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I. UIIYH VKYB JACTYPHU

Kupum

Jactyp VY36exucron Pecny6muxacu Ilpesumentunuar 2015 iun 12 urongaru
“Onuil TabIMM MyaccacaJlapUHUHT pax0ap Ba mejaror KaJapiiapuHy KaWTa Taiéprail Ba
MajaKaCMHU OIIMPUII TU3UMUHU  SHAJa TAKOMWUIAIITHUPUIL  Yopa-Taadupiapu
tVrpucuaa” i [1d-4732-con dapMoHUIaru ycTyBop WYHaIUILUIAp Ma3MyHHJIaH Kelub
YUKKaH XO0Jjla Ty3ujraH Oynu0, y 3aMoHaBHi Tanabjiap acocuja KaiTa Tailépiam Ba
MaJlaka OIIMPHUII KapaCHIAPUHUHT Ma3MyHMHU TaKOMWUIAIITUPHUIN Xamaa OJIui
TabJIUM Myaccacajlapu Meaaror KaJpJapuHUHT KacOWil KOMIETCHTJIMTMHU MYyHTa3aM
ommpub 60pUITHN Makcaa Kwiaan. JlacTyp Ma3MyHu ra3 OuiaH, Eiim JacTakiu, XUMOs
raz MyxuTtuga, ¢Iaoc  OCTHAA, DSJCKTP-NUIAKIW, DJJICKTPOH-HYPJIH Ba Ja3epiiu
naiBaniant JKapa€HJIapUHUHT 3aMOHABUN axBOJM Ba PUBOXKJIAHTUPUIIIHUHT
UCTUKOOJUIapu, HpUTHO  MmalBaH[JIallja KEHI  TapKaliraH  TEXHOJOTHsIapH,
WIUIaTUIaAUTaH  JKUXO03JIapu, YCKyHamapu Oyinda sSHru OWiMM, KYHMKMa Ba
MajlaKaJapyHU MaKIJIAaHTUPUIIHY Ha3ap/a TyTaau.

Ymby nactypna ra3 Owias, €HIu JTacTakiiv, XMMOS ra3 MyXuTuiaa, (iIroc oCTuna,
ANEKTP-UUIAKIN, DJEKTPOH-HYpJIM Ba Jla3epyid TalBaHJaniga KEHr TapKaJiraH
TEXHOJIOTUSUIApH, MIUIATUIIAJIUTAH KUX03JIapU, YCKyHaJapu MacalaJlapuHUHT Hazapui
Ba aMaJIi acoCJIapuHU YpraHUIIHM Y3K1a Kampal oJiraH.

MoayaHMHI MaKcaau Ba Ba3zudaapu

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

["a3 Ounan, €M macTakiv, XMMOS ra3 MyxuTuaa, QIroc OCTUAA, HJIEKTP-LUTAKIH,
DNEKTPOH-HYPJIM Ba JIa3epiau NaWBaHUIAIl >KAPACHIAPUHUHT 3aMOHABUM axBOJM Ba
PUBOXIIAHTUPUIIHUHT ~ UCTUKOOJUIapW, HpUTHO MadBaHAjalIAa KEHr  TapKaJraH
TEXHOJIOTHUSIIapHU, UIUIATUIIAANTaH KUX03JapH, YCKyHanapu Oyiinya OWIMM, KYHHMKMa Ba
MaJIaKaJdapHU IIAKIUIAHTUPULLIND.

“OpuTnb naiiBaH 1Al TEXHOJOTHUACH Ba JKUXO03Japu”~ MOJIYJHUHT Ba3u(acH:

- OpUTHO MaiBaH/JIAI KapaéHIAPUHUHT 3aMOHABUI aXBOJWHU YpraHUII,

- MaIlIMHACO3NIMK/Ia KYJUIAHWIAQJUTaH SHTM OHpUTHO TalBaHJall  yCYyJUIApHU
KYJUIAlLL,

- MallIMHACO3JIMK/Ia KYJUIAHWIAWTAaH SHTH J3pUTUO TaWBaHIJIAII >KUXO03JapUiaH
doitgananui.

MoayJ 0yiin4a THHIJIOBYMJIAPHUHT OMJIIMMM, KYHUKMACH, MAJIAKACH Ba
KOMIIeTEHUMSUIAPpUTa Ky HWJIaJUraH Tanadaap
“Oputn® nalBaHIJIAll TEXHOJOTHSICH Ba KUXO3JIapU~ MOIYJIHU Y3JIalITHPUIL
apaéHula aMalira OIMPWIaIUTaH Macajiajiap JOUpACUIA:
TUHII0BYHK:
- 3pUTHO MaiiBaHAJIal PUBOKUHUHT TAPUXHU Ba UCTUKOOIIH;
- 5pUTHO NalBaHJIAIHUHT SIHTY 3aMOHABUM TypJapu;
- 5pUTUO MaBaHJIAIIHUHT (PU3UK acOCTIapH;
- MallMHACO3JMKIAa JSpUTUO  MaiiBaHIUIalll  TEXHOJOTUSICMHUHI  3aMOHaBUM
TEHJCHUMSJIAPU XaKU/1a OMJIMMJIApra 3ra 0y JIO3UM.
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Tunznoeuu:

- ElnM JacTakiIM MadBaHUIAIl PEXUMHUHH XUCOOMHHU Oa)kapull Ba YJIapHU TaxJIHI
KHWJINLL,

- XMMOS Ta3jap MyXUTHAA MaiBaHIall PEKUMUHU XUCOOMHU Oa)kapull Ba yJIapHU
TaxJIMJI KHJIULI,

- ¢aroc ocTHaa MaBaHANAII PEKUMUHU XUCOOMHHM Oakapulll Ba YJIapHU TaxJIAJ
KAJIMII KYHMKMA Ba MAJIaKaJIAPUHU 3TraJlUIalliy 3apyp.

Tunznosuu:

- sraJularal OMJIMM Ba KYHUKMajlapra acocjaHraH X0Jj/1a 3puTHO nmaiBaHuIam uiad
YUKAPULI TEXHOJIOTUK KapaCHJIApUHU TaIIKUII STHIL;

- 5pUTHUO NaiiBaHAJAI XKapa€HIAPUHUHT MyaMMOJIADUHU €YHIL KOMIeTeHIUSIJIAPHU
3ra OyJIMIIU JIO3UM.

Moay/IHM TAIIKKJI 3THII BA YTKAa3MII O0yiHMYa TaBCUsLIap

“OpuTnb naiiBaH 1Al TEXHOJOTHUACH Ba JKMXO03Japu’~ MOJYJIH Mabpy3a Ba aMalluid
MAIIIFyJIOTIap MaKauaa oub opriiaan.

MoaynHu YKUTHII Xapa€HUAAa TabJIMMHUHI 3aMOHABUI METOJUIapy, NEeAaroruk
TEXHOJIOTHSIap Ba axOOpOT-KOMMYHMKALMA TEXHOJOTWsJIapy KYJUIAaHWIMILKA Ha3zapia
TYTHJITaH:

- Mabpy3a Japciapuia 3aMOHAaBUM KOMIBIOTEp TEXHOJOTHSIapH EpaaMuaa
IIPE3EHTALMOH Ba 3JIEKTPOH-AUIAKTUK TEXHOJOTHIIApAaH;

- YTKa3WiIaJuraH aMajiuil MallFyjIoTiapia TEXHMK BOCHTajaplaH, 3KcIpecc-
CYypoBnap, TECT CYpOBJIAPH, AKIUN XyKyM, TYPYXJH (QUKpiall, KAYUK Typyxjap Ouiad
UIUIal, KOJUIOKBUYM VTKa3WIl, Ba OOIIKA HHTEPAKTUB TabJIUM YCYJUIAPUHU KYJUTall
HazapJa TyTUJIaaH.

MoayJHMHI YKYB peajard 001mKa MoAyJ/uiap Ou/jiaH OOFJIMK/IMIM Ba
Y3BHIJIUTH
“Oputn® nanBagiall TEXHOJOTHSCHM Ba KMXO3JIapu~ MOAYJIU VKYB peKaaaru
Kyiugarn ¢annap Ownan Oofnuk: “bocuM ocTuaa mnailBajuiall TEXHOJOTUSCH Ba
xuxosnapu’”, “TlaitBangnam cudar Hazopatu’™.

Moay/IHMHT 0JIMH TAbJIUMAArd YPHU
Monynau Y37amTUpUIn OpKaIH THHTIIOBYIIIAP SPUTHO MaiiBajyIall TEXHOJIOTHICH Ba
KUXO3JIApUHU YPraHuIll, aMajja KyJulam Ba Oaxojamira Aoup KacOud KOMIETEHTIHKKA
sra Oynaaumap.



Moaya 0yiin4a coatyiap TAKCHMOTH

THHITIOBYHHUHT YKYB IOKJIaMacH,
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YCYJJIAPUHUHT KJIACCHU(BUKAIUICH
2. | 'a3 Omyan Ba €M macTakiM IMaWBaHIaIIl 3 5 2 4 5
TEXHOJIOTUSICH Ba KUXO03J1apH
3. | Xumoss  ras MyXUATHAAQ  TaWBaH]JIAII 5 5 5 4
TEXHOJIOTHSICH Ba )KUX03J1apH
4. | ®aroc ocTtUAa, DJIEKTP-IUIAKIM, DJIEKTPOH-
HypJIU Ba Jazepau naiBaHam: | 8 6 | 2 4 2
TEXHOJIOTHSICH Ba KUX03J1apH
Kamu: 32 | 28| 8| 16 4 4

HA3APUHN MAIIFYJIOTJIAP MABMYHHA
1-maB3y: 3amoHaBuii 3puTHO NaBaHAJAI YCYJIAPUHUHT
KiIaccupurkanuscu
MammHaco3nuKaa naiBaHajgam ycayoaapuHUHT TacHuGU. DpuTHO maBaH1all Ba
NaiBaHIIAITHUHT MOXHSTH. BHM macTakid maiBanmiam. OIFOC OCTHAA MaiBaH/JIALLl.
XUMOsl Traszjap MyxXuTHIa TMalBaHIam. OJEKTp-IUIaK naWBanmiam. Jlasepin
naiBaniam. [Inazmanu naiBanmiam. SIeKTPOH-HYPJIM NalBaH/IJIALL.

2-maB3y: ['a3 OusiaH Ba €ilJiM JacTak/u naiiBaH1JIall TEXHOJIOTUSICH Ba
AKUXO03JIaApHU

l'az Ounan madBaniam. IlafiBanmiam ajaHTaCHHHHT CXeMalaph. AICTHIICH-
KHUCIIOPOJI, METaH-KUCJIOPOJ, MpOINaH-OyTaH-KUCIOpo A NaiBaHAJall —aJlaHTaCUHUHT
TY3WIHMIIY Ba XapOPAaTHUHT ajlaHTa y3yHJIMTH OYVinda TakcumiaHuid. ['a3 amanracuna
WIUIOB Oepulllja MUUIATWIAAUIaH Marepuaiapu. ['a3 OunaH maiBaHajall y4yH
KUXO03J1ap. EHIM JacTaknM TadBaHIIAIIHUHT (U3MK acociapd. EHmM jacTakiu
naiiBaHIaia  KYIIaHWIAAUTaH »JIeKTpoaiap. Eimu 1acTakiaum  HaiiBaHuIaliHUHT
pexxumiapu. Eiinu  nacraku maiiBaHinaim TeXHUKacd. Yuma-yd YOKIapHU TaiBaH/Iall
TEXHOJIOTMACU. bypuak 4YOKIIapHM NaWBaHIJIAIl TEXHOJOIWsACU. Beprukan 4okinapHuU
naiiBaH/AJal TEXHOJIOTUACH. ['Opu30HTaNl YOKIapHU MaiBaHyiam TexHojorusicu. [udr
YOKJIAPHM NaWBAHJIAII TEXHOJIOTHACH. Typiu y3yHIMKIAard 4YOKJIAapHU ManuBaHJIAII
ycymiapu. Kanun MerajuiapHu naiBaHJIallL.



3-mMaB3y: XyMOs ra3 MyXuTH/Ia NaiiBaH/1J1a1l TEXHOJIOTHICH BA )KUX03J1apU

XuMos raznapaa €iau naBaHANAIIHUHT (U3MKaBUI acociaapu. XUMOs rasiap/a
naiBaHAsanl >kapaéHUHUHT TacHU(U. XUMOS Ta3iapAa JSpUNANraH Ba 3pUMaiiiura
ANEKTpoIap OuilaH maiiBaHuaml. XuMOs Trazjapia € maBaH[uiall y4yH Ta
amnmnapariapu Ba acoobsap. Xumosl raznapaa SpUilAurad 1eKTpoasiap OuilaH nmailBaH jiamnt
YUYH KUX037ap. XUMOsSI razjiapia dpUMaliurad 3eKTpoiap OWiaH maiBaHIall y4yH
AKUX037ap.

4-maB3y: @uI0C 0CTH/IA, IJTEKTP-ILIAKIIN, 3JIeKTPOH-HYPJIH Ba Ja3epiiu
naBaHIJIall TEXHOJOTHSACH Ba JKUX03JIapH

®dnroc octuaa EWaM MadBaHIAIMHUHT (u3MKaBui acocnapu. IlakiBanamiia
dbmarocHuHT YpHU. Daroc octuaa €M madBaHAJIANl YCYJIMHUHT PEXKHUM IapaMeTpiiapu.
Omroc ocTHAAa MaWBaHJIAIl YYYH KMXO3JIAp XaKuaa yMymMud mabiyMor. [laiiBanjmarma
arnmapaTiapuHAHT  aCOCUM JJIEMEHTIIapu Ba KucMilapu. DIroCc OCTHAAa aBTOMATHUK
MaBaH/JIAIl TEXHOJOTHUSICU. ODJEKTP-IUIAK MalBaHJIAIIHUHT MOXMSATH. OJEKTP-IUIaK
MaBaHUIall PEKUMIIApU. OJIEKTPOH-HYPJIM NaWBaHJIAIIHUHT MOXUATH. Jlasepin
MaBaHUIall KAapa€HUHUHT MOXMATH. Kartuk xucemun Jasepiap. 1'aznm TEXHOJIOTHK
JasepJap.

AMAJIMA MAIIFYJIOT MA3SMYHHA
1-amanuii MalIFyJao0T:
3amMoHaBHil 3 pUTHO NaHBaHLJIAI YCYJJIAPUHUHT KJIACCHPUKANUACH

DOputu® makBaHIaNIa TaBaHJ OWpHKMallap Ba TMaWBaHI YOKJIAPHUHT
yu3Maiapaa OeNruiIaHuIUMHA Ypranum. IladBaHam cUMIapHH PYyCYyMIIAMITHPUIITAHA
Ypranuun

2- aMaJInii MalIFyJIOT:
I'a3 Ouuian Ba €iliIn JaCTAK/IM NAHBAHAJIALI TEXHOJOTHACH Ba KMX03JIapH

Elinmu  nmacraknm  maBaHmjam - pexumiapuHu - XucoOnami.  Eitnu  pgactakiu
MaBaHJIAIl YYYH METaJU1 KOIUIAMaJIu 3JIEKTPOJIJIap PyCyMIIAlIHUA YPraHHUIII

3- aMaJIuil MalIFyJIoT:
XHUMOf ra3 MyXuTH/Aa NaHBaAHIJIALI TEXHOJOTUSICH Ba )KNUX03J1apH

KapGonar anruapun raznapu MyXUTHAA MMaiBaHIANl PEKAMIIAPHH XHUCOOJAII.
XUMOSJIOBYH T'a3JIaPHU YPraHHUIII

4- aMaJIMil MALIFYJIOT:
@J1roc ocTHAA, IEKTP-ULIAKIIM, JIEKTPOH-HYPJIM Ba JIa3epJid NaiBaH/A1a11
TEXHOJIOTUSICH Ba KMX03J1apH

dnroc ocTUAa NadWBaHJIAl peXUMIApUHU XucoOnam. [laliBannnam darocnapHu
yprasuut



TabJMMHH TAIIKUJ YTHII HMaKJLJIapu

TapIMMHHA TalIKWJI STUII IIAKJJIAPUM aHUK YKYB MAaTepUald MasMyHU YCTHIA
MOUTAETraHa  YKUTYBUYMHM  THUHIVIOBYWJIAp — OWJIaH  y3apo  XapaKaTHHH
TapTUOJIAIITUPHILHH, HYIIra KYHUIIHA, TU3UMIa KEITUPUIIHU Ha3apaa TyTaaH.

Monynau YKATHIN KapaCHUAa KyHUIard TabJIMMHUHT TAIIKHII STHI MaKJJIapHIaH
ol nananuIaam:

- Mabpy3a;

- aMaJIMii MAIIFyJIoT;

- MYCTAaKWJI TABIUM.
VYKyB HIIMHYU TAIIKWI 3THII YCYJIUTa Kypa:

- )KaMOaBU;

- TypyXJiu (KHYUK rypyxJapaa, KypTIuKaa);
- sSIKKa TapTUoOaa.

KamoaBuii umuiam — byHaa YKUTYBUM TypyXJIapHUHT Owidil (HaonausiTUra
pax0apiuk Kwinb, YKyB Makcajaura SpUIIUII YUYYH Y3u Oenrwiaiiurad AUJIaKTUK Ba
TapOusABUi Bazuanapra SpUIIMII YUYH XUIMa-XHJI METOAIapAad QoiiiaaaHaam.

I'ypyxaapaa mmiam — 0y YKyB TONIIUPUFUHUA XAMKOPJIMKIA Oa)kKapulll Y4yH
TaIlIKUJI STUJITaH, YKYB >Kapa€HUJa KUYUK TypyxJjapja unuviamjaa (2 tagaH — 8 Tarauda
UIITUPOKYX) (Ao posb YHHAWIUTAH UIITHPOKUYMIIAPTa KapaTUTaH TabJIUMHHU TaITKUI
STHII WAKIAAAP. YKATHII METOUra Kypa TYPyXHH KHUMK TypyXJapra, sky(TanKiapra
Ba TypyxJjapopa IIakira OYmuin MyMKuH. bup mypoasu eypyxiu uw YKyB TypyxJjapu
y4yH OUp TypJard TONIIUPUK Oa)kapWIlHU Ha3apaa TyTaau. Tabaxarawean 2ypyxiu uud
rypyxJiapjia TypJid TONIIHUPUKIAPHU Oa)KapUIITHU Ha3apaa TyTau.

Slkka TapTHOgaru makKaga - Xap Oup TAaBIUM OJyBUMTa aloXuIa- aloXuia
MyCTaKui Bazudanap oepusiaau, Ba3upaHuHT OaxkapyIMIIK HAa30paT KUIHMHA/IH.

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




1. MOAYJIHU VKUTHUILJIA ®OUJATAHUIATUTAH HHTPE®AO.I
TA'BJIUM METO/UIAPU

“SWOT-Taxjinia” MeTo/IM1.

MeToaHMHI MaKcagu: MaBXyJ Ha3apuil OwiMMiap Ba amaluid TaxpuOanapHH
TaxJuil KWINILL, TAaKKOCHall OpKaJM MyaMMOHHM XaJl »JTHII WyJUIapHU TONMUIITA,
OMJIMMIIApHU MyCTaxKamJalll, TakpopJiall, 0axoJamra, MycTakwi, TAHKUIUN (PUKpIAIIHY,
HOCTaHJapT TapaKKypHH AKJUIAHTUPUILTA XU3MaT KUJIa/IH.

