHUIIHU ~ XOCHJI
KWWl oA  OWilaH — MallldHa
JeTajiyiapyd, KOHCTPYKTCHsUIap —Ba
UHIIOOTJIADHU ~ aXpajMac KHUIHO
OUPHUKTHUPHII TPOTCECCUHI

a fabrication or sculptural process that
joins materials, usually metals or
thermoplastics, by causing fusion,
which is distinct from lower
temperature metal-joining techniques
such as brazing and soldering, which
do not melt the base metal. In addition
to melting the base metal, a filler
material is often added to the joint to
form a pool of molten material (the
weld pool) that cools to form a joint
that can be as strong, or even stronger,
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https://en.wikipedia.org/wiki/Fabrication_(metal)
https://en.wikipedia.org/wiki/Welded_sculpture
https://en.wikipedia.org/wiki/Process_(science)
https://en.wikipedia.org/wiki/Metal
https://en.wikipedia.org/wiki/Thermoplastic
https://en.wikipedia.org/wiki/Fusion_welding
https://en.wikipedia.org/wiki/Brazing
https://en.wikipedia.org/wiki/Soldering
https://en.wikipedia.org/wiki/Melting
https://en.wikipedia.org/wiki/Weld_pool

than the base material. Pressure may
also be used in conjunction with heat,
or by itself, to produce a weld.

Kavsharlash

KaTTUK XOJIaTAaru MaTcpuaJllapHU

SPUTHIITaH KaBLIap Oounan
axpanMmaiurad K10
OMPUKTUPUILL.

A process of joining metal through the
use of molten solder without affecting
the base metal; the molten solder
adheres to the metal during the coolin

Elektrod

€JIEKTP TOKMHM IIalBaH]UIaHAJWUIaH,
SpUTHO  EMMINTUPUIAAUTAH  EKH
KECWJIAaUraH JKOWra  KEITHUPHILI
YU4yH XHM3MaT KWJIAQJAUTaH, D3IIEKTP
YTKa3HIL MaTepuajulapuaaH
Tal€pIIaHrad y3ak.

An arc-welding electrode layered with
flux to shield the molten weld puddle
from the air prior to the puddle
solidifyi

Flyus

Mypakka® TapkuOiIM MaiinanaHraxn
MaTepHuall; NarBaH 1Al
MPOTCECCUHU cTabusuian Ba
naiiBaH] 4YOK cHU(ATUHU SXIIUJIAII
YUyH nanBaH 1A 30HAcHUTra
CemmIaIu.

A paste or chemical powder that is
used to clean the base metal, and
prevent atmospheric contamination
during the processes of either brazing
or solde
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https://en.wikipedia.org/wiki/Pressure
https://en.wikipedia.org/wiki/Heat

VIII. Anaéuéraap pyiixatu

Maxcyc agaduériap:
1. Edward R. Bohard. Welding: Principles and Practces - American Welding
Society - N.Y.: Connect Learn Success, 2012
2. R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008
3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002
4. AbpanoB M.A, yusumun H.C., OpmatoB 3./1., AGpasioB M.M. Texnonorus u
o0opynoBaHue cBapku IiaBieHueM. YueOnuk — T.:Komron press, 2014 —460 c.

HNuTepHer pecypciapu:
1. http://www.welding.su
2. http://'www.aws.org
3. welding.com

85


http://www.welding/