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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«Xyaocanamn» (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 aiiHM MaWTHA, YJIApPHUHT Xap OWpU anoxuaa aclekTiapia Myxokama
stwinand. Macanan, MyamMMo WkoOuii Ba canOuil ToMoHJapH, ad3ayiuk, QaszuiaT Ba
KaMuniIuKiIapu, (oiga Ba 3apapiapu OVitmua Ypranwnaau. by wuHTepdaom wmeTon
TaHKUIWKN, TaXJIWINK, aHUK MaHTUKAA (UKpIammHd MyBadPakusaTIin pUBOKIAHTHPHINTA
Xama YKyBUMJIAPHUHT MYCTaKHJI FOsUTapH, GUKpIaApUHA €3Ma Ba OF3aKH IIAKJIIa TU3UMIIA
0aH ATHUII, XUMOSI KWINIITa UMKOHHAT sparagu. “Xyrmocajgamr’ METOIUJaH Mabpy3a
MaIIFyJI0TIapuaa HHIANBHAYAT Ba Ky TIUKIApAard Uil MIaKIHIa, aMalvid Ba CEMHHAp
MaIFyJI0TIapuaa KUYUK TypyXJjapJard Wil IMaKIuaa MaB3y [O3acHIaH OWIMMIIApHU
MycCTaxKamJIalll, TaXIMIu KAJIUII Ba TAaKKOCTAIl MaKcaauaa GoiiiaaaHuin MyMKIH.

MeTtoanu amaJjira olmIMpuin TApTUON:

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

TPEHUHT MaKCaJly, apTiapy Ba TapTUOM OUJIaH UIITUPOKYUIIAPHU
TaHUIITUPTa4, Xap Oup rypyxra yMyMuid MyaMMOHH TaXJIMJI KWJIMHUIIN
3apyp OYITraH KucMjapu TYIIUPUITaH TapKkaTMa MaTepuaiiapHu

Xap OMp rypyX y3ura Oepuiaran MyaMMOHH aTpodinda TaXJuia KHIno,
V3 Myroxa3ajgapyuHu TaBCHS dTHIAETraH cxema Oyiinya TapkarMara €3ma
0aéH KWiIagu,

HaBOargaru 6ockuyaa 6apua rypyxJjap y3 TaKaIuMOTIapUHU
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
VKUTHIIHYA amaJra ONTUPHINTa KapaTHiiraH MeToJ Xucobianaau. Maskyp MeTo[ nactiad
1921 #un TapBapn yHUBEpPCHUTETHAA aMaluil Ba3usATIapIaH HMKTUCOAWA OOIIKApyB
bannapuan  Ypranumga QomamaHuI TapTUOMAA KyJutaHwirad. Keiicoa OUYHK
axOopoTiap/iad €Ki aHUK BOKEa-X0JucajaH Ba3uaT cudaTuia Taxj i yuyH (hoiganaHuiil
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 J0I3apOJIHK HepapXUsICHHH
TONIIMPUFHU OeNTHIIaIl AHUKJIAILL,

v/ acocuii MyaMMOJIM Ba3UsATHU OCIITHIAI
3-06ockmu: Keiicmarn acocuii | v/ MHAMBUIYya Ba IypyXJia MIIUIAILL,
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;

UYInapyuHu UIIad YUKUII MYKOOMJI €4MMJIAPHU TaHJIAIll

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

€UMMHHM IIaKJUIAHTHPUII Ba MYKOOWJI BapUaHTJIApHM aMaija KyJuall

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 Ownan roknaHrad. 1)[laiiBang Oupukma MycTaxKaMJIMTH

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
(dbuKprnapiaH Xycycuil Xyliocanap YMKApHUII, TaKKOociall, KuEciaml OpKaiul axOOpOoTHHU
y3malmTUpuI, XyJiocajaml, IYHUHTJEK, MYCTaKWJI WXOAUM (UKpiam KYHUKMalapuHU
MaKJJIAHTUpUIITa XU3MaT Kujdagu. Maskyp TEXHOJOTHSAAaH Mabpy3a MAaIlFyJIOTIapua,
MycTaxKamJjaniia, YTWiraH MaB3yHU cypaiiga, yira Basuda Oepurga xamaa amaui
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 umrupokuura ®CMY TEeXHOJOTUSICHUHUHT OOCKUWIAPH E3WITaH KOFO3JIapHH
TapKATUJIAIU:

* (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 MapBXyj TaxpuOanap acocuaa Te3poK Ba MyBapGhakusSTIH Y3IAIITUPUIUIINTA 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 OJYBUMJAPHUHT OWIIUM
JapakaCMHM  0axoJail, Ha30paT KWIMLI, V3JATHPUIL KYpPCaTKUYM Ba aMalluid
KYHUKMQJIAPVHHA TEKIIMPUINTa MWyHAITHpWIraH. Ma3Kkyp TEXHHKAa OpPKAJIA TabJIUM
OJIyBUWJIADHUHT Omnuil  (GaonusiTd Typau HyHanmuuuiap (TeCcT, aMalui KYHHKManap,
MyaMMOJIH Ba3UATIAp MaIIKW, KUECUN TaXJIMJ, CHMIITOMJIApHH aHMKJIAI) OVilnya Tarixuc
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 €EKH MablyMOTJIApHU

V3MalmTupuin  JapakaciHu 0axoJiail, IIyHUHTACK, V3-Y3uHM OaxoJaml Makcaauja
WHIUBUAYyaNl Imakiaga  dodgananum TaBcus dTuiaau. LlyHuHraek, YKUTyBUYMHUHT
WKOAMN EHAAITYBU Xamjaa YKYB MakcaJjlapujlaH Keiqud 4yuKuO, accecMeHTra Kylmmua
TOMNIIHUPUKJIAPHA 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 maiiBaHiamu .

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/ buiaub oaaum™ METOAM - SHTU YTUIIAUTaH MaB3y
Oyinya TaymabanapHUHT OMpJIaM4M OMJIMMIIADUHM aHUKJIAIl €KW  YTHIIraH MaB3YHM Kai
Japaxkajia y3JallTUPraHIuTUHU aHUKJIAIl Y9yH UIIaTWIaau. METoHU aMalira OIIUpPHII
Y4yH CHH(] JTOCKacura sSHTd YTHJIaJUraH MaBy OViiMua acocuid TyllyH4a Ba ubOopanap
é3unaau, Ttamaba Oepwiran Basudanu Y3mapura Oenrwnaiiau. FOxopuna Oepuiraxn
TyIIyH4a uOopasapHu OWJIMII MaKCaau1a KyWHaaru yn3mMa Yu3uiiajiu:

buwiaman

BbwinmHn xoxjanuMaH

buaub oaaum

Ymby meronaa tanaban TOMOHUIAH OepuiiraH Bazu(paHM SIKKa TapTUOAA €KU KYyTJIHKAA
KaJBAIHU Tynaupanu. SbHU TaxMUHAH OW3 HUMaHU OWJIaMH3 YCTyHHAA pyHXar Ty3uIl
¢bukpnapau Toudanap Oyiinua rypyxJam. bunniiHy xoxJjialiMaH yCTYHH YYyH CaBOJUIAp
OJIMIII Ba CaBOJUIApHM Yinad Oenrunap Kyvuiml. bu3 HUMaHU OWIIMK yCTYHWTa acoCUid

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.

DIIEKTPOH-HYPIU
MMalBaHJIaIl.

“S maKuKaJM dcce” MeToau

Occe Meroau - ¢GpaHIy3da Taxpuoda, JacTIa0KH JIOMMXa, MAaXCHUHT OUPOp MaB3yra OW/l
€3Ma paBuiia udoaagaHrad 1acTaadKu MyCcTakui 3pkuH Gukpu. byHna

Tamaba y3uHUHT MaB3y OYyilM4a TaaccypoTiapH, FOSCH Ba KapallJITApUHU 3PKUH Tap3/ia
0acH Kwiaau. Jcce é3unia xaénra Keiarad gacTiadku (QUKpiIapHU 3yAJIMK OujIaH KOFo3ra
TYIIUPUIN, WIOKH Oopyuya pydykaMud KOFO3JlaH y3MacAaH - TyXTamacaaH E3Ill, CYyHIpa
MaTHHM KaWTa TaXJuil KWJIWO, TAKOMHJIIAIITHPHUIN TaBCHUS ATWIaad. MaHa mIyHJaruHa
€3WIIraH 3CCEHUHT XaKKOHUW OYJIHIIM dbTHUPO(] ATWIraH. DCCEHU MyausiH MaB3y, TasHY
TylIyH4a €KW 3pKUH MaB3yra Oarumuiad €3um  Makcaara myBoduk. bab3an, aliHHMKca
TapOMSABUN coaTiiapjia TabJIUM OJIyBUWjapra YVy3iapura €EKKaH MaB3y Oyhnuda 3cce
E3IMPHII XaM SIXIITH HaTHXKa Oepasu.

Esma TonmmupukHUHT ymoby TypH TanabGalapHUHT MaB3yra JOMP Y3 MyCTaKui
bukpnapuaun udonanail onumra EpaaM Oepuill Ba YKUTYyBUHMra Y3 Tanadanapu YKyB
MaTepUaIMHU OWJIaH TaHUINTAHAAa KaWCH KUXaTiapura KYIpoK IbTHOOp Oepuluiapu
Xycycuna (pukpiam UMKOHUHUA Oepanu. AHMK KWiIuO aliTranma, TamadanapiaH KyWuaarua
WKKM  TONIIMPUKHU  Oakapuil: Ma3Kyp MaB3yy OVilmua yjnap  HUMaJlapHH
YpraHraHjvKIapuHu MyCTakui Oa€H ATHIL Ba yjap OapuOup »kaBoOWHHU oJioiMaraH OuTTa
caBoJ1 OEpUIITHU CYpasiaiy.

“BeHH quarpamMMa” MeTOaH

Meroauusar makcanu: by meroa rpaduk TacBUp OpKajdu YKUTHUILHUA TAIIKWI STUII
makau 0yn0, y MKKHTA ¥3apo KECHUINTaH aiijlaHa TAaCBUPHW OpKaimu udoaananaau. Maskyp
METOJ TypJIU TYIIyHYajap, acocyiap, TaCaBypJIAPHUHT aHAJU3 Ba CHHTE3MHH UKKH acCTICKT
OpKJIM KYpUO YHWKHWIN, YJApHUHT yMyMHH Ba (apKJIOBUM KUXATIAPUHU aHUKJIAII,
TaKKOCJIalll UIMKOHUHU Oepaiu.

MeToaHu amMaJira OIIMpPUII TAPTHOM:

* UIITUPOKYWIAP WKKU KHUINIHUJAH MOopar XKy(pTIHMKIapra OUpJariTHpUiaguiap Ba
yinapra KypuO 4MKWiIaéTraH TylryH4a €KM aCOCHHMHT y3Wra Xoc, (GapKiu >KHXaTJIapuHH
(€xm akch) gowpanap uuura €310 YMKHII TaKIud dTHiIaau;s  HaBOaTaaru 0ocKuuIa
UINTUPOKYMTIAP TYPT KUITUAAH HOOpaAT KUYUK TypyXJjapra OWpiamTHPHIaad Ba Xap Oup
KyPTIHK Y3 TaXJIWIM OUJIaH TYpyX ab30JIapUHU TaHUIITUpAIUiIap;® Ky(PTIUKIApHUHT
TaxJIWJIM  DIIATWITA4Y, yinap Owupramamub, KypuO YuKWIAETraH MyaMMo €Xyn
TYIIYHYQJIADHUHT ~ YMYMHM  kuxariapuHu  (€xku  Qapkiau) wu3nad  Tomaawap,
yMyMJIAIITUPAIUIIAP Ba TOMpavyaapHUHT KECUIITaH KUCMUTa E3aiuiiap.
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MeToaHuHT MaB3yra KYJJIaHHIWIIKN: DpUTHO MaiBaH jIall Typaapu Oyitnua

Iaazmaau

dueKTp ein
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II1. Hazapuii MaliryJioT MaTepuaLjiapu
1-mabpy3a. 3aMoHaBH NaliBaHAJIAII YCYJIAPMHUHT KIacCHPUKATMACH

Peixka:

1.1. MeTamtapra UnuioB O€pHUIll TApUXHU

1.2. DpuTu6 naiBaH Al MOXUSATH

1.3. Dputub naiBanIa ycyapu TacHUpu

Tasinu néopanap: naitBanaamni, MM 1acTakiau nanBaHail, Garoc ocTuaa ENmu
naiiBaH/IJIalll, XMMOS Ta3jiap MyXUTH/Ia TTalBaHJIAIl, AJEKTP-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
TOIUIApHU EPHUI y4yH sSHAa Oup OOIKa YTKHpP TOILIAp Kepak OYJWIJIUTHHU aHTJa0
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 MeTaJlapjian Oyromiap Taiépnaimijga, y3ura Xoc KyidMa maiBaHja OuiiaH
Oaxkapuiap 3au. buprkaguran neramiap KOJIUIUIAHUO, KMU3AUPUIIAp 34 Ba TYTYIIaJUraH
KOWHMra OJIIMHAAH Ta€pjaHraH »HpUraH MeTaul Kyrouap 3ad. TeMup Ba YHUHT
KOTUIIMaJapuaaH OyroMiapHHM Taépiamijia TEeMUPUYWIMK YYOFuaa «IalBaHd ToOW»
Japakacuraya Ku3aupuO cYHT ToOJall HaTkacujaa Oyromuap TaépiaHap 3au. by ycyn
TEeMUPUWIMK Y4OFuJa MmaBaHijam ae06 HoM onirad »>au. [ladiBanjiam ycysmiapu KyJna
CeKMH pHUBOXXJIAHTaH, IIYHUHT y4YyH KyOWMHYa MalBaHJIAIIHUHT  SKUXO3JapH,
KypWIMaJlapu Ba TEXHUK yCYJUIapW Y3rapHIly 103 HUiap JaBOMUIA CE3UIapiiv Japaxana
y3rapmaras.

Texnuka coxacuna keckuH Yyirapunuiap XIX acp oxupu XX acp Oomnuiapuaa
cesuna Oonvtaau. 1801 imnma Xamdpu JIpBu Oupunum O6Yaub €i 3apsiIcU3IaHUIINHA
TAJKUKOT KUY Ba OUaH. Einu 3apsacusnanuIl I0KOpU Japakald 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 KWJIMIINUJA 3JIEKTPOMArHUT MHAYKLUUSHU OYAM Ba LIy OpPKaJIH
AIEKTPIOPYTYBYM Ba AJIEKTP F'€HEPATOPHU KypHiIMallap NPUHLIMITMHYA 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 #iunpga ¢paniy3 onumu 3.T. 'paMM MeXaHUK >JIEKTPOMArHUT MallliHA Y4yH
Y3yKJIH JIaHTap MOuiad 4uKau, Oy 3JEKTp TeHepaTtop BazudacuHu OakapuIIM MYyMKHH,
VHUHT HIIM MEXaHUK DHEPTHsHH JJIEKTp 3Heprusara anmantupub Oepamu. 1881 iunnma
Arryct [le MepurteHc spuMaiiuran KyMUp 3JIEKTpOJ OWIIaH 3IEKTpENIHN MaiiBaH/jalil
ycynunan uxtupo kwian. H.H. benapnoc €inu naiiBaniam TeXHOJOTUSICHHU Ba MAWBaH/I
OupukManap TypJapyuHU UXTUPO KWIIH (yUMa-yd, ycTMa-ycT Ba 0.), Oyiap XO3Upru KyHa
XaM HIUIATWIMOKJA; KaJUH MeETajUlapHU MaliBaHJUIaHTaHAa y NaiBaHi OWpPUKMaHU
€¢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 NaiiBaHAJAINa — KBapIUIM KyM, MapMap; MUCHU MaiBaHjuiamaa — 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 KaTOPHUAAH OyJraH.?

O®panny3 onumu Aupu Jlyn Jle [llarense ra3 apanammanapyuHy EHUIIMHA TaAKUKOT
KWINII HAaTWXKacuaa ra3 €paamMuia naiBaHyialiHy uimad yukau. 1895 iunna y ¢paniys
(annap akajeMHsiCUra aleTUIIEH Ba KHCIIOPOJ apajaliMacu EpAaaMuaa IKOPH Xapopatiu
aJlaHra XOCWJI KWJMII Xakujaa xucoOoT Oepau. XX acp Oomnuiapuyaa OMpUHYM MapTa
€¢HyBUM rasjapHd KHUCIIOpOJ apajaliMacujia NaiBaHajgam Y4YyH KYJIJIaHUO KYpUIIIu.
bupuHuM aneTuneH-KucaIopo 1 ropenkac KOHCTPYKIUACUHN DAMOH Dyiie unuiad 4nkim,
yura I'epmanumsima 1903 iumnpa mateHt onmgu. 1904 iunpa @paHnusga KECUIl Y4YyH
alleTUJICH-KUCIIOPO, TOPEJIKACUHU KYJUIallHW cuHa0 Kypumiau. CaHOATHHHI Kaaam
PUBOKJIQHMILIM Ba TEXHUKAaHUMHI XaMMa COXaJapuaard MeTaJUlapHU MadBaHJanjia:
TEPMUT apajialimainap, 3J1eKTpOH Hyp, Ja3ep, IOKOpU XapopaTiu Ijia3Ma, YATPaTOBYII Ba
oomka ssHru 3¢ (HEeKTUB MaBaHAAIl YCYIIapy KYJIIaHWIA IH.

1.2 DpuTn6 naiiBaHJIaAI MOXUSTH

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

ATomapapo Kydjaap TabCUpW OKHOATHIa OMpUKMAanap XOCHJI KWIHII XKapaéHUTa
MaTepuaUIapHu TaWBaHmjam Aedwianad. Mabaym Oynaummya aetan MeTaUTHHUHT
103a7]aTl  aTOMJIapH, SPKUH, TYHWHMAaraH ajoKajdapyd MaBxKyl, Oymap aroMmiapapo Kyd
Tascupu Macodacuaa OyiraH xap XWJ aToOM Ba MOJIKYJAJTapHU ¥3 W4UTa ojaau. 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 sxapa€Hu SHEPTUS XapKUCH3 Ba T€3 Y3 UXTUEPHIL
aMaJIMil OHUM KedaIu.

AlipuM MeTaysiap XOHa Xapopatuaa HadakaT OAAUN TyTAlIMIIAa, OANKd Ky4IH
KUcHIIa XaM Oupukmaiinu. Kartuk metammapHu OMPUKHUINUTA YHUHT KaTTHKIUTH
XaJIaKuT Oepajau, TyTallMIl KUCMUIa KaHYalUMK WOUIOB Oepuica Xam  yJapHU

TYTAIITHPHIIA Ky KOMIapy TyTammaiinm.

A
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r
i
1
'
i
1
|
|
i
1

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

OKCHJUIap, EFNIK TUIEHKAJIap Ba OOIIKajgap, XxaMJa ra3 MOJICKYyJaJapuHUHT ajicopOamirad
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 KaTiaamiapu 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 KaTjiaMu; 6 — E€FJin MoJIeKyJajap KaTJlaMH; 7 — WOHJIAIUraH YaHr
3appayiapu.

[MaiiBananamaarn KURMHIUIUKIApHUA OapTapad STHII yuyyH OOCHM Ba KU3IUPHUII
KYJUTAaHUJIAIU.

XapopaTHu omupud OopuIl OWIaH KU3AWPHILIA METaI MaluH Oyna Oonuiaiam.
Metannau siHaza KU3gupuil OWjlaH YHU CYIOKJIAHTHPUII MYMKHH; Oy XOJaTja CYROK
MeTaJll Xa)kKMU YMyMUI NTaBaH J1alll BAHHA XOCUJI KUJIA/IH.

[TafiBanaiam gaBpuja CyrOK METal XaBOHUHI a30T Ba KUCJIOPOJ TapKuOM OusaH
¢daon Tabcupiamagy, Oy 3ca YOK MyCTaXKaMJIMTUHHU NacaThpaau Ba HYKCOHJIAp Maino
Oynmumura onu6d kenanu. [laliBaH[uiamn 30HaCMHM XaBO MYXMTHUJAH XUMOS KWJIUII YYYH,
XamJa 4OK CHU(aTHHM OIIMPHUII YYyH, KEpakiau OyiraH sJeMEHTJIapHU KYIIWII YYYH,
METaJul Y3aKHUHI }03a KATJIAaMHTa MaxCyC MOJJAJAPHU KoIulamaau €KW KyKyHCHMMOH
XOJIATH/Ia KAaBaK y3aK Wuura mnpeccinaHanu. [laliBanimam 30HACMHM XaBO MYXUTHIAH
XUMOSI KWIMII Yy4yH, HMHEPT Ba (aosl rasnap Ba YJapHUHI apajaliMajapd KeHT
kymutanwiagu. [y mMakcanna snexkTpo]l arpodura 3ud KarjiaM OuiIaH JOHAJ0p MaTepual
sbHU (iroc Korutanaau. [laliBaniam xapaéHuaa spuérran Quiroc €Kku Maxcyc Mojaanap,
[UIaK KATJIAMUHUA XOCHII KWIaau, Oy KaTjaaM SpUrad METaJUTHU XaBO MyXUTHIAH HILIOHYIN
XUMOST KUIA/IH.

1.3 DpuTn6 naiiBanaIam 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 #unpa IlBen myxanaucu KenOepr siekTpojiap ydyH KoIjlamara IMaTeHT
OJAN®.

Eitmn  gacraxiu naviBaHiamaa, € EHuIM, MalBaHIjall JaBpUAa 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. [laiiBananam unuiapu 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 KoIu1aMacH, / — aCOCHUM METaJlI, 8§ — malBaH/ YOK.

dnroc octuna €M madBaHmam — Oy Einm 3puTHO maiBaHmmamaup, OyHma €i
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
y3artunagu. Bit dumroc KaTnamMu OunaH KomnmanraH. IlaiiBangmam cumu (8if Guman Oupra)
Maxcyc MexaHu3M €pAamuaa (aBTOMATHK MaiBaHajIaml) €KA Kynna (IpuM aBTOMAaTHUK
naBaHjIaIl) MaBaH 1Al HYyHAIUIINUTAa Kapad CHUIDKUTUIIAIH. Eit mccukamru TabCUPUIA
acocuit MeTasul Ba (piroc apuidiu. Dpurad cumiap, (GJroc Ba aCOCH MeTaJll malBaH 11l
BaHHAHU XOCWJ Kuiaaud. Onroc CyroK mapaa KYpUHUIIUAA NaiBaHJIall 30HAHU XaBOJAH
xumosutaiinu. Eit épaaMua HpUTraH MNalBaHIJIAll CHUMHUHT METAJUIA MNaWBaHJIaIl
BaHHACHTA TOMYHMIA0 YTajam, y epAa dpHraH acocHii MeTai OWNaH apanamangu. BiHu
Y30KJIAIITUPTraH capy TalBaH/JIalll BaHHAHWHI METAUTM COBYIIHHU OOIUIAMIHM, YyHKHU
MCCUKJIMK MyKana OomuIaiid, CYyHr KOTUO YOK XOCUJT KWiIaau. Jpuran Quiroc (I1ak), 40K
103acHjia NUIAKIM KaTjiaM XOCHJI KWJIMO KOTagu. DpuMaraH OpTUKYa (uIroc KUCMU
COBYTHJIMO KaiTa MIIIATUIIAIN

droc ocTUAA XMMOSJIAHTaH TalBaH] YOK FOKOPH TUIACTHKIIMKKA, Tajgad ATHITaH
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

22



dJr0c OCTUAA NalBaHIJIAIl YN3MACH:

1 — maitBanmyanaérran getan, 2 — (GaOC KaTiaamu; 3 — MadBaHmjgam 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 METalI, alpuM XoJulap/ia COBYETTaH 4YOK, MalBaH Iall 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 satau. XX acp 20 - nmapuga AKllIna myxanauc Anekcanap Ba pusuk
JlearMiop ra3 apanammanapuaa Y3akiad d3JeKTpoj] OWiIaH TaiBaHJJIAIlHU aMajra
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 uiuiad unkau. XX acp 40-
nmutapuaa Asuanus Texnukacu WMnmuit Tagkukor MHCTUTYTHMIA WHEPT Ta3 MyXUTHIA
BoJb(PpaMm dJekTpoj OwinaH mnaiBanmjam wnuiad yukwian. 1949 imnga  snekTp
naBaHIalll UHCTUTYTUIAa KYMHUP 3JIEKTPOAM OusiaH KapOOHAT aHTHUIPHU ra3 MyXUTH]IA
MadBaH 1Al UILIa0 YHKUIIIH.

XuMOsSl Tasllap MYXUTHJA SpUMaiAuraH »JIeKTpoj OwinaH maiBaHiam — Oy
*)apa€HJa HCCUKIMK MaHOau cudartuaa Einu paspsa KyulaHuiaaay, Eimm pas3psa OyroM Ba
3JICKTPOJIJIAp Opacuia Ky3FaTuiaaad. XUMOs Tazjiap MyXUTHIA TalBaH 1Al S3PUKAINTaH Ba
SpUMaliMraH SJIEKTPo yIap OUIaH amaira ommpea oymamms,

¢ 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 DPUHIUTaH JJICKTPOa OwilaH MadBaHijam — Oy &lnu
naiBaHJIaIIa SPUIANTaH AMEKTPO KyIIMMYa METaJlI cudaTuaa Xu3maT KUJIaau.

XuUMOSI Ta3 MyXUTHJA SPUNUJIUTAH DJICKTPOJ OWIaH MalBaHjIamiga EUam paspsii,
SpUETTaH CHUM yuyuja Ba Oyromaa xocud Oynagu. CuMm naiBaHIJIall MYyXHTHUTa MaxcCyc
MEeXaHU3M €pAamMujia YHUHT 3pUIL TE3TUTH OapaBapuaa y3atuiaau; Oy Ounan € y3yHIurua
OpaJIuFu Y3JIUKCU3 OYynanu. ODpuraH »dJEKTpOJ CHUMHHUHT METAJUIM MaiBaHjIall
BaHHACHIa yTaJay Ba 1y OMJIaH YOK XOCHJI OYJIMIIUIA UIITUPOK ATAIH.

DJIeKTp-ILIaK maiiBanmiam — Oy spuTHO madBaHmiam ycynu Oynub, OyHaa
YOKHU KU3JUPHUII YUYH, UICCUKJIMK, 3pUTaH NUIAK OPKaJu YTaéTraH 3JeKTp TOK €pAaamuaa
KU3IUpJIaJIu.

DnexTp-NuUIak maiBaHIJAIIIa JICKTP TOKH NIJIAKIW BaHHaAaH yTaéTuO acocwii Ba
KYIIMMYa METAJUTHU 3PUTAAN Ba 3PUTMAHHU IOKOPHU XapopaTUHU ymuiad Typaau. DJeKTp-
[JIaK KapaéH, MUJIaKIM BaHHAHUHT 35-60 MM 4yKypJuruaa TypFUHIUp, Oy YUyH 3cCa YOK
V3arMHUHT SKOMJAIIMIIM BEPTUKAN XojaTaa Oynuiim kepak. Yok r03acMHM MaxxOypuid
COBUTHUIII YYyH MHUCIU CYB KypwiMma &EpaaMujiaH (QoWgamuHuiagd.  DJEKTP-IIUIaK
nmaBaHUIalllla 3JIEKTP KYBBAaTHUHI XaMMacd UUIAK BaHHAcCWra YyTaaud YyHIAH 3ca
AJIEKTpOATa Ba MaiiBaHjlaHa€TraH Kuppayapra yraau. TypryH >kapaéH Qakar muiak

9 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 569
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BaHHacuaa goumuii xapopar 1900-2000 °C 6ymumm kepak. [TaliBanuianaéTran MeTamiap
KanuHiIuK auarna3zonu 20 — 3000 mwm.

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 xapakaTIaHUIIN.

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. TayHcrapHUHT HIIapU acocujia ONTUK KBAHT TeHepaTopiap EKu
nazepiap wunuiad 4YuKwiad.  bupuHum OYynmMO MeTaimapHHM Jia3epiid TTadBaHIJIaII
MabiaymoTiaapu 1962 wwmnra terunum. 1964-1966 iunnapaa pyOMHIM KaTTUK KUCMIIH
nasepiap Muutad YMKUWITaHaH CYHT, Ja3ep KypuiMalapy UIIa0 YuKUIIH.

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 MCCUKIMK 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 Y3aK IMaKiIuIard pyOouH
KpPUCTAJUT, SUITUPATHO KyMYIUJIAHTaH O3aJlapd ONTHUK Hyp Kalltapruuinap OYynub
XUCOONaHAM. Y3aKHUHT YMKUG TYpPYBUM KUCMH SPYFIMK HypIapd YUyH KUcMaH modod.
[Mymu panrmu pyoun Al,Oz, XpoM aToMIIapu TAalIKWI 3Tajd, YIAPHUHT Xap Oupu ydra
AHEPTeTUK Japakacu MaBxyJll. HypianyBuu TpyOKaHUHT KCEHOH JlaMIla YaKHAIIKIa XPOM
aTomyiapu €HHO IOKOpM SHEPreTUK Japakacu OwiaH TtaBcudiaHaau. TaxmuHan 0,05
MUKpPO JaKMKaJaH KEeWHH KU3WI PaHTIM (DOTOHJIApHU TapTHOCH3 HYpJaTHO YHFOHTaH
aTOMJIADHUHT OMp KUCMHU aBBAJITU DHEPreTHK XoJjatura Kaitamu. 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 0yinad ommbd 6opaiu.
VYnap HaBOaTMa HaBOaT muMIIanyd €H TOMOHJIAP Yerapacuaa akc dTaiu, TOKH YJapHUHT
TE3NMUTH KPUCTAJUTHUHT sipuM Inmadgod €H TEKUCIUTH dYerapacujgaH YTHO Talrkapura
YUKWIITa eTapiau Oynmaranda. HaTwkama KpUCTAJUTHMHT YUKHUII TOMOHHIAH KOTEPEHT
MOHOXPOMATHK HYPJIaHUTI KYPUHHAIIHIA 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
KA3HUIIUHN CUKWITaH €W TapMuUHIagu. [lmasManyu mafiBaHulamiga WCCHUKIMK MaHOau
cudaTuaa d7eKTp € KYJUIaHWJIAAW, YHUHT YCTYHH 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 €WIM ropenkara IaTeHT OJIM. Eitu ropeyika KHMEBUM
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 omumuau. IaiiBananam TeXHUKACH/A MIa3MaTPOHJIAPHU
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 — MyJDKajUlaHTaH
MJIa3MaTPOHIIap/ia COIUIOAAH OKAaETraH Iuia3Malii mapa € ycTyHu OusiaH €HMa-EH OKaJiu,
TassHY HyKTa OYIMO (MKKMHYM 3JIEKTPOJ) MIUIaHAETraH MeTayl xucoOmananu. lynnmaii
KWIMO TIUa3Many TaWBaHIJaIia, MNaBaHUIaHAETTaH MeETalira HCCUKIMK YTKa3WII
XKapa€Hu IJIa3Mald IIAPAHUHT KU3UIIM HATWXKACHUIAa, XaMJa TasHY HYKTaJaH MCCUKINK
QXPpATUIIN XUCOOUTa UCCUKIIMK YTKa3uiIaau, OyHUHT HaTWKacuaa yuily >kapaéHIapHUHT
AHEPreTUK (Goiany Uil KodPUIIMEHTH IOKOPH OYIIUIINTa IIaApOUT SPaTHIIA N,

DJIEKTPOH-HYPJIN NaiBaHmIam — Oy >puTHO maiBaHaiam ycyiu O0ynub, OyHma
METAJIJT KU3UILN JIEKTP MalJIOH TabCUPUIA TE3 XapaKaTIaHyBUYM AJIEKTPOH HypJiap OKUMU
HaTWXKacuaa KU3UWIH. OnexTponyiap OylOM 03acura Teru0 Y3WHUHT KHUHETUK
SHEPrUSACUHYU 0epu0 MCCHKJIMK SHEpruscura ainananu Ba metammau 5000-6000 °C raua
Ku3aupaaud. Ym0y »kapa€H ojJaria repMeTHK €nuK Kamepaaa Oaxapwiaan (BakyyM
VIUIAaHUO TYpWIMIIM Kepak). ODJNEKTPOH Hyp €pAamMuaa MNaBaHAjalga TaHOBapiap
kanuuaiury 0,01 gan 100 mm Ba OyHAaH XaM KaTUHPOK OYJIMIIN MYMKHH.

DNeKTpOH-HYpJIM NMalBaHAJAII KyHHIaru MOXUSTIIapra:

- DJJIEKTP DHEPrUsSHU HYpPJIA DHEpPrusira yTHUIIA XUCOOWra >Kapa€HHUHI FOKOPH
s dexTuBIUTH,

- OUp IOpHUILJIa SPUTUII UYKYPIIUTH KaTTa,

- ICCUKJIUKHU KUPUTWINIIH IOKOPU KOHIIEHTpaTJ/IalllraH;

- TEPMHUK TabCUP XYJYAN KHUUHUK;

- BaKyyMJId XUMOS TalBaHJUIAIHUHT CU(ATUHH FOKOPH Japaxkaaa TabMUHIIA0
oepamut?

1879 iinnna Kpyke katonnu Hypaap €paaMujia MIaTUHAHU KU3IUPUILIHA KYpPCaT/Iu.
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
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3apsAAMHU  aHMKJIaad Ba HMCOOTIagu.  DJEKTPOH — Hyp MalBaHUIalll TEXHHMKa 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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gig i \\_/
i o W ool

Acceleration e
Anode 7 ¥

Voltage
\/ \+
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Magnetic
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Magnetic
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DIEeKTPOH-HYpIIM NaiiBaHyIam yn3zmacu’
HA3OPAT CABOJUIAPH:

1. TMaitBangnami xapaéHura MabIyMOT OCpUHT

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

28



3. J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002

29



2-Mabpy3a. EiiiM gacTakam Ba ra3 6m1an naiiBaHAJAII TEXHOJIOTHSICH Ba
KUXO03J1apU

Pexa:

2.1. I'a3 Omtad maBaHUIAIl MOXUATH

2.2. I'a3 anaHracu Ba EHHIIN KapaéHU

2.3. I'a3 Ounan nalBaH 1Al YIyH )KUX03J1ap

2.4. Eiinu mactaky maiiBaHUTAI MOXHSITH

2.5. Yuma-y4, Oypyak, BepTHKaJ, TOPU30HTAJ Ba IIUI YOKJIAPHU MaiiBaH Iall

2.6. Typnu y3yHIUKIArd YOKJIApHU Ba KAJIMH METaJIapHU MaiBaHJIall yCyJuIapu

Tassau mOopasap: naiiBapmiam, €WIM JAacTakiW MalBaHAJIALI, JIEKTp €M, ras
OwaH malBaH/JIalll, TalBaHJIalll TOPEIKACH

2.1.T'a3 OWj1aH maBaHIJIAII MOXUATH
[TaitBaHIAITHUHT Oy TYpU aCOCHM MaTaJUTHUHT OMPUKTUPUIIAIUTAaH KUppaJapyuHU
naBaHjIalll TOPEJIKACH ajaHracu OwWIaH Ku3aupuijgaHn ubdopataup. Yok MeTauimHU

XOCWJI KWJIMIIO YYYH HaﬁBaHZ[HaHI BaHHacura BPI/ITI/I6 KS”IHI/IJ'IaI[I/IFaH YUBUK 4 HuHT OKI/I6
14

SPUTWITAH METAJIIN KYIIWIaIN.

I'a3 OmitaH gacTaku mavBaHIIALI

Nccukmmk ManOau TapuKacuaa aneTHJICHHUHT KHUCJIOPOJ OWjaH apayialiMacuHU
€kkanga xocun Oymaauran Ba xapopatu 3000-3150° C ra OGopamuran mnaiiBaHjyIanl
aJlaHracy WIUIATWIAA. YHYA KajduH OYyIMaraH myjaTiiapHU, OCOH 3pyBYaH METaJUIapHU
Ba KOTUIIMAJIAPHY NaWBaH]JIAII YYyH, XaMJa KaBllIapJiall Ba KECUIIAAH OJAUH KU3IAPHUILI
yayH OOIIKa aneTuiaH YpHUAA WIUTATHIAUTaH ra3iap: MpomnaH, Tabuuii, Het, mupoaus
raszjapu, BOJOPOJ, KEPOCHH, KOKC ra3d Ba OOIIKajgap HWIUIATWIAAU. YOy Trasjiap
kuciopoana €uranga amanra xapopatu 2000-2450°C raua xyrtapunaau. a3 Ounan
naBaHjyIall HUCOATaH OAAuN ycyl OyiauO, Mypakkad, KUMMAaT >KHUXO3JIapHU Xam/ia
AJIEKTp SHeprus MaHOavHM Tanad KwiMmaiau. ['a3 OwiaH nmadBaHTAIIHUHT KaMYMWJIUTH
WIYHIAKW, MeTayl €W €paaMuia IMaWBaHUIAIIArMra KaparaHjia CEKWH KU3IUPUIAIH,
MeTaJlira TabCUP KUJIYBYM HMCCHUKJIMK 30HAcCH KaTTa Oynanu. ['a3 OuiaH malBaHiyiaiiia
HWCCUKJUMK OWp epra kKam TYyIUlaHaAW, NaWBaHIJIaHQJAWTaH JeTajlyiap 3ca KYNpokK ToO
TalllIauIu.

“Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 142
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Ananra OWIaH METaJUTHA HUCOATaH CEKWH KU3IUPWIUIIN Ba UCCUKIIUKHU OUp epra
TYIJIaHMacIuru cababiv maBaHAIaHAAUTaH METAJUTHUHT KAJIWHJIUTYA OPTHUIIM CalllH ra3
OusaH maiBaH]JIall UII YHYMHU XaM Kamas Oopaau. XKymnaaaH, nyJaTHUHT KaauHIATH |
MM OyiraHuja Ta3 ajaHracu €paaMuaa MalBaHmIam Te3nurn Kapiud 10 m/coatr HH,
Kanuurd 10 mm 6ynranuia sca aturd 2 m/coaT HM Tamkuwi 3Taad. yHuHT yayyH Xam
KUTAHIUTH 6 MM JJaH OPTHUK ITyJIaTHU Ta3 OWiiaH maiBaHjam €l épaaMuaa maiBaHamra
Kaparaija KaM YHyMJIU OYnaiu.

AueruneH OWsaH KHUCIIOPOJ DJIEKTp DHEprusicura HUCOATaH KUMMATPOK Typaju.
[IynuHr yuyyH xaM Tra3 OujlaH mnaiBaHIam dJekTp &H épaamMuaa mnadBaHJIalra
KaparaHja Kummarra tymaad. Kammmit kapObumm, €HyBUM rasjiap Ba CYIOKJIUKIAp,
KHUCIIOPOJ], CUKWJITaH rasjap OajuloHJapu XamJla aleTUJIeH reHepaTopJapUHH HIIaTHII
TapTUO KOoMAallapura puos KWIMHMAaraHja rnopriaiiy Ba €HFUH YUKUIIK XaBpu Oopiuru
XaMm ra3 OuiaH naiiBaHaja KaMUMIMKIapUra KUpau.

Kylingaru uimap rasz Ousas naiiBana0d oaxapuiaiau:

- KAIMHJIMTH 1-3 MM nynaTt OyromiiapHU Talépiiail Ba TabMUpJIall;

- XXMM KHYKMHA WJWIUIAp Ba pe3epByapliapHM NaWBaHAJall, Jap3 KeTraH
XKOMTapuHU alBaH/JIalll, IMOK COJIMII Ba OOlIKaiap;

- yysiH, OpOH3a, CHUIyMUH/IaH Tail€piiaHraH KyiiMa OyroMIJIapHU TabMUpJIALL;

- KWYMK Ba ypTaya AUAMETPIIU KyBYpJIApHU MOHTaX KUJIMILL

- aJIOMUHUN Ba YHMHI KOTHIIMaJaph, MHUC, JIATyH Ba KYpFOIIMHAAH Oyromiap
sCalll,

- FOIIKa JI€BOPJIM KyBYpJIapAaH KOHCTPYKLHS y3€JUIAPUHH SICALLL;

- IIYJ1aT Ba 4ysH AeTajyiapra JaTyHHH SpUTUO EMUILITUPHIL;

- OoJsFajlaHTaH Ba HUXOATIA MYCTaxKaM UYYsSHHU 3pUTUO KYIIWIAIUTraH JaTyH Ba
OpOH3a YUBUKJIAp UIIUIATUO OMPUKTUPHIIL;

- YySTHHM T1aCT Xapopar/aa MaiBaHJIalll.

TexHukaga WNUIATAIAAUTAH METAUIAPHUHT JIeApiAd XaMMacuHU ra3 OwiiaH
navBaH[iall MyMKHH. YysH, MUC, JNaTyH, KyproluuH €W €épaaMuja IaiBaHJIAIra
Kaparasza ra3 aJlaHrac €pJaMmuia OCOHPOK IMaiBaHIaHAIH.

2.2.T'a3 amanracu Ba €HUI KAPaEHU

a3 énumm — Oy a’poaMHaMUK, KUMEBUH Ba HCCHUKJIWK JKapaéHJIapUHUHT
WuFMHIAICHAND. EHWII peaknuscH ofaTaa KATTHK, CYIOK SKH Ta3CHMOH MOJUIATapHUHT
KUCJIOPO OWJIaH OUPMKHMILIY HATHKACUIA Kedaau,

a3 apanamMacUHMHT €HUINM aHUK OWp Xapoparaa aJlaHTajlaHUIId —OuJiaH
OolLIaHa M, OyHH aJaHradaHuII XapopaTu Aeiunany. EHum GomnaHuiny OunaH, TasHU
TaIllKU UCCUKJIMK MaHOau OWJIaH KU3AUPHUII Keparu OVIManu.

l'a3Hu kucnopon €xkv XxaBojaa EHUIIMHUHT IIAPTU — apajammaza €HyBUYM Ta3HUHT
MUKIOPU aHUK yerapayiapja OyiIuiiu Kepak, OyHU ajaHTaJIaHUII yerapacy JeHusiaiu.

Tapkubuna yrieBoaopoiap OViaraH xamMmma €HyBUM raszjiap ajlaHra XOCWJ KWJIaJu,
Oy amaHrajga yuyrta 30Ha SIKKOJ (dapK KWIMHATU: sapo (¥3ak), ypTa-KauTapuin (THKIIAI)
30HACH Ba Malrbaja. EHyBuM ras TapkuOua yriaepoj KaHda Kym Oyica, aTaHraHHHT Hyp
COUYBYH SAPOCH IITyHYA SKKOJI IIaKyIa OYyiaau.

s Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 145
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AUETHNeH-KUCTIOPO ], TMaiBaHAJAIl AJTaHTACUHUHT TY3WJIUIIA Ba XapOpaTHUHT
aJlaHra y3yHJIMru 0yinda TaKCUMIIAHUILIN:
A — amanra sgapocu; B — ypra (kaditapum) 3omacu; C — mampana;, D —
naiiBaHTaHAWTaH JICTATHUHT aJlaHTaard Ba3usaTH; | — sqpoHUHT y3yHIUTH

ALICTUJICH-KUACIOPOJT aJlaHTac Mwucojuaa Oy 30Hanmapaa coaup OyinaauraH
*Kapa€HaapHu KypuO uyukaMu3. ALIETHICH TOpejKa COIUIOCHUIaH YhKa TYpuO KU3MUIM Ba
KHCMaH MapyaiaHau:

CH,=2C +H,

ByHaa yrnepoHUHT KaTTHK 3appajiapy Xocull Oynanu, ynap uyl lnaHu0, EpKUH HYp
couanu. lllyHuHr y4yH, sapoHUHT KOOM| /M — Xapopatu HUcOaTaH IOKOpU OcenMaca Xam
(1500°C ra sikuH), aJaHTaHUHT SHT EPKUH 30HACHAMP. DHT FOKOPU XapopaT aJlaHTaHUHT
WKKWHYM, YpTa 30HacHaa Xocwn Ocenaau. by epma OauloHIaH KelaauraH OwpiiaMuu
KHCJIOPOJ XUCOOUTa alleTUJICHHUHT OUPHUHYN EHUII OOCKWYH YTaIu:

2C+H, +0,=2CO + H,

by peakums HaTtwkacuja yyaaH Oup HC rasujaH Ba yyjaH OWpu BOJOPOJIaH
nbopar Ocenrad apanamma onuHaau. by kucinopoara Hucbatan (aos OynaraH, METaJTHU
OoKcHUJJIapAa KalTapa ojaguraH KOMIOHEHTJIapHUHT apanammacuaup. LyHuHr ydyn
WKKUHYY 30HA KalTapuill 30HacH J1e0 aTtayiajiu.

VYyuHuu 30HaAa, ajaHra Malrbajacujia, XaBo KHUCIOPOAM XUCOOWUTra areTUICHHUHT
UKKAHYU EHUIT OOCKUYHN eTalIu:

2CO +H,+1,50,=2CO + H,O

VYraepon oxcuau (Mc rasu) Ba CcyB Oyllmapu rOKOpuW Xapoparia KHCMaH
aucconyanusiaHaay (mapuananany). byHaa axpanu0 uMkaauran KUCIOpoHd, ITYHUHTACK,
o6esocuta CO Ba cyB Oyl lmapu maiiBaH/TaHAIWTaH METAJUTHU OKCHJJIANINA MYMKHH.
[IyHUHT y4yH ajJaHTa Manrbajiacu — OKCHUJIJIAaHYBYH 30HACHIUD.

bup xaxxm areTwieH Tyna EHUIM yU9yH UKKU SPUM XaXKM KUCJIOPOJ Kepak Oyaau:
VHUHT OMp XaKMH ajlaHrara KHUCJIOpOJ OalJIoOHWJIaH Ba Oup SpUM XaKMU XaBOJaH
Kupaau. ATETWICH Ba Kucjopon ropenkara 1:1 wucOGatma Oepwiranuga yJIapHHHT
EHUIIMAAH XOCWJ OYJIraH ajgaHra Hopman anadra ae0 aranaau. bupok amanna Hopmal
anmanra xocwa Kwmmm yuyH 1,05:1,2 Oynumm kepak, 4YyHKH ropeskara OepuiiaguraH
KUCIIOPOJ, XHUCOOWTa BOJOPOAHUHI OUp KUCMU €EHUO KeTagu Ba OyHIaH TalIKapw,
KHUCIIOPO1a apanammManap Ocenaiu.
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Brilliant White Blue Outer
Pointed Inner Cone Envelope

Strongly Reducing Flame
(Excess of Acetylene)

— l+ See Note A

s e ;l > ‘

Medium Length Light-Blue
White Inner Cone Outer Envelope

Slightly Reducing Flame
(Slight Excess of Acetylene)

E‘ \’-/7” '
Rounded Tip Light-Blue
Blue Inner Cone Outer Envelope

Neutral Flame

HaﬁBaHI[JIaHI AJIAHT'ACHMHUHI' CXCMaAJIapHU

Hopman anaHraHuHr SApOCHM UMIWHAP IIAKJIWra SKUH OYiraH SKKOJ IIaKIijaa
Oynaau, oXMpuaa paBOH IOMAJIOKJIaHAIU, KOOu[u €pkuH Hyp counOd Typaau. SIpOHHHT
Vnuamiapu EHWIL M apalalliMacHHUHT capura Ba YHUHT OKHO YMKHUII TE3JIMIUra
00l |MUK, SIAPOHMHT Y3YHJIUTHM aHa IoyHra Ool[/nuK. YHUHT JAuaMeTpu MYHIIITYK
KaHAJIMHUHT JAUaMeTpu Owiad OenruiaHaay, KaHATHUHT JHUAMETpH MailBaHJlaHaIUTaH
MAaTepUATHUHT KaJIMHJIUTUra mMyTtaHocuO. KuciaopogHunHr Oocumu opTranuaa EHuil u
apajalliIMaCUHUHT OKUO YMKWII TE3JIMTU OPTAaAM, MalBaHJJIAIl aJaHTAaCUHUHT SIPOCH
y3yHJIAIa 1, OKUO YUKUII TE3JIUTH KaMalTraHuaa — siipo KUCKapau.

Hopwmai anaHranuHr ypra — KalTapuil — 30HACU (MII 30HACH) SIAPOHUHT paHIUra
KaparaHja KOpaMTUPOK OVianu. YHUHT Y3YHJIUTH MYHIIITYKHUHT pakamura (EHuil u
apajialiMacuHUHT capgura) 6ollnuk Ba 20 MM ra eragu. SApOHUHT OXUpHra SApO
Y3YHJIUTMHUAHT 1,5..2 KHCMM Kamap €TMail TypraH HYKTaJa ajlaHTaHWHT SHT HOKOPH
xapopatura >puimnann — 3150°C raua.

AULETUJIEHHUHT KHUCJIOpOJJa EHMILIMHUHT IOKOpUAA KYpuO YTWITaH peakuusicu
HOpMall anaHranga 103 Oepamgu. Arap O»/C;H; mucbar ommpuica, macanan, 1,5 mapta
omupuica (apanammaja KHUCIOPOJ OpTHKYA KYT OYnaaun), y Xojaa ajJjaHTaHUHT YpTacuaa
YTaauran OupuHYM EHUIT OOCKUYH KyWHIaru peakius Omiad udoaamaHuim MyMKIH:

CoHy+1,50,=2CO + Hy+ 0,50,

by xonpma amaHraHuHr ypra (Win) 30HACH KaWTapuIll XOCCACMHU WYKOTaau Ba
OKCHTOBUM OynuO Kojaau. by ananra okcumaioBun ananra ne6 HomiaaHaau. OKCHUIOBUA
aJIaHTaHUHT SIIPOCU KOHYCCHUMOH IIIAKJIHU OJIaJld Ba PaHrd OK OYJaju, YHUHT Y3YHJIUTH
KUCKApaJu, KEPUHUII SIKKOJUIUTH KaMpoK OYIuO Kojaau. AJIaHTaHUHT XaMMacu KVK-
Oounadma OYyImd Kosaau, MOBKUH YUKApuO EHaIHU. ?pTa 30HAHUHI Ba MalllbaJaHUHT
Y3YHJIUTH KucKapaau. OKCUIJIOBYM aJaHTaHUHT Xapopard, ojaTdaa, MebEpuaaru
ajaHTaJaH IOKopuU OYynaau, OUPOK KHUCIOPOJHMHI OPTUKYAJIWTH MaWBaHJIaIIa
METaJUTHUHT OKCHUJIJIAaHUIIHNIa Onu0 Kenaau, 4OoK [JoBakiuM Ba MYpPT OYIuMO dYHKaIw.
OKcHUIJIOBYH aTaHTaJIaH UCCUKIINK YTKa3yBYAHJIMTH KaTTa OYJIraH paHTJId METaJUIapHU Ba
yJAapHUHT KOTUIIMAJIApUHU MailBaHIJalIa, IIYHUHTIEK, KUUWH 3pUNAIMTraH KaBlapiap
OwiaH KaBiiapiamnaa GponganaHuI MyMKHH.
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Kucnopon Ba aunerumneHHuHr xaxkmiapu HucOatu 0,95 Ba yHman xam Oynranuaa
aJaHra sApOCHIA 3PKUH YIVIEpOJ MHUKAOPU Kymnasau. byHmaill amaHra siApocu SIKKOJI
KYPUHNIIMHE HYKOTaAW, YHHHI y4uJa SIIMIPOK dambapakda XOCHN 6ymaam. Ypra
(kaiiTapuin WIr) 30HacH EPKUHPOK OYIMO KoJjaaW Ba JNEApiH SApO OWIaH KYIIMIIAIIH,
Malrbajia 3ca CapuKpOK paHrra Kupaad. byHmail anaHra yriaepoialiTUpyBUH anaHra aeo
aTanaad.. ALETWIEH OpPTHUKYa Kyn OyJaraHujaa yriaepoJIJaliTUPYBUYM ajaHTracH TyTau
Oomutaiiin. AnaHraja MaBxXyJ OYJraH OpTHUKYa YIIEPOJHU IPUraH METaul OCOHTHMHA
I0Tagu Ba 11y cababmu 4ok cudatu EMOHNAmIaAu. YTIEpOUIAllITUPYBUYM alaHTaHUHT
XapopaTh OKCHUJJIOBYM Ba HOPMaJl aJaHTaHUKUAAH KaMpoK. Yriepoara KaMpoK
OOMMUTYBYM allaHTaJlaH 4YySHHU MNailBaHJyIalla Ba KAaTTUK KOTUIIMajap OWIaH 3pUTHO
KOITalga KyJuiam MyMKHUH.

2.3.T'a3 OusiaH maiiBaHIJIaII YYyH KUX03JIap

['openkanap — Oy KypuiMa €HyBUM Ta3HU KUCIOPOJ EKM XaBO OWJIaH apaallTUPHUIIT
yUyH Ba ajaHaraHu Tanal 3TUJITaH UCCUKJINK KyBBaTH, IIAKJI Ba YIYaMJIapUHU OJUII YIyH
XU3MAaT KWJIAJIH.

Enunllu Typu 6¥itnya rascuMoH (alleTHIEH Ba OOIIK.) Ba CYIOK (KEpOCHH, GEH3UH)
¢Hunl lunmap, IIyHUHTIEK, BOJOPOJ YyYyH MOSJDKAJJIAaHTaH TOpelKaiap Ocenau.
Konctpykiusicu Ocefinya TopesikalapHU WHKEKTOPJIM Ba HWHXKEKTOPCU3 TopeliKajiapra
OyuHaH.

[TafiBanamam ropesiKaJlapyuHUHT Maccacd Ba Yyiyamjapu yH4Ya KarTta OYiIMaciiuru
kepak. ['openkama €Hwil /M Ba KHUCIOPOAHUHT Tajiad OSTWJTaH HHUCOATIA apajaliryBu
TabMUHJIAHUIIIM KEpakK, MacallaH, aleTWICH TOpeNIKalapyu Y4yH KHCIOPOJ XaXKMUHUHT
aleTUJIeH Xaxmura Hucbaru apanammana 0,8-1,5 gerapacuaa 6cenumu kepak. by HucOar
ropeika unutad TypraHuja JOMMHM OYIuIIM Ba 3apypar OyiraHujaa mMaiBaHIJIOBYH
TOMOHHMJIAH POCTIa0 Typunumu 3apyp. [openkamap mnaiBaH/IaHaIUTaH JI€TATHUHT
KAJIMHIIUTUTa Kapal, ajlanra KyBBaTHHH Y3rapTUPHINTa UMKOH OepuIlu 3apyp, Oy KyBBaT
n/coar xucobunaru éuunllu capdu OunaH udomanaHaau. EHuI M apanaliMacUHUHT
ropenKajgaH YUSHII TE€3JIMTM YHUHT ajJaHTaJlaHuIl Te3Iurugad optuk Ocenumm Ba 50...170
M/C yerapacujia TabMUHJAHUIIM 3apyp. by ropenka Oup mapomja unuiad TypraHuja
Teckapu 3apOjap XOCWJI OCCTUINM 3XTUMOJIMHHHT OJIIM OJMHAIU. ['openka unuiatuiiga
xaB(cu3 OeNMUIM Kepak. YHUHT XaMMa OMpHUKMaiapu TepMETHK OCeNIHINU, TeCKapu 3ap0
aJlaHTacy dca )XYMpaKHHU OCPKUTHUIIAA CCRHUIIIN 3apyp.
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["a3 OuyaH nalBaHJIANI YUyH KUX0371apo

AueruiieH TeHepaTopu Ae0 Ta3CMMOH aleTHJIeH XOCHJI KWJIUII YYyH KaJlun
KapOuMHYU CyB OWJIaH Mapuajalira MyJbKajUIlaHTaH arnmnapaTra alTuiaaam.

['eneparop xkamuit kapOuauaan ¢doganu doinananum  KodOPUITUESHTUHUHT
IOKOpU OYJIMIIMHU TabMUHNAM 3apyp. Doiinanu doigananum kodhuimeHTu ned
aMalnja KOCUJl KWIMHTAH alleTUIeH KaKMH V, HUHT COJIMHraH Oapya xapOujaaH OJIUII
MYMKHH OYJIraH Xaxxm V, ra HucOaTu alTuiiaau:

3amMoHaBHil reHepaTopsiapHuHr ¢oitganu doiaananum koddduimentu — 0,85 nan
0,98 raua 6ynamu.

Peakiusa 3oHacumarm cyB Ba cyHaupwiral oxak xapoparu 80°C paH, Xocuiu
Oynaguran razauku 3ca 115°C nan ommacauru kepak. TapMoKKa €KUM ropeska IUIaHTUra
KeJlaJurad aleTWICHHUHI KapopaTu aTpodard MyXUTHUKuAaH kynu Ownan 10—15°C
OpTUK OViHIIM MyMKUH. AICTWICH OWjaH TYIFa3uiraH ra3 CHUFUMIIApUAArd OpTUKYA
6ocum 15 xIla man optuk Oynmacnuru no3uMm. Kyuma reHeparopiapaad aTpod-MyXHT
xapopatu -25...+40°C 6eenranga Goiigananui 3apyp.

AlnleTusieH TeHepaTopiapu Kyiuaaru tap3aa KiaccupukaiusiaHaIu;

1) M yaymu Oyiinua: 0,5; 0,75; 1,25; 2,5; 3; 5; 10; 20; 40; 80; 160 Ba 320 m%/coar
ALETUJICH;

2) Ty3unuiu Oyitnya: kyuma Ba cranuoHap reHepatopiap. Kyuma reneparopniap
WII YHYMH 3 M°/COaT rada TaiépruaHany;

3) Nmnab yukuiaaurad aneTUIeHHUHT 0ocuMura Oyiunya:

- mact 6ocuman — 10 xIla raua,

- ¥praua 6ocumuin — 10 nan 70 klla raua kamna 70 — 150 kIla rauqa.

4) Kanuuii kKapOUAMHUHT CYB OMJIaH TabCUPJIAILIUII yCyJura oyinya:

- "kap6up cysra" (KB);

- "cyB kapouara" (BK);

- "cyBHu cusub ynSapum" (BB);

e Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 154
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- KOMOMHausIaHrad - ""'cyB kapouara" Ba "cyBuu cuku6 yukapuin” (BK Ba BB)

2.4. Eiian nacTak/M naiBaHIIam MOXUATH
E¥inm nmacraknm maiiBaHpiama ¢HHU EHIUPUIN YIyH SJICKTPOIHU HITapHIaHMa
KaliTMa XapakaT OWJIaH €KM MINKaJIall OMJIaH EHIUPHIIAIN. DHT KyJIaidl yCYJIHUA TaHJIaHT.

Electrode o Electrode )
Start of \\ Startof
End of ! Stroke Endof \ Stroke
Stroke l L/ Stroke \ \ "4
U \}
I _ Contact Y _ Contact
/ b /
Work —{__ J Work — 1
Striking the arc with a Striking the arc with
vertical down and up stroke. a scratching motion.
A : B

Eitnu énupuin yeymnapu:
A — wnrapunanma xakitma;, B — nmkana6t’

Eit MYMKHH Kajap Kajira OYJIWIIN Kepak. Eit xanra Oyica, 4OK sSIKMHHIA Maija
MeTaJul TOMUYMJIApH KaM XOCUJl 0YIIn0, 3MeKTpo OUup TEKHCcIa YUYKYH cauypaTHO ocouuiTa
SpUNIN, NalBaHJIaHAIUTaH METAILT SHAAA YyKYPPOK SPUTHIAIN.

VY3yH €l acocHii METAJUTHHUHT 3apyp Japakajla 4yKyp SPUILIMHHA TabMHWHJIAMANIU.
DIIEKTPOJ METAUIM 3Ca 3pUIIMAA KyJda Kyl cadpaiau. HaTmxkama HOTEKMC YOK XOCHIT
O0ynu0, OKCH/I KYIIMIMaap aH4ya Kyrnasiiy.

EMfHUAT y3yH-KMCKAIWMTH XaKuga YHUHT SHUIINAA YMKAAWTaH TOBYINTa Kapad
MyJ0Xa3a IOpPUTHIN MyMKHH. Eif HopMan y3yHiukaa 6ynranuaa 6up Tekucaa Ba OUp Xum
TOBYII SIMMTUNAAU. Eif XannaH Tamkapu y3yH Oyica aHua KeCKMH Ba KATTHK, Te€3-Te3
y3UIu0 MaKWUTAMIUTaH TOBYII AIITUTHIIAIH.

Eit Y3WITaH XOoJulapAa y Y3WJraH XOW SIKHHUJArd IaBaHIJIaHMarad MeTalija
KauTalaH EHUPUIIAJIA, CYHTPA EMHU Y3WJITaH KOMTra KEATUPUIL, €W Y3UIUIIA HATHXKACUIA
XOCWJI OYNTaH KpaTepHW CHUHYMKIA0 MaiBaH/JIall Ba TMaWBaHIJIAIIHA JTABOM ASTTHUPHIII
KEpax.

DJIeKTPOJIHA YOK y3pa TeOpaTMmaciaH TYFpu cypub Oopranaa y spul umra yximarit
WHTUYKA BaJIMK XOCWJI KWJIAIW. DJIEKTPOJA BEPTHUKAN XOJja, €KH OJIIUra Kusjiatuld €xu
opkara KusutaTu0 yiuiaHraH XoJia naiBaH JIaHaIx.

17 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 350

36



o —— |
Start Arc 3%k Inch _3
Abaad of Woid o>

[MaiiBanIaniaa 31eKTPOUIAPHUHT TYpIIH BasusaTiapu. 8

DNeKTpoJ YYHMHH OHPUTTAHAA YHUHI YKU WYHaIuIIMAa CypuiIaJuradH MeTal
TOMYWIAPKM BAaHHAHMHI SPUTWITaH METaUIira TYIIWIIM YYyH BaJlUK ETKU3MILIA
ANIEKTPOJHU BEPTHKANT YM3MKKA HUCOATaH MabiyM Oypyak OCTHIA, KUAJIATUO TYyTHII
Kepak. DJIEKTPOIHU MMaBaHJIall HYHAIUIINIa TECKapU TOMOHIA XaM KHSUIATUII MyMKHH.
Komnaminu 35eKTpoIHUHT BEpTUKAN TEKUCIMKKAa HUCOaTaH Kusutaml Oypuarn & 15—20°
Oymumm kepak. [laliBaHTUM SJEKTPOJHUHT KUSUIMK OypyaruHu y3rapTUpUO METaIHUHT
SPUILI YYKYPJAUTUHU POCTJIAIIM, YOK BAJIWTHMHUHI SXIIW MIAKJIaHUIIWra €paam OepuIln
XaMm/la BaHHAHMHT COBHUII TE3JIMTUIa TabCUpP KWIMIIM MYMKHH. Yok TyOuHH
nalBaH/JIallia, IONKa JUCTIAPHU NaiiBaHAaIa, ITYHHHIIEK KaH4ya KaTjaM OYJIuIIN1aH
KaTbUM Ha3ap, TOPU30HTAJ Ba LIWIl YOKJIAPHU MMalBaH/JIAII1a MHTUYKA BAIMK ETKU3WIAIN.
[laliBaHI4YM ANEKTPOJHU YOK y3pa KaHYAJIMK CEKHMH CcypuO Oopca, BaJuK LIYHYAJIUK KEHT
yukaau. MHruyka, jnekuH OanaHj BaJIMKAA SPUTHITAH METAI XaKMU KUYKHHA OYiajau.
bynpaii Banuk Te3 COBUUAM Ba MeTauiga 3puoO, axpanu® YMKMaraH rasjiap YOKHH
FOBAKJAIITUPUO KyWHUIIM MYMKHUH. IIIyHUHT y4yyH KYNHMHYa KEHTaUTHPWITaH BaJIUKJIap
nnuatTwiaa. byHaai Bavk XOCWJI KWIMIIAA NalBaHIYU DJIEKTPOAHUA YOKKA KYHJIAJIAHT
paBuIIa TeOpaHMa XapakaTJIaHTUPaAW. DJIEKTPOJ Y4YU Y4 XUJ; dJEKTpoJ YKu OVyiiinad
IOKOpHUJIaH TlacTra Kapad mirapuiama XapakaT, YOK YM3uru Oyiinad uirapuiama xapakaT
Ba YOKKAa KyHJAJaHT PaBHILJA, YHUHI YKUra HUCOaTaH THUK TeOpaHMa XapakaT KUJIMILIU
Kepak. DJEeKTpOAHMHI TeOpaHMa Xapakarjapd MeTall YeTJIapUHUHT Ku3umura &Epaam
Oepaau Ba MaiiBaH/Ialll BAHHACUHUHI CEKUHPOK COBUIIIMHU TabMUHJIANIH.

DJIEKTPOJIHU Y4 MyHAIMIIIA CYPULT

8 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 350
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Mertain 3puTO KEeHT BaJMKIap XOCHUJ KWIUIIIA 3ICKTPOA YUMHUHT XapaKaTIaHUII
cXeMajapu pacmaa KypcaTuiras,

z /4 Z

KenraiiTupuiran BaqukJIapHU SpUTHO KOIUIAIIAA AJIEKTPOJ Yuu OujiaH TeOpaHUII
XapakaTJiapu:

| - T¥rpu ymsuxnu, |l - srpu 4u3uKiIM, OYpTUKIUTYA OWUlaH MalBaHAJIAHTaH XYyl
TOMOH, |l - arpu yn3uKIN, OYPTUKIUTH OWIIaH MaiiBaHIJlAHMAaral XyayJl TOMOH.

I, 2 Ba 3 HyKTanapaa 3J€KTPOAHU CYPHII TE3JIUI'M KaMasIH, HAaTHWKaaa MeTajul
YeTJIApH AXITUPOK KU3UHIH.

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

10-20°
Electrode

/

ﬁ. Wea.VG S|de Electrode \i\ —l\ Arc mUStbe

| to Side Bead ! kept out of

90° \ ¢ this areato

—L  prevent
Fmv__'l undercut.
\ Work/ TP s st e
Direction of Advance 4" or less
Welding on each weave.
Side View Front View
(Work Angle) (Travel Angle) Weave Motion
A B @

DHiM OyJIraH 4OKJIApHU MaiBaHIAIa SIEKTPOIHMAT XoaaTaapu'®

Banuknap sHU SJeKTpogHUHT 2,5—3 auaMeTpura TEHT Kejica XKyJa cudatiu
yukaau. byHnail xoiiapaa spuran MeTATHUHT Oapua kparepiapu 1, 2, 3 6utra ymymui
BaHHa OYIMO KYIIMIMIIAAW Ba 11y OWJIaH acOCHM Ba 3pUTHO KYIIUJIAQIUTaH METaul SXIIn
pubd OUpUKAIH.

Banuk xyna sanu Oynca, HykTa | garu metayil e HyKTa 3 ra KalTraHura kajaap
KOTHO KOJaau Ba aHa MIy epja MeTaul Yaia MaBaHyiaHaaud. byHpaH Tamkapw,
naiBaH/Jall1a Uil YHYMHU nacaiin0® ketaziu.

19 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 353
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OputnO BanuK ETKU3MILIA MalBaHIYM YOK EHUAA TYPHIIU Ba AJIEKTPOJIHU YarIaH
yHITa €KU 40K YK Oyitnda cypu0 37eKTPOAHH Y3Ura TOMOH TOPTHUIIA MYMKHH.

OpuTtnO Banuk ETKU3UII TyraraHjaH KeWWH YHUHT YeTHJard KpaTepH, KeTMACIUru
YUyH SIXIIWIa0 MaiBaHIJaHUIIN KEepaK.

2.5. Yuma-yy, 0ypuak, BepTHKaJ, TOPU30HTAJ Ba IIMI YOKJIAPHHU
nayBaH/JIaI

Yuma-yy 4OKJIApHH maiBanmiam. Yernapu — KUsUIaHMAaraH — YOKJIApHU
nalBaHjjIallla BaIUK ydMa-yd TyTalllraH KOMHUHT OUp €KUM MKKajla TOMOHUTA CalrvHa
KeHrauTupmimb €Tku3miaaau. Tyna maBaHIJaHUIIA YYyH HKKaja YeTH METAJJTHUHT
OYTYH KaJUHJIUTY OyiKya XM SPUIIMHI TAbMHUHIIAII KEepaK.

VYunapunu KusiiamaciaH ydMa-yd mailBaHjyiamijga KaJIWuHIWrH 6 MM rada Oyirad
METaJUIHM YOKHUHT OYTyH KecuMM OVinya Tyna mnalBaHIJIaHUIIM TOK Ba DJIEKTPOJ
JUAMETPUHU TYFPHU TaHJalra OOFIMKAUP. DIEKTPOA AUAMETPU Ba TOK Ky4H MOC XOJaa
TaHJAHTaHWIAa METAJUT TyJla SpUIAN Ba KAIMHIWTK 4 MM JaH 8 MM rada OyiaraH meTayul
YeTJIApUHU KU UIUIaMacllaH Tyjia MaBaHIJIaHAaIWd Ba WII YHYMH OKOpU Oyrnaau. Tok
KATTAJIMTUHU Takpuba Mynu OwiaH IUIaHKaJIapHU NaiBaH1a0 KypuO TaHIall TaBCHS
ATUJIATN.

Yernapunu V- CUMOH IIAKJIJa UIUIA0 yuMa-y4d KWIHO yJlaHTaH OMpHUKMaiap MeTajul
KAJIMHIUTUra Kapab Oup €K Ky KaTIaMJIM YOKJIap XOCHJI KHJIMO naiBaH IJIaHA/IH.

burra xatnam xocun KuinuO maiBaHyIamiga €W Kusulall KUppacujard a HyKTajaa
EHAMPUIIAIN, CYHIPA AJICKTPOJIHUA TMacTra cypud 4ok TyOu maiBaHIJaHAIM Ba UKKHUHYU
yerura yTwiaau. YOKHUHT Tyja TaiBaHIAHUIIW YYyH YET KHSJIUTHUAA SJIEKTPOJ CEKUH
CypHUIIaiM, YOK TyOuIa 5ca, yHMHT KyHHO KETMACIIUTH YUYH T€3 CypriIaan. >

VYuma-yuy doknapHu maBaHmiam (pakamiap OuilaH 4OK KaTJaMJIapuHU ETKU3HUII
TapTUOM KYpCaTUJITaH):

a — Oup Katyiamiu, 6, B — Ky KaTJIaMJIH.

Yok TyOMHU OJJUHAAH YIOJUO KOJTaH METaul rpaT (MeTajUI-IIak TOMYWIApU) Ba
HUIaKAaH To3anad TypuO OMPUKMAaHUHT OpKa TOMOHHWJAH MaiBaH/A YOK E€TKU3WII TaBCHS
TUand. bab3aH YOKHUHT OpKa TOMOHHWIAa KAJIMHIWIKH 2—3 MM MyJaTAaH Tarjibuk
Kyiwiaau. byHpgall xoiapga 4ok TyOM METalIMHU JpUIIUAaH XxaBQuiaHMacJaH
naBaH[UIalll TOKMHM HOpMalnl TOK KuimatugaH 20—30% ommpum MyMkuH. Yok

20 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 415
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BaJIMTUHU €TKU3UIIJIA MMYJIaT TarjMK yHra rnaiBaHiaHu0 Ba OYIOMHUHT KOHCTPYKIUSICH
Ba UIUIATHWIMIIN OyHra UMKOH Oepca MaiBaH IJIaHTaH X0JIn4ya KOJIUPUIIaIH.

MacpynuaTan KOHCTPYKUUSAJIApAa YOK TyOM OpKa TOMOHJAH XaM IaiBaH/IJIaHau.
[NatiBaniamaan onauH OYJIUIIN MyMKHUH OYJTaH HYKCOHJIAp SHHU 4Yaja MaiBaH]IaHTaH
Ba Jlap3 KEeTraH >KOWIApMHU HYKOTUII YUyH YOK TYOMHHUHT METaUId OJITUHAAH 3yOHIIO
OusaH KecuiIaau KU 1032 KECKUYU OMIJIaH SPUTHIIA]TH.

bup Hewa katnamaan uOopaT 4OK XOCWJI KWJIMO yduma-yd maBaHjyiamiga nactiad
4ok TyOM auameTpu 4—5 MM 3JeKTpoj] OuiaH nalBaHIaHaJAW, CYHIpa IUaMEeTpH
KaTTapoK 3JIEKTpoiap OUilaH KeWUHTH KaTiaamiap SpuTHO €TKU3WIaan; KEHUHTH KaTiiaM
BaJIMKJIapy KeHrpok Oynamu. HaBOaTmaru kaTiamuiapHu SpUTHO ETKU3HILJAH OJJIUH
aBBAITM KATJIAMJIADHUHI CUPTH LUJAK Ba KyWHHAWIApJAaH To3anaHanu. [laiiBanmnmampna
MeTaJll YeTJIapUHU SPUTHUII Ba MaliBaH UIAI KpaTepiIapuHU SXIIWIa0 naiBaHIall, 4Y0K1a
NUTAKJIM KaTjiamiiap Oyauimmra uyn Kyimaciuk 3apyp.

Yernapy X-cuMOH unu1ad Tal€piaHraH 4YOKIAap 4YeTiapd V-CHMOH WIIJIaHTaH
YOKJIAp CUHTapy NMalBaHIJIaHAIN.

HOxopurn karnammnapHu >puTHO ETKM3MILIA OCTKM KaTjaM €Tapiu Japaxana
KU3UIIKA Ba 3PUIIN YUYyH Xap KalCH KaTjiaM KaJUHIUTY 4—35 MM JaH OpTUK OYJIMaciIuru
KEpAK.

Kyn xartnamnm 4okmap y4yH Oup yTuiga 3puTHO €TKU3WITaH METAJT KYHJaJaHT
KECUMUHUHT 103acH OWJIaH 3JIEKTPOJ AMAMETPH ypTacuja aMmaija Kyhunjaaru HucOatiap
OeJNruiIaHraH:

bupunuu yTum yayH (40K TyOHMHM MaiBaHIalI):

F1 = (6—8)d,,

Kelinaru mapra yrunuiap yayH

Fe = (8—12)d,,

by epna: F1 —OupuH4H yTUIIIA YOK KECUMUHUHT 03aCH, MM

Fy - KeMHIM YTUNLIIApa 90K KECUMMHUHT 103aCH, MM?,

d,y — AJMEKTPOJT CAMUHUHT THAMETPHU, MM.

2.
’

Bypuak yokiapuu naiBanaiaam. bypyak 4OKJIapHU MaBaHIanAa CyrOK METAILI
MAaCTKH TEKHUCIMKKa OKuO Tymmmra uHtuinagd. LlyHuHr yuyH xam OyHAaill yokiapHU
MMaCTKU XOJIaT[a, SXIIMCH HOBCMMOH KYpHHMILJIA MTaiBaH 1Al Kepak. byroMmHH 3ca nuiak
el OJIMIark METAIIra OKUO TyIMaiural Kuaub sxkoinanr 3apyp.

21 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 417
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1 40°
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' Joint
r P e = e e
Direction of Travel
A B

bypuak yoxiiapHU nariBaH 1Al

JlekuH AeTaHU XaMMa BaKT XaM 3apyp XojiaTtaa ypHatubd Oynmaiigu.

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 MeTajyl Xajiu AXIIM KU3MMaraH OCTKU TYHYyKa ro3acura OKuO Tyliaau
IIYHUHT YYyH XaM OyHJal 4OKJIApHU XaMHIla EWHU OCTKU TEKUCITUKIArH €l EHIUPHUIL
HyKTacu A na €Haupu0 Ba SJEKPOJHM  MOJYJATWITaH TapTuOAa CypuO manBaHIIaIl
Kepak Oymanu.

DONEeKTpOoJHM TyHyKajmap cupTtura HucOatan 45° Oypyak 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.

Beprukan yokiapHu naiiBanaiam. Beprukan 4okiapHU MaBa”AIamga dpUrad
MeTaJul TOMYWIApU MacTra okuO Tymmmra xapakat Kuwiagu LyHuHT yuyH Xam OyHpaai
YOKJIAp KAJITApOK el €paamuaa navsanmanaau. llynna cupt tapaHriuk Kydiaapy TabCcup
KWIMIIK HAaTWKACUAA TOMYMIAp AJEKTPOANAH YOK KpaTepura OCOHPOK yTaaHu. DpPUTaH
METAJIJI TOMYMCUHUHT KOTHILINTA MIAPOUT SPATUIL YUYH AJIEKTPOAHUHT YUU FOKOpUTa EKU
TOMYMIAH YeTra TopTuiaau. BepTukan 4oknap macTAaH HOKOpUIa TOMOH MaiBaHJ1a0
oopwiranu sxmu. [y Tapuka maiiBaHjiaraHfa ocTIard Kparep MeTajul TOMYWIAPWHU
ylad Koiaad. DIEKTPOAHHU IOKOpUTa €KUM MacTra KUsJIaTUII MyMKHH. DJEKTpOJI Mactra
KUAJAHTaHJa 3JIEKTPOJ METAUIMHUHI J3PUraH TOMYMWIAPUHU YOKAA TAKCUMIIAHWUIIWHU
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naBaHAuM XM Ky3aTuO Oopaau. BepTukan dYokmapHM IOKOpUIAH MacTra TOMOH
naiiBasyiam 3apyp 0yica, anekrpon | xonaraa Oynaau, ToMun XOocuia OYiaraHuiaH KeHuH
nactra, |l xomarra tymupunagu. byHga mMeTam TOMYMCHHHHT HacTra OKUO TYIIWIIWTa
KanTa efl TYCKUHIMK Kuiaau. BepTukan yoximapHu AMaMeTpH KYmu OuinaH 4 MM 3JIEKTPOT
OunaH, KWIUKPOK Tokaa (160 A) maiiBaniam ocoHpoK Oynanu. ByHna ok kparepuaaru
METAJIJT XQKMU Kamasiiy, HaTHKa1a MaiBaHJIanl OCOHJIAIIAIN.

\ Joint B\?Ck-up Strip

Direction ___0—10° . I—
of travel %’\[ 7\3\ ]r
up-down N Groove /
or oscillating § N\ Electrode Welds ’ ‘ "90
motion §§§ W ] Hesnate at
first pass. NN eave I sides to
NS side to side : |f' ! t
NS second & |} preven
Weld third pass undercut.
Electrode
Side View (Push Travel Angle) Top View (Work Angle)
A B

BepTukan 4oKIapHH NaiBaHIam >

I'opusonTan d4okjgapHu naiBa”JIaml. [ OpU30HTAN YOKJIApPHM NaKWBaHJIALIIA
MeTasl KaMpOK OKMO TyIIMIIM ydyH (akaT IOKOPUTM JIMCT YeTaap Kds MILIaHaau. Bif
octku dvetna (I xomatma) Eémmupunanu, cyurpa wokopuru juct yetu (Il xomarra)
KYyuupmwin0, OKuO TymaéTraH MeTallyl TOMYMCH IOKopura kytapuianau. ['opuszoHTan
yokyap Oyilama BajMKjap XOCWI KUiIuO maiBaHiaHaau. bupuHun Banuk nuamerpu 4
MM D3JIEKTpOJ] OWiaH, KeMMHTU BaJUKIap dca TUAMETPU 5 MM 3JIEKTPOJ OWslaH XOCHI
KUJIMHAIN.

\
90° Groove
( %i; ﬁ «~ Welds &
Electrode

4
J 30° ¥

First Pass Second Pass Third Pass Cover Passes
A B G D

['opr3oHTaI YOKIIapHU TTaliBaH/IJIAIII.

22 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 NIEKTPOUIAp UIIATWIAAU. byHaal Xomiapaa KOIuiaM dJIE€KTPO YUUAA dPUTaH
MeTajul TOMYWIAPUHUA yHuiad TypaaWraH HOB Xocwi Kuiaau. [laiiBanuiam >xapaéHuaa
AJIIEKTPOJHUHT y4Yd BaHHara JaM SKUHJIAIITAPUO, JaM y30KJIAIITUPHO TypUIIaIH.
DNEKTPOJHM Y30KJIAIITUPranaa €M yyaau Ba YOK METAILIIN KOTaIH.

Direction of Travel  — | 1
— \ /-\ / \ N/
(R T e o gt ; 20-35° ‘
(OO ERET AT 90° —35
B Electrode \&/
Welds
5—1% 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
| 20-35° Groove Z
¢ Welds A
|
Third Pass Fourth and Fifth Passes Sixth Pass
D E F

[1Iun yokapHM naiiBanyiam 23

2.6. Typau y3yHJIHKAArd YOKJAPHHU Ba KAJMH MeTa/JIAPHM NalBaH/1Iaml
ycyJLu1apu

Typau y3yHJHKIard 4OKJIAPHU MeTa/LUIapHM NaWBaHjIam. bapya 4okiapHH
Y3YHJIUTH KUXATUIAH yd Typyxra OYIuin MyMKHH:

KUCKa yokyap — 250 MM raua;

ypTada y3yHiaukaaru yokmuap — 250 mm nan 1000 mm rava;

y3yH dokyap — 1000 MM Ba yHIaH KEHHH.

Kucka dokmap 4OKHUHT OOIIMaH OXHpUraya Oup MyHaNIHIIMIA MaiBaH/JIaHUIIAIH.
pTadya y3yHJIMKIArd 4YOKjIap OWPUKMAHWHT YpTacuaad Oomnwiad dekamapura Kapao
naiBaHIaHAAM €KW TeCKapu OOCKUWIM yCyijua TaiBaHmiaHagu. Teckapu OOCKUYIH
MaBaHUIAIl yCyJIM KyWuJaruya Ke4aau S’bHUA IMaBaHUIAIl WYHAJIUMIIWTAa TECKapu
nalBaH/JIAaHAJW JICKWH MalBaHJIal WyHaIUIm Oyinad keramu. Xap Oup maiiBaHabd
kaitrm kagamu 100 — 350 MM derapacuna Oynanu. Y3yH YOKIApHU TECKApWU OOCKUUIIH
yCyJiJia YOKHUHT YPTacHIaH YeKKaIapura Kapab maiBaH jIaHa Iu.

23 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 418
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Kucka doxiapuu Oup yTuniia naiiBanaian (A —maiiBagiam HyHaIUIm).

U NN W)

(V)

HaBaH/JIaIll.

YOKJI4]

WMKKHA TOMOHTA Kapal KUCKa YOKJIap TYIIHPUIIA]IH.

I )

Y

ypraua y3yHJIMKAArd 4YOKJIApPHM YOKHUHI YpTacUJaH 4YeKKajgapura Kapao

nin

Vpraua y3yHIMKZArnm HOKJIApHM TeCKaph OGOCKUWIM ycyinaa maiBammiam (1-4

DHU HaﬁBaHﬂﬂam KCTM&-KGTHHFH)

A

DHRINIINHENINININDININBNINI L OO (O LSS UIA

-

-

4

J

2 / la 2¢ Ja 4a

VY3yH yoknapHu Teckapu OOCKUYIM YCYJiJla YOKHUHT YpTacuaaH YeKKaiapura kapad
nanBaHJIalIl.

Kanun Meramiapau naiiBananam. Kyn KatinaMiy 4OKJIapHU «AYHTIIMK» YCYJIH,
KacKajl ycysu €Ku OJIOK yCyJIu OWJiaH MaiBaHIJIAIl TaBCUS KHJIMHATH.
«Ayurmuk» ycynuma nanBanmnamga 200—300 MM y3yHauKaa OMpUHYH KaTiiam
YOK NalBaHUIaHAIH.
MeTaJlJlapAaH TO3aJIAHTaH/IAH KEHWH YHra MKKWHYM KAaTJIaM KyWWIaJh, UKKAUHYU KaTjiaMm
OupuHYMAaH UKKU OapaBap y3yH Oynanu. CyHrpa ukkunuu katiam yuauaad 200-—300 mm
HapujaH yduHYM Kariam OouuviaHamu. Ilynnaid Kuau0O, Mapkasui «IYHTIIUK»IaH

Cyurpa OupwHYM KaTyiaM [UIaKJaH KYIOHIM Ba cauyparaf

Ly,
%»:::szz.

- 200-300
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Kyn katiiamiu y3yH YOKJIapHHU «IYHIJIMK» YCynHaa nadBanagam cxemacu (1—4 -
YOKJIAPHU TYJIIUPUILI KETMA-KETIUTH)

Kackan ycynuaa maiiBanayiamaa xap aBBaJITM YOK XYJIYAMHU KEHMHTH YOK XyIyId
KOII1ab KeTajH.

VY3yH 4oKJIapHU KacKajl yCyJIu/ia KTl KaTJiaMJIv aiBaH 1Al CXEMaCH.
brox ycynu Ownan maiiBaHjpiamiga Kym KaTJiamJId YOKHU OYTyH KUpPKUM OYiinad
anoxujaa xyayiapra 0yiau6 Oaxxapuiiaau.

A==\ E =\ _
=3I\ = ::J
I

2 —— NB —=— N\ _

e 7 \—-:—-—--g_\

7

(=~

VY3yH Ky KaTJIaMJIi YOKJIapHU OJIOK yCyIu/a maiBaH Ialll.

HA3OPAT CABOJUIAPH:
. YuMa-y4 4oKJIap KaHAal nalBaHJIaHaau?
. Bypuak dokiap kanaail naliBaHIaHaau?
. BepTukan yoknap kanjau nmaBaHayiaHaau?
. 'opu3oHTan yoknap kaHgan naBa”aiaHaan?
. Typin y3yHIMKAAaru Ba KAIMHIAKIATY YOKJIAp KaHAal NaiBaHJIaHaau?
. [TaviBany1am agaHraCUHUHT KaHail 30Hallapyu MaBxky1?
. Kalicu 30Ha 5HT 10KOpH Xapoparra sra?
. [TaviBan1am agaHraCUHUHT KaHJal TypJap MaBxkyd?

W N O N A W —

doiigasaHuJaran 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
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3-mMaB3y. XUMOsI ra3jiapu MyXuTuaa éi OWiaH naiiBaHJIall Ba TeXHOJIOTHSACH
KM X03J1apU

Peixka:

3.1. Xumos razmapja €M qacTakiiv maiBaH Al yCyiapy

3.2. XuMos Ta3napu MyXUTH/Ia TTalBaH 1Al METAJUTYPTHICH

3.3. XuMosl raziapu MyxuTuaa €l OuiaH maiBaH jIaI TeXHOJIOTHUSCH

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

3.1 Xumos razapaa €im qactakjiy naiiBanajiam ycyuiapu

XuMoOs raznap MyXuTHJa NaWBaHjjamnia € sJaeKkTpos OuiaH mnaiBaHjIaHa&TraH
OyroMm opacujia €Haid. DIEKTPOJ dSPUMAUTaH EKU dSpUMUANTaH Oynuiu MyMKuH. ['openka
OpPKaJIM y3aTWJIAETraH XUMOS Ta3W NaWBaHJIall €MWHA Ba MaWBaHIIall XYyAyJIUHU
XuMosinaiiam.?*

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.

[laliBanmmamHUHT Oy  yCyJlIM —IyJaT, 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 HWII yHYMH Ba MaHOAa HCCUKJIMTMHHHT  IOKOpH  Japakasna
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 MEXaHU3alUUTAIITUPUIL Ba aBTOMATIAIITHPULI UMKOHHU OOp.

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

24 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.

[TatiBana 30HACHHU XMMOSJIAII y9yH TeJUi Ba aproH KaOW WHEPT Tas3nap, 0ab3aH
a30T, BOJOPOJ Ba KapOoHAT aHTHAPHA Kabu ¢aon raszmapaad QoiimamaHuIaIN.
HlyHuHTACK, TYypiAu TPOMOPIHUIApAa alOXUAa Ta3jlapHUHT  apajalliMach  Xam
unaTtwiagn. [a3 OwnaH aHa mIyHIad XWMOs KWJIMHTaHWAA MaidBaHIUIalll — 30HACH
aTpoduaard XaBo CHKUO ymKapwmiagud. MOHTax MapouTiIapuaa NaiBaHanmanaa €Ky ras
XUMOSICUHM Tyd1a0d TapkaTHO r00opajaurad IMapouT MaBXyJ OYiranaa Kymumya XAMOs
Kypunmanapuaan ¢oinananmnaan. llaiiBananmam 30HaCHHM Ta3 OWIaH XHUMOSIIAII
camMapaJOpJINTy TMaliBaH]JIaHAIUTaH OMPUKMAHUHT TypuTa Ba MalBaHIJANI TE3UTUTa
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 OunaH. 2

[TaiiBaHIAIl 30HACHHUHT SIXIMM XUMOSUIAHUIIM Ta3HUHT MCCHUKJIMK (DHU3UK
Xoccajapy, IIYHUHTAEK, TOPEJIKAHWHI KOHCTPYKTHB XYCYCHSTIApU Ba TaiBaHIJIaIl
pexumvura Oornuk. IlaiiBaHmiam €M 30HACWTa KUPHTHIIAJWTAH XUMOS Ta3jgapu &
3apSAACU3IAHUILINHUHT TYPFYHJIUTUTA, 3JIEKTPOJ METAJUIMHUHI CYIOKJIAHUIIWTa BA YHUHT
KYUUIIIMTa TabCUpP KWIaAW. DJIEKTPOJ METAUIM TOMYWIAPWUHUHT YI4aMu TNalBaHAJIAIl
TOKHM OPTUINM OWJIaH KaMmasiau, MaiBaH Al TOKH OPTHUINM OWJIAH APUII UYKYPJIUTUHUHT
OPTUIIA 3Ca TMaWBaHIJIaml &EWM OOCUMUHUHI TabCUPHUJA JJIEKTPOJ OCTHAATH CYHOK
METAJJTHUHT aHYa UHTEHCUB CUKUO YMKAPUJIUIITUTA OOFIIHK.

Opuiinuradn 2jiekTpoj OwiaH mnadBanmiamga € OyroM OwiaH madBaHIaIl
30HaCUra y3aTWiIaJuWraH SpUWINTraH TNakBaHJJAIl CHUMHU opacuaa E€Haad. DpuMalauraH
(Bondpam) »snekTpojuiapu OwiaH malBaHjIalAa nadBaHiam Edu OeBocUTa EKHU
O0aBocUTa TabCUp KWIMIIK MyMKUH. Bondpam snexktponu Ba €l 30Hacura y3iayKCcHU3

25 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 569
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y3aTu0 TypuIaJuraH MaiBaHJIaIl CUMHU opacua ¢Hauran €l 6aBOCUTa TAbCUP ATAAUTaH
EUHUHT OUp TYpPHUIUD.

NHepT ra3 OKUMHUHUHT XHUMOSUIAIl TabCUPU Ta3HUHT TO3AIUTHUIa, OKUMHUHT
napaMeTpiapura Ba naiBaHJIall pexkuMura 0ofukK. ['a3HUMHT XUMOsSI Xoccanapura 0axo
Oepumpgarn  KyprasmMaiau  ycyjulapaad — Oupu  Boiippam  dyekTpoaud — OwiiaH
IaBaHUIaHAJUIaH METAJUI OPACUIA y3rapyBUaH TOK EMMHU EHAUPUIIIA KATOAHUHT EHUILI
30HaCH JUAMETPUHM aHUKJamaan uoopar. [laliBanimanaauran MeTamt KaTo1 Ba3udacuuu
yTalauraH JaBpja IaiBaHIJIall BaHHACU CHPTHIAH Ba KYUIHM 30HANAapiaH COBYK
MeTauira HucOaTaH MeTall 3appadaiapu y3uiaud yukaau. KarogHuHT €HuIn napakacu,
acocaH, MycOaT MOHJIADHUHT Maccacura OOFJIMK, yJjap maiBaHjyIail *kapa¢Huaa KaToIHU
OoMOapAMMOH Kujaaau. MacaiiaH, aproH MyXuTHAa Telud MyXUTHAAarura Kaparasjaa
KaTOAHUHT aH4Ya WHTEHCUB EHUIM coaup Oynaau. KarogHuHr EHummra, meraiiap
MOMWJUIMTUHUHT KaMaluIura kapab, ynap Kyiugaru tapTud/ia xonamaauiap:

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

JpUMAHINTaH JIeKTpoAJIap OWjiaH maBaHjjam. Y3rapMac TOK OWJIaH MHEPT
razjlap MyxuTuaa €W BOCUTACHIA NaWBaHJIAINAA EWHUHI TypFyH EHHII IIAPTH —
KYTOJWIUMKHU ~ Y3rapTUpHINIA 3apsSACU3JIaHUIIHUHT MYyHTa3aM paBuUlla TUKIAHUO
TYpUIIUAUDP. APTOH Ba Tevil Kabu MHEPT Ta3JapuHUHT EWHU EHIUPUIIT Ba HOHHU3ALIMSIIAII
MOTEHIMAIA KUCIOPOJ, a30T Ba MeTajul OyFjlapura Kaparahjaa OKOpHU, IIYHUHT Y4yH
y3rapyBuyaH TOK €MMHU €HIMPUILI YUYH CAIT IOPUII KyWIAHWUIIW OIIMPHITaH TabMUHIAII
MaHOau Tanabd stwianu. [lafiBanmnamn &im mHepT raznap (aproH €k reiuil) MyxXUTHIA
KyJla TypFyH €HaJd Ba YHU TYTUO TypHUII YHYa KaTTa KyWIaHMINI Tajad STUIMaNu.
DJIEKTPOHJIAPHUHT IOKOPU Jlapakajard Ky3ralyBUAHJIWIH HEWUTpand aTOMJIAPHUHT yJap
OwiaH »dJEKTPOHJIAp TYKHAITaHAa eTapju4ya YWFOHMIIM Ba HOHU3AIMUIAHUIINHA
TabMUHJIANIN.

OpuMuiigurad  BoJ(ppamiid  dIEKTpoajiap OWiaH XHUMOsS Ta3d MYXUTHIA
naiBaH/JIal/1a METAJUTHU SPUTHI YUYH Kepak OyJiaJluraH MUCCUKIUK MUKIOPHU, FIEKTPOJ
OwnaH maiBaH[JIaHAETraH OylOM OpacHIaH KUPUTUIIAETTaH KY4WId JIEKTp €HJaH XOCHI
oynaau.?®

Bondpam katon Oynaran xonga €Ml 3apsACH3NIAHUINNA  acoCaH, CYHOKJIaHUIIT
XapPOPAaTUHUHT IOKOPWIMIM Ba BOJ(QpaMHUHT HHCOATaH KaM HCCUK YTKa3yBUaHJIUTH
Tydaitiu cogup OYnaguraH TEPMOIISKTPOH dIMUCCHUSI XucoOura 103 6epaau, 0y sca TYrpu
Ba TECKapW KyTONunukaa €WHMHr Oup xuinjga EnmMaciurura cabab Oymamgu. Teckapwu
KyTOnukaa (OyroM KaTtoa POJMHM YHWHAWIWM — MUHYC) €WHU CHIUPUIIIATH Ky4JIaHHII
TYFpU KyTONWIMKAArura kKaparania karra Oymumum kepak. lllyHunr yuyn Bosdpam
ANEKTPOaM OwiaH TalBaHIJIaHAJAWTaH METAI Xoccajnapu Oup-Ompuman anda (apk
KWITAHINTUAH €1 KyYJaHWUITUHUHT STPH YM3UFA CHMMETPHUK IMakKira sra Oyamaiiau,
OaJIKM yHJa JOMMUM TalIKWJI 3TYBYHW Maiao OYnuO, y madBaHjIaml 3aHXUPUIA TOKHUHT
JOWMHI TAIIKWI dTYBUUCUHUHT XOCHWJI OVJIMIIIMHM f03ara KeITHpaau. TOKHUHT JOUMHMA
TaIlIKUJI TYBUKMCH ¥3 HaBOaTuaa TpanchopmaTop y3aru Ba Apoccesija y3rapMac MarHUT
MalJIOHHH XOCWJI Kuiaau, Oy X0y 3ca madBaHiiaml €My KyBBAaTUHMHI KaMallUIIUra Ba

26 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 569
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¢iHuHT  Oapkapop Oynmaciurura onubd Kenmaau. 3aHXKUpAa TOKHUHT JTOMMHUN TaIIKWIT
AOTYBUMCUHHHI 103ara KEJIWIId NauBaHJJIall Kapa€HUHUHI, AaMHUKCA, AIIOMHHUU
KOTHUIIIMAJIAPUHU TalBaHJIAIIHUHT HOPMal OJIMO0 OOPWIMIIMHUA TabMUHJIAMANAN, YyHKU
naiBaHjIall BAaHHACH, XaTTO KUCJIOPOJ Ba a30T MUKIOPHU KaM OVIraHuaa Xam, OKCHJ Ba
HUTPUJJIAPHUHT KUWUWH 3pUMINraH napAacu OWJiaH KOIUIaHAIH, yiap 3ca KUpPaJIapHUHT
CYIOKJIAHMIITUTA Ba YOK XOCHJI OYJIUIINTA TYCKUHINK KUJIaIu.

VY3rapyBuan TOK OujiaH TaiiBaHjyiamiga EMMHUHT TOo3adall TabCUPU KATOAHUHT
¢uumy Tydaian OyroM KaToJ pOJMHU YilHaraH XoJjulapjard sSpuM JaBpiap/ia HaMOEH
Oynaau, yyHKM OyHJ1a OKCU/Jl Ba HUTPUJI MapATApUHUHT eMUPUIIUIIN COUp OYiaau.

Teckapu KyTOJNMKAAQ 3UWINTH KaM TOKJaH (oWganaHuiagy, JIEKUH amanaa OyHaan
¢l unutatunmanau. TYFpu KyTOIMKIA HCCHKIWK D3JIEKTPOJIa KaM apaliaaud, YyHKU
YHUHT aH4a KUCMH MaiBaHAJIaHaIUTaH METATHU CYIOKJIAHTUPHINTa capdiaHaiu.

Jpuiiaurad jiekTpoa omiaan naBanaiam. CyroKJIaHaIUTraH JIEKTPo] OumaH Ei
BOCUTAaCHIa XUMOS Tas3japyd MYXHATHAA MaiBaH/UIANIIA TAWBaH] YOKHUHI TE€OMETPUK
IAKJIM Ba YHHUHI Yyio4amjapy NauBaHIall EWMHWHT KyBBATUId, METAJUIHH €U
opalUKIapuaad o0 YTUIIl XapaKTepura, MIYHUHTJEK, €d OpauFUHU KecuO YTyBYM ra3
OKMMHM Ba METAUI 3appayvajlapuHUHT  CYIOKJIAHTaH MeETaul BaHHAcu  OuJiaH
TabCUPJIAHUIIIUTA OOFIIUK.

Opuaurad 3ieKTposiap OuiaH XMMOS Ta3nap Myxutuja €inm maiBanmiam 1950
hunnan O6onutad KeHr KynaHuia Oomnuiagud. AcocaH 3aHIVIaMaluraH myJaTjiapHA Ba
ATIOMUHUIIApHU NaliBaHJIAIl y9yH KyJUIaHUITaH> .

[TadiBananam >kapaéHuja MaBaHAJIalll BAHHACHHUHT CUpPTHUTA ra3, OyF Ba MeTalll
3appadyajiapy OKMMHUHHMHT xXucoOura €W yCcTyHM OOCMMHU TabCUp KWJaau, OYHUHT
HaTHWXkacuaa €l yCTyHH acocuil mMertauira 60THO KUPUO, CYIOKJIAHTHUPHII YyKYpPIUTHHH
OIMpaaH. DJNEKTPOJJIaH MalBaH/JAlll BaHHAcWUTra Kapa® HyHaiaraH MeTaul ra3su Ba
OYFJIApUHUHT OKUMH DJIEKTPOMArHUT Ky4YJIapHUHT CUKYBUM TabCUPHU Ty(hanam XOCHII
oynanu. [TaiiBanam EHMHUHT CYIOKJIAHTUPUITAH METAJT BAHHACUTA TaAbCUP KYyUH YHUHT
Oocumu OWJIaH XapakTepjaHaJau, Ta3 Ba METaUl OKUMHM KaH4ya KOHIIEHTpalUsUIalliraH
Oynca, Oy OocuMm I1IyHYa OKOpu OViaau. MeTain OKUMUHUHT KOHLEHTPALMSICH
TOMYWJIAPHUHT YI4aMu KaMaluiid OWIaH oOpTaad, TOMUYMJIAPHUHT VyiIYyaMH 3ca
METAJJTHUHT, XUMOS TQ3UHUHT TApKUOUTa, IIYHUHTJEK, MaiiBaH IJIalll TOKUHUHT UYHAIUIIN
Ba KaTTajurura OOFJIHK.

Nuept ra3map MyxXuTHIa OSJICKTPOJHUHT DSPHUIIN HATWKAcHIa XOCHJI OYnrad
nadBaHaam MM KOHYC Makiauaa OYnuO, YHUHT YCTYHU WYKM Ba TaIlllKM 30HAIAPUIAH
nbopat. Muku 30Ha paBiiad EpyFiauKKa Ba KarTa xapoparra sra 0yiaau.

WNuky 30HaNa METAJUIHMHT KYUHMPWIMIIM coaup OYyiaau Ba yHHHT aTMmocdepacu
METaJUTHUHT ITybJIaIaHyBUM Oyfiapu OuiaH Tynran Oymanu. Tamku 30Ha EpyFIUTHHUHT
PaBIIAHJINTUA KaMPOK Ba MOHJIAIITAH ra3/iaH noopar oymaau.

HMuepTt razaap myxuruaa naiiBaHaIam. Aprod Ba reJiiii MyXuTHaa NaiiBaH1j1am
CYIOKJIAHaJIUTaH XaM, spuMaiiauran (Boyippam) xaMm 3J1eKTpoiap OuiiaH oaud 6opuiau

27 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 674
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Apron-€if OunaH mnaiBaHUIall JIETUPJIAHTaH MYJIATIapHU, PAHIJIM MeTalap Ba
yJIapHUHT KOTHUIIMAaJapUHU OUPUKTHPUIIIA KYJUIAaHWIAIW, Y y3rapMac Ba Yy3rapyBYaH
TOKZa SpUIIUTaH Ba SpUMaiIura 3JeKTpouiap Ounan Gakapuiaau.

Shielding Bare Solid Wire
Gas Inlet Welding Electrode

Electrical Current
Conductor

Contact Tip

Gas Nozzle
Consumable

Electrode Gaseous Shield

gy e
Arc SRR AR B
s
A \ AKX XN XA E
A—Base Metal D—Weld Metal ‘
B—Weld Reinforcement E—Heat-Affected Zone

C—Weld Depth of Fusion

QprmnraH QJICKTPOO XUMO4 rasjapaa HaﬁBaHI{J’IaHI qui3mMacu. 28

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

Eit MaxcyCc KYyMHUp IUIACTHHAAA EHIWPUIAIN. Eiiau acocuii MeTamiaa EHAUPULL
TaBCUs STHJIMaWIM, YyHKH OyHJ@ 3JIEKTPOJHUHI y4d H(IOCIAHUIIM Ba CYIHOKIAHHO
ucpod OVIuIIM MyMKHH.

Eifan 8HaupyIn ydyH canT IOpHII KydIaHUIIH OIIMPHITaH TabMHUHIAII MaHOAKIaH
€KM KyWIaHHIIM IOKOPM KylIuM4a TabMUHIAl MaHOauaaH (OCUMIUISITOP/AAH)
doiijaNiaHuIl MYMKWH, YyHKM €HHUM EHAMPUIN MOTEHUMAIXM Ba HMHEPT Ta3JapUHUHT
MOHU3ALMSIIAHUIIN KUCIOPOA, a30T €KUM MeTal Oyflapura Kaparaija aHya IOKOpH.
WNuepT raznap ERMHUHT pa3psIIaHUIIN FOKOPU TYPFYHIUTH OusaH ¢apk Kuiiaauiap.

OpuMaiiaurad BoJippaM 3JIEKTpOAM OWIIaH Y3rapyBYaH TOKJA MalBaHIJAITHUHT
y3Ura Xoc XyCyCHSITH NaWBaHJIAII 3aHKUPUAA Yy3rapMac TOK TAIIKWI STYBYMCHHHHT
Xxocuia Oynummaup. By Tamkuia 3TyBUM TOKHMHI KaTTaJMTH MaiBaHIUIAlI 3aHXKUPUAATH
y3rapyBuan TOK »3(¢ektuB KuiimatuHuar 50% raya eTUIIM MYMKHH. TOKHHHT
TYFPWIAHUIIN, SBHU Y3rapMac TOK TAIIKWJI ATYBYUCHHHHI XOCHJ OYIUIIM BOJ(ppam
AJIEKTPOJHUHT YIYaMjIapy Ba IIAKIUTa, OYIOMHUHI MaTepUajnra Ba naBaH/Iall peKuMU
(TOKHUHT ~KaTTaJurd, TMaiBaH[JIalll TE3JIMTM Ba EHHUHT Y3YHJIMTHM) Tra OOFJIHK.

28 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p.
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[NatiBanuiamn 3aHXKupHia y3rapMac TOK TaIIKWI 3TYBYMCHHHMHT Mai0 OYIHIIY, allHUKCA,
ATIOMUHUANA Ba YHUHT KOTHIIMAQJIAPUHU TAWBaHIJaml >KapaéHuaa calOuil TabCcup
KypcaTaju.

V3rapMac TOKHMHT TAIIKHI STYBYHCH JKyAa OLIMO KETraHHIA EHHMHT TYpFyH
¢aumm  Oy3uiaau, SpUTHO ENUIMTHPUIAAUTAaH METaUl CHPTHHUHT TO3aJUTH KECKUH
E€MOHITaImaan, KEPTUK JKOMIap, KaTaaMJIaHUII 103 Oepaau Ba MaiBaHa OMpHKMaJapHUHT
MYCTaXKaMJIUTH Ba YOK METAJUIMHUHT [UTACTUKJIUTHY KaMasiu. 3rapyByaH TOK MMaiBaH JIall
3aHXKHUpUJA Y3rapMac TOK TAlIKWI ATYBUMCHHM WYKOTHIN, SXIIM CcUGATIU MaiBaH]
OupUKManap XOCHJ KWJIMITHUHT OUPUHYH Jlapakalld MapTHIND.

Opatna oSpuMUNAIUraH  DJIEKTpoOJUIap OuiaH  XUMOs — rasjlapy  MYyXHUTHJA
naBaHjamia XuMosi raz cudaruga aproH €Ku Teluid HIUIaTWIaad. OpUAuraH
ANEKTpOIap OWIaH XUMOS Ta3jiap MyXHTHJAa MaWBaHAJAIl YYyH KHUCJIOPOJ OuiaH
apajialliraH XuMOSI Ta3liapu KyJUIaHWIaJAW. DPUMHUJIUTAH DJIEKTpoJiap OWJlaH XHUMOS
razjiapja nadBaHaJalla KUCJIOPOMJIM apajaliMa UIUlaTWIMaliau, 4YyHKd Bojidpam
5IEKTPOM KHUCIOPOAra TyPIrYHJIUMK KUIa onMaiiam.?

lenuii-€it OmnaH malBaHUIalll TPUHIMIIA XaM aproH-éi OwWsiaH maiBaHJalgaru
KaOUAUp, IIYHUHT YUYYH YHH aJIOXUJ1a KYpruO YuKManMus.

Apros-€il OunaH maiiBaHJJIall BOCHTAacHAa y4uMma-yd, TaBp IMIAKIUAArd, ycMa-ycT
Oypuakyii OUpUKMaIapHu XOCHJI KUIUII MYMKHUH.

Yok MeTaJuIMHU acoc TOMOHHUJAH XUMOSJIall Ba YOK OpKa TOMOHUHUHT
[IaK/UTAHUIIIUHA TabMUHIIAII YYyH XUMOS rasziapu nyQuanaad (40K acocu TOMOHMJIaH
XUMOSI Ta3UHUHT OpPTHKYa OOCHMMM XOCWJI KWIHIIIA Tydaml y4yH aproH €Ku apum
XoJulapja (TUTaHHM TAWBaHIJAIINA) TeNud WIUIATWIaAu. 3aHrjamac MylaTjapHH
nadBaHJaIIAa aproH, a30T, KapOOHAT aHTHAPHUJ Ta3d Ba a30THUHT BOJOPOJ] OwIiaH
apanammacu (a3oT — 93%, Bomopoa — 7%) uluIaTUIAAN.

KapOonat anruapua ra3m MyXuMTHAA NadBaHJIAL. DpUuraH >JeKTpojiap
OwJlaH XMMOS rasjiap MyXuTujia naBasaianmaa (Gaon Oyiaran kKapOOHAT aHTUAPU]L Ta3H Ba
YHHHT KHCJIOPOJ Ba BOAOPO/ OMJIaH apajlalliMacy MILIATUIaau .,

KapOonar aHrugpua rasu MyXUTHAAQ MNaBaHIJIANl >KapaCHUHUHT MOXMUSITH
Kyhnaaruaan uoopar. IlaliBanyiam 30HacUra KUpUTHIAUTaH KapOOHAT aHTHAPUJ Ta3u
yHU atMocdepa XaBOCHUHHUHT 3apapiu TabCUpPUIAH XUMOsI Kwiaau. byHaa maiBaniiani
EHMHUHT IOKOPH XapopaTd TabCcUpHAa KapOOHAT aHTHAPHUJI ra3d KUCMaH HUC Ta3u Ba
KUCJIOPOJTra TUCCOLUALIUS:

2C0,=2C0O0+0

E#tauuar XapopaTH Xamma jKohjga Oup Xujia OynmMaraHiurujaH € 30Hacujard ras
apanalIMacHHUHT TapKMOM XaM Oup xun Oyamaiinu. EifHuHr XapopaTu okopu Oyiaran
¥pTa KucMuza KapOOHAT aHTHAPHUJ Ta3u Tyna aucconuanus. [laliBanmnamn BaHHACUTa

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

30 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 682
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EHI0II MYXUT/Ia KapOOHAT aHTHAPHUA Ta3UHUHT MUKJIOPY KHCIOPOJ Ba UC Ta3HHUHT KaMH
MUKIOpPUAAH OpPTUK OYyianu. ['a3 apajmanmiMacMHUHI Xap y4ydajla KOMIIOHEHTH METaJUIHH
XaBO TabCUPHUAAH XUMOS KWJIaaH, Iy OWjIaH OMp BaKTAAa YHH 3JIEKTPOJ CUMU TOMYWIAPU
BAaHHara yTTaHHWJ1a XaM, CHpTUTa YTTaHUAA XaM OKCUIanIu.

Fe+CO,=FeO+CO; Mn+CO,=MnO+CO;
Si+2C0O, = Si0,+2CO; 2C+2C0,=2C0O+2C0;
2Fe+0,=2Fe0; 2Mn+0,=2Mn0O;
Si+0,=2Si0; 2C+20,=2CO0,;

DONeMEHTIapHUHT OKCHJUIAHUII TapTUOW Ba MHTEHCUBIUTH YJIAPHUHI KHUCIOPOATa
HucOaTaH KUMEBUN MoOMMIUIMTUATA OOFNIMK. bolika sneMeHTIapra KaparaHia KUCJIOPOJra
KyJla MOMUI OYJIraH KpEeMHUN OJIMH OKCUJIaHaIu. MapraHelHUHT OKCHJIAHUIIN XaM,
IIYHUHTACK, TEMUpP Ba YIVIEPOAHUHI OKCHJUIAHMINIMIA KaparaHja aHdya WHTECHCUBJIMPOK
conup 6ynaau. /lemak, kapOoHAT aHTHIPU Ta3MHUHT OKCHJIJIAI MOTEHIMATUHU Ky IITuMYa
CUMTa OpTHUKYa KPEMHHH Ba MapraHel KUPUTHIN OWjaH HEeHTpaiianm MyMKUH. by Xomma
TEMUPHUHT OKCHJUJIAHMIN PEaKUUsACH Ba YIJIEPOJ OKCHIUIApU XOCHJ Oymamuran
peaknusiap CyHAuUpWIaan, amMmMo atMocdepa xaBocura HucOataH KapOOHAT aHTUIPU
Ta3WHUHT XUMOS (PYHKITUSITIApH CaKTaHUO KOJIaIH.

OpuTnO EMUITUPWITAH METAJUTHUHT CUdaTH MMaiBaH/IANl CUMHIaTd KPEMHHHN Ba
MapraHelHUHT (QOU3 XUCOOMIarm MUKAopura OOFMUK (KapOOHAT aHTHIPH] Ta3UHHHT
cudaru Tanabra xaBoO Oepranjga). DpUTHO EMUIITHPHITAH METAUTHUHT SXIIH CH(ATIH
OynuIM, yriaepoaav MyJaTjapHU TaiBaHyIana, cuM TapkuOumarn Mn Huar Si ra
HucOatu 1,5-2% Hu Tamkui dtragaa kadoiaTiaHaaq.

KpemHuii Ba MapraHenHUHT XOCWUJ OYylamuraH OKCHUIJIapU CYIOK MeTalljiaa
spuMaii, Oanku y3apo Tabcupiamud, OCOH ApyBUaH OMPUKMANAp XOCHJ KWiaau, Oy
OupukManap sca IUlak KYpUHUIITKA TaiiBaH Iall BAHHACH CUPTUTA KAJIKUO YUKAIH.

3.2. XuMo0% ra3jiapu MyXuTHIa NaiiBaHIJIall MeTAJLUTyPrusici

laznap mnaiiBaHajal BaHHACHUHUHT SPUraH METAUIMHU XaBOHUHI a30TH Ba
KUCJIOPOAUAaH XMMOsI KWIIUIII X0ccacura Kapad uHepT Ba (paosi raznapra OYJanHaIu.

WNHuept raznapra aproH Ba rejiuil Kupaay, yjaap naiBaHjjiall BAHHACUHUHT dpUTaH
METaJIJIM OuJIaH ACSPJIM TabCUPJIAIIMANIN.

®daou raznapra kapOOHAT aHTUIAPUL, a30T, BOJOPOJI Ba KUCIOPO KUPAIH.

Qdaon raszmap mnNaWBaHAJAIl BaHHACWHUHT DJPUTAaH MeETal OujaH KUMEBUU
TahCUPJIAIIUINNTA Kapad HEWTpan Ba TabCHUpJIaHyBUM Oynuiiu MyMKWH. MacanaH, a3oT
MHCTa HUCOaTaH HEeHUTpas ra3aup, ’bHU MUC OWJIaH Xe4 KaHjal KUMEBUN OMpPHKMa XOCHIT
kuMaan. @®aonm  razmap €KW yIApHHUHT  [ApYaJlAHUII  MaxCyJloTyiapu EMHUHT
3apsAICU3IIaHUII KapaCHHIa, TaliBaH Al BAHHACHHUHT Y)pUTaH METasll OujIaH OMPUKUIIN
Ba YHJIa DpUIIM MYMKHH, OYHUHT HATWKacua MaiBaHJ YOKHUHT MEXaHWK XOccaiapu
KCCKMH Tacasj, KUMEBUM TapKuOM dca Oenrmiianran Tajgad Ba cTaHaapTiapra MocC
KeJIMaiu. AMMO IIYHU XaM TabKUAJa0 YTUI JO3UMKH, METAILIA dSPUHIUTal 0ab3u Oup
rajiap xXaMMma BakT 3apapiu KymmiMma OynaBepmaiiau. MacanaH, a3oT yriaepoaiu
nynariaapja 3apapid KymwiMa XucoOnaHaau (HUTPUIUIAp XOCHIJI KWilaau), OYHHHT
HATWKACH/Ia MalBaH/ YOKHUHI MEXaHUK XOCCAJIIApY Ba ACKUPHINra YMJAMIIATU KECKUH
nacaiu0 KeTaau, Ba XOJaHKH, ayCTEHUT CUHpUAAru nynariapjaa a3oT Goiganu Kyumima
XucoOyiaHaau. YTJIepoIu MyJaTiapHd aproH-éd OwiaH maiBanajamga myduam ydyH
(dakaT apron €ku KapOOHAT aHTHAPHUAAH SMac Oaku a30TaaH xaM (o JaTaHuIl MyMKHH,
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JekuH OyHIa TalBaHIJIAIl BaHHACWUTA KPEMHHH Ba MapraHel] KaOu OKCHUJIAHTUPYBYH
KyIIMMYa 3JIEMEHTIAp KUPUTWIMIIA Kepak. lIlyHMHr ydyH TaHJaHrad ra3 Ba KyliuM4a
Marepuall NaiBaHj YOKHUHT O€JTMIaHraH MEXaHUK XOCCaJapuHU, KUMEBUU TapKUOWHU
Ba CTPYKTYpacMHM TabMUHJAIIK 3apyp. MHepT ra3napHUHT XUMOS MYyXHUTHIA
MaBaHUIANIA NalBaHJIall BAHHACHHUHT 3PUTaH METAJUT XaBO KUCIOPOAM Ba a30TAaH
XUMOSUTAaHTaH OYnaju, IIyHUHT Y49yH METaJUTypTUK jkapaéunap (akar maiBaHjan
BaHHACUHMHT PUTaH METaIia OYIrad sJieMeHTIap opacuaa Coaup OYJIUIIN MyMKHUH.

Macanan, arap naiiBaHjianl BaHHACHJla KHCIOPOJHUHT TeMHp 4ana okcuau FeO
Tap3ujgard Oup 03 MHUKIOpU Oyiica, y XOJaa YIJIEPOJAHMHI €Tapii MHUKIOPU MaBXKY/
Oynranma Metaiuiia spumManauran yriaepo okcuau (uc razu) CO xocun Oynanu:

[C]+[O]=COT

[laiiBaH/uialn BaHHACHHUHT CYIOKJIAHTaH METal KpPUCTAIaHUO, Ta3 YHKUO
KETHUIIITa yATYypa OJIMAacIUTy HaTHXKacua, MeTajulia FOBaKap XOCUJl Oyiau.

[TaiBanam BaHHACUHHUHT 3PUTaH METAJUIM UHEPT ra3fa 3pKHUH KUCIOPOJ EKU CYB
Oyfiiapu KypuHUIIMAA OYiraH Kuciaopoa OuinaH TYWMHUIIKM MyMKUH. IyHUHT ydyH
MaiBaH] YOKWHHUHT 3pUTaH METaId KPUCTAJUIAHUIIN JAaBPU/IA YTIIEPOAHUHT OKCHIJIAHUIII
PEAaKUUSACUHN CYHIUPHUII Y4YyH [ailBaHIJAlll BaHHACHUra KyIIMM4ya MaTepHall OpKaIH
(épmamMua) KpeMHHM Ba MapraHel] KaOW OKCHUIJIAHTHUPYBYU SJIEMEHTIApPHU KUPUTHUII
kepak. Tapkubuma eTtapiu MHUKIOpJA OKCUJCU3JIAHTUPYBUMWIAp OYJraH JerupiaHraH
nynatinap cyHaupamu. Ilyamaii kwiamb, XUMOS Trasjiapd MyXUTHIa IaiBaHyIalIa
YIJIEPOJHUHI TIaiBaHJ YOKHJAa FOBAKJIAp XOCWI KWia OJaJuraH OKCUIJIApU XOCHII
OYJIUIIMHY CYHIMPUILI Ba MalWBaHJ YOKHUHT a30TJIaHUIIMHU Oaprapad KWWl Y4yH
MaBaHJIalll BAHHACUTA OKCUJIAHTUPYBYM SJIEMEHTIAPHU KUPUTHIIL 3apYP.

KapOonar aHruzgpuj ra3uHMHT XHUMOSI MyXHTHAA NalBaHmiamga, Oy ras
MaBaH/JIalll BAaHHACMHUHI SPUTaH METAJUIMHU XAaBO KHCJIOPOJAM Ba a30THUJIAH XUMOS
KWIKII OwiaH Oupra y3u €M 3apsiACU3aHUINMa NapyajaHu® MeTauTHU OKCHJJIOBUU
0ynu0 KoJaau:

CO,=C0O+1/20,

Fe.+1/20,=[FeO]

CO,tFe=[FeO]+CO

0y epna FeO — TeMupHUHT TeMUpa SpUNAIUTaH Yyajaa OKCHJIH.

[ynpait Kuanb, HHEPT raszjiapd XUMOsl MyXHTHAA TalBaHIAMIaruaek, 0y xomnmaa
XaM yIJIepoa OKCHUAM XOCWJI Oynmaau, y TadBaHJJall BaHHACH METAJIMHUHT
KpHUCTAJUIaHUII >KapaCHuAa MeTaJuiga roBakiukiap xocuin Kwiaau. Mc rasu (CO) xocun
OYJIMIIIUHY CYHIUPUII YIYH MaiiBaH J1alll BAHHACUHUHT CYIOKJIAHTaH METAJIJIUTa KyluMua
CHM OpKaJii OKCUJCU3JIAaHTHUPYBYM JIEMEHTJIAp KPEMHUM Ba MapraHel] KHpUTUIAIH.

3.3. XuMo1 ra3jiapu MyXuTujaa €ii OuaiaH naiBaHAIa1 TEXHOJIOTHACH

HMuepr raznap myxuruaa namsananam. FOkopu jierupnairad nynariap, TATaH Ba
VHUHT KOTHIIMAQJIAPUHU TYFPU KyTONM y3rapMac Tokaa nakBaHunaHaau. Oxcuj
napJacuHu Oy3WIMIIM y4YyH ajJlOMHH Ba MarHuil KOTHIIMajapu Y3rapyBuaH TOKJa
IaBaHIaHAIH.

Kynna apron-€ii Owman mnalBaH[Iall TOpeNKaHU TeOpaTMaciaH Oaxxapuianu;
naBaHAJIall 30HACH XUMOSICH Oy3yJWIIM SXTHUMOJM OYNTaHIuTHIaH TOpPEIKaHU
TeOpaTuil  TaBCUS  JTWIMaiau.  AproH-€id  ropenkacd, MYHAIITYTH  OwWiaH
naiiBanuiaHagurad  Oyiom opacuparu  Oypuak  75-80°C Oymmmm  kepak. DputHO
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KYIIMJIAJUral CUM TOpeNKa MyHIITyrd Yykura Hucbatan 90° Gypuak xocun Kuiub
KOMIIALITUPUIIANM, CUM OunaH Oyrom opacuaaru 6ypuak 15-20° 6ymmmu kepax.

AproH Ba renuil rasnapu KUMEBUN MHEpPT ra3 xucodsanaau. LllyHuHr yuyH ymnap
Oomka Mo yianap OMIaH peakiysara Kupummaiiamnap.3t

Apron €xu reiamii razmapu YpHUra ras apaialmMalapuHi HIUIAaTAII O0ab3u Oup
XoJulapAa MmaBaHjjanm €MMHUHT TYpPFYH CHUIIMHUA OIIMPAJIA, METAJUTHUHT CauypalluHu
KaMauTUpaay, YOKHUHI IIAKIUIAHWIIWHYU SXIIWIARAU, 3PUII YYyKYpJIWTUHHA OILIUPAIH,
IIYHUHTACK, METAUTHUHT  YTKazuiumura (KY4Yupuwidiiura) TabCUp KWJIaaAd Ba
narBaHJIAI/IA ULl YHUMHUHY OLIUPAJIH.

[TaiiBangiam  ydyH OOIKa S3JIeMEHTJIap OujiaH KUMEBHH OMpHUKManap XOCHJ
KWIMaAurad rejauil Ba aproH kaOu WHEpT rasnapiaH (0aw3u Oup rugapuiap OyHJIaH
MYCTaCHO, yJap Xapopar Ba O0OCUMUHHUHT KHYMK UHTEpBaJIapuIaruaa 6apkapop O0ynaamn)
doinananunaan. CaHoaTna reiauiiHM TaOMMI Tras3lapHU CYHOKJIAHTUPHUIN HYnu OuiiaH
OJINHA/IH.

DpuMHURAUTaH 3JIEKTPoIap OWIaH MHEPT XUMOSI Ta3jiap MyXUTH/1a TaliBaH/1JIaHTaH
MaiBaHj] 4OK, FOKOPH MEXaHUK Xycycusitiapra sra Oynanu. Lllynunr yuyn ymoOy ycyn
O3UK OBKaT, KMME Ba MEJUIIMHA CcaHoaTHJa Ba AaBUAKOCMUK TEXHUKACHUHU HIILIA0
YUKAPUILIA KEHT KyJIaHunanm. 2

A30T MyxuTHAAa naiiBanaiaam. Muc Ba 3aHIlamMac NYJaTJIapHUHT 0ab3u Oup
XWUIAPUHY NadiBaHIamga €l 30HACUHA XUMOSI KWIIUII YYyH KHUCIIOPOJ KypHJIMallapujia
pekTuduKanug Uynu OWiIaH XOCWJ KWJIMHTAaH a30TAaH QoiiaJaHull MyMKUH. A30T Oy
Marepuajiapra HucOaTaH HMHEPTAHP. A30T KOpa paHIJM, CapUK XalKAaCUMOH YHU3UFH
Oynran mynaT OalToHIapIa caKIaHa Iy Ba TallAJIaIu.

A3oT-€i BocuTacua naWBaHIaNIa KyMup €Kku rpauT y3akiap 3JeKTpos 0yauo
XU3MaT KWiaad, Bojdpam 3JIEKTPOUIap HUIUIATUIN Makcaara MyBO(MUK 3IMacC, UyHKH
VIIAPHUHT CUPTHJIa XOCHII OYyanurad Bodpam xxyaa kyn capd O0ymaau. A3or-€iina KyMup
NeKTpod Owiad mnadBaHmiamga EWHUHT Kywianumu 22-30 B Oynumm  jg03uM.
[TaiiBananam TYFpu KyTOJIM y3rapmac TOKAa AUaMeTpu 6-8 MM JId KYMHp 3JIEKTPO]T OuinaH
Tok 150-500 A GYnranma Oaxkapunaau. A3oTHuHr capdu 3-10 i/gaK HU TaIKWUI KUAJIadu.
a30T MyXUTHJIa MaliBaH/JIalll KypWJIMacu aproH MyXHUTHAA NalBaHJIall KypUJIMaCHHUHT
aiiHaH y3u. Kymup y3akiiapHu MaxkamJilall y9yH FOPENKaja aJMallTHPUIAIUral Maxcyc
YUJIMKIIAp OYITUIIN JIO3UM.

KapOonar anruapua rasu myxutuaa naiiBananam. KapOonaT aHruapun rasu
MyXHTHJIa TadBaHmjam Xamma (a3oBui BasusTiapiaa Oaxapunaau. [laiiBanmnaniga
TecKapu KyTOJIH y3rapMac ToKAaH (GoiiaaaHuIaIu.

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

32 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 570
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Eitnuar éaum GapKapOpIMIMHE OIIMPHIN, METAAT KaMpOK caupalld, d4yKyppok
APUINN XaMJa Il YHYMH OPTHINU Y4yH DJIEKTPOIard TOK HUXOSTAA 3U4 OYJIUIIH, STHHU
TaHJaa0 OJMHTAH TOK/JIa HUCOATaH aHYa MHTUYKA CUM UIUIATHO TaiBaH 1Al MabKYyJI.

Kyunanuimra kapa® MabliyM 3UWIMKIArTH TOKJA HWIUIATUIAAUTaH €M y3yHJIUTH
aHuKa0 onmuHaau. KywraHumiaw jkajBaiga KypcaTWiTaH derapajap/iaH KaTTapokK EKd
KHYUKPOK OJUIT WHUHT Xa/JIaH TalTKapy KaJlTaJaHWIINTa €KW y3aWUIIUTa OJU0 Kelaau
Ba TaiBaH 1Al )kapa€HuHu Oy3anu (€i y3miaub Koiaau, METaJlJI caupaiiv, FOBAKJIAIIIUIII
XoJutapu pyit Oepaau Ba X. k.). FOnka (kamuaa 2 MM) MeTaJTHU NadBaHAJaNIAa KyYJIaHUII
KATTAJIMTH MyXUM axamusiTra ara oyuaau.

CuMHM y3aTuIll TE3JIUTM amMalija Ma3Kyp TOKJa Ba KywiaHuijga €l Gapkapop
¢naauran kunu6 tannaHaau. KapObonar anruapus ra3u capdu naBaHajiam BaHHACUHUHT
atpodrard xXaBO TabCUPHAAH SXIIKA Myxoda3aJllaHUIIMHU TabMUHJAIIM  KEpak.
MyHAIITYKHUHT MaiBaH/JIalll BAHHACH 03acUTa HUCOATaH 3HT MabKyJ XOJaTH (KusJiaml
Oypuaru, Macoda) xaM IIy MIapT-IIapouTIapra Kapad aHukjIaHaau. MyHAIITYK OujiaH
OytoMm opacunaru macoda Tok 60—150 A, kywrianum 22 B 6ynranuna onarna 7—I14 mm,
Tok 200—500 A Ba xyunanum 30—32 B 6ynranuga sca 15—25 MM O0ynaau. DneKTpoIHu
BEpTUKAJIra HUCOATaH KusaTuil Oypyaru 15—20° HY TallIKWII STUIIH JIO3UM.

[TaitBanamaaH OJAMH Ta3 y3aTuia OolIaHaAW Ba YHHUHT capdiaHumu capd
Vagam acoboOu Oyiinya pocTiaHaau, NUIAHTIIAp Ba TYTIMY XaBO KOJAUKIAapuaaH mydiiad
TO3JIAHA/IH.

E — Water Supply C - Flowmeter and Regulator

or Circulator

D — A.CG-orD.C. Posgl
Source
Filler Rod

B — Inert Gas Supply

Power Block

Water Drain or Return
to Circulator

DOpuiiguran dJeKTpojIap OWIaH XWUMOS Ta3map MYyXHWTHJA TaWBaHIAl yIyH
Kuosznap 33
[MTaviBanamamm 6onutanummaa MeKTpoa 25—30 MM YuKHO TypHIlU Kepak.

33 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 572
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OnexTpon Oup Tekucna Cypwidmud Jo3uM. FOnka MeTaiHu MaiiBaHAmall
KapaéHuga >7eKTpo] (akaT YoK y3pa WIrapuiaHMma CypHIagd, aHuya KaJluH METaJIHU
naiBaHJIaNIIa 3ca SJICKTPOIHUHT yuu OWjIaH KYHIAMaHT XapakaTiap XaM KHIHHA/IH.

[atiBanauu >MeKTPOAHM YanjaaH yHrra (Oypuaru OuiaH opkara), €K yHT/IaH yamnra
(Oypuarn OunaH onauHra) €XyA OJJEKTPOJ YOK TEKHCIWIMra HucOaTaH THUKKacura
KOUNAIITUPWITAHIa «Y3Ura TOMOH» CypHO OOpHIIM MYMKHUH. OneKkTponHu 5—20°
yaMmacH OJIIMHIa EKM OpKara KusjaTca xaMm Oyiaau.

[TatiBanutamn BaHHACMHUHT guameTpu 30 MM 1aH KarTta Oynmaciauru kepak. Kenr
YOKJIapHM MHTMYKA BAJIMKIAP XOCWJ KWIMO KaTTa TE3JIMKIa MaiBaHJUIall JIO3UM. HIJIaH
yanra (Oypuyaru OWiaH OJAMHIa) MaiBaHJIaraHAa aCOCUM METaJUIHUHT 3PUILI UyKYypJIUTd
Kamasiiv, BAJIMK 3Ca KEHIPOK YMKaau. by ycynaaH ronka Meramul €KM nanBaHIall xamaa
COByHI JKapa€HMJa Jap3 KETULIra MOWMJI OyiaraH JIeTMpliaHraH —IyJaTiapHU
naiBanania GoinagaHWIraH MabKyJIpOK.

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

Meramn KanuHiaura 2 MM JaH Kam OynraHuja €l ra3iapuHAHT OOCHUMH 3pUTaH
METaJUIHUHI OKUIIMTa WY KYWMAclIWrd Y4YyH TOpU30HTra HucOataH 60° naH OpTHK
Oypyak oOcCTHJa >KOWJAIIraH TEKHUCIWKIArd YOKJIap, LIYHUHTJEK BEPTUKAI YOKJIAp
IOKOpUJau mactra TOMOH naiBanmmaHaau. [laiiBannnmaérranjga WiIOXKd Oopuya KHUUUK
KyWIaHHMII Ba TOK MIUIATWITAaHH MAabKyJl. 2 MM JaH KaJIMH METAJUIHU SJIEKTPOIHU
«Oypuaru OuyiaH opKara» KusjaaThO, MacTJaH FOKOpUra TOMOH BEPTHKAaJ YOKJIAp XOCHI
KUJIMO MaiBaHIall MyMKHH.

I'opuzonTan YOKJIap TMAacTAAH IOKOpUra KapaTwiraH »5JeKTpoJ OuiaH,
KYyHmamanrura TeOparmaciaH, 17—I18 B kyunanumpga naiBanmmanamau. Illun doxmap
WIOXKK Oopvya KUYKWHA KywIaHWII Ba TOKAaH (oigananub, IyHUHTIEK KapOoHAT
aHTHIPU] Ta3ujaH KYnpok capdiaad, 3JIeKTpoaHU «Oypyaru OwsiaH opKara» Kuiuo
naBaHIaHAIH.

Direction of Travel

g SN,
Gun
Drag Angle 90° Push Angle
(Backward Pointing) (Forward Pointing)

[NaiiBaHIAII TOPENTKACKHM OTHII Oypuakaaput

3 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p.
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Kamuamuru 1,5 — 3 MM MeTalmm «OCWITaH XO0JaT/a» ydMa-yd KWiInO BEepTHUKA
XOJIaTAAru SJIEKTPOJHHM YOK YKU Oyimua cypu6 maiBanmiaHamau. FOmka (0,9—1,2 mm)
METAJJI MUC TarjuKaa €KW KOJAJAWIaH MyJaT TarjauKaa MMacTKU XOJaTAa, €KW BEPTHKAI
X0JIaT/1a TarJuKCHU3 MaiBaHIaHAIH.

Kanuumuru 1 —1,5 MM metaminu (3a3op 1,5— 2MM rava Oynranaa) yuma-yuura
0,8 MM cum OuslaH KapOOHAT aHTHAPUJA Ta3UAa sIPUM aBTOMATUK MaiBaHANAIl MYMKHH.
Merann 3a30pAaH OKMaciaurd y4yH NaiBaHAYM TOPEIKAHW BaHHAJAH YeTIallTUPMacIaH
CHUM y3aTHIIl MEXaHW3MHUHH BakT-BakTh Owmman 0,25 — 0,5 cek TyXTaTuimum kepak. by
X0JiIa SPUTHO ENUIITUPUITAH METAJI KOTaayd Ba TUPKUINIJAH OKUO TymimMaiau. byHman
TalIKapy, aCOCUI METaJTHU 3pUO TEIIMIUII uXTUMoJu 0ynmaiinu. KyBypnap yuma-yuura
aHa IIyHJIal TaiBaHIaHAIH.

[TaitBangmanmHu Tyrataétu0, KpaTepHU MeETajuira TYIIUPHUIN, CYHIpa CUMHHUHT
Y3aTWINIINHA TYXTaTUII Ba TOPEJIKAHW YETJIaTMAaclaH TOKHM aXpaTHIl Ba BaHHAJAru
MeTaJul KOTMaryHura Kajap KapOoHaT aHTUAPH]T Ta3u y3aTUIIHIIN KEPAK.

Ha3zopar caBosuiapu:
1. Xumos razmapu myxuTtuaa €W OwuslaH NalBaHIJIAIIHUHT MOXHUSTH HUMAJaH
nbopat?
2. Xumos rasjapu MYXUTHA MaiBaHIJIAII yCyJapu 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
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4-maB3y. OI0C 0CTHAA, VJIEKTP-ILJIAKIIN, 3JeKTPOH-HYPJIH Ba Jia3epiiu
naBaHIalI TEXHOJOTUSICH BA sKUXO03JIaPH
Pewxa:
4.1. @mroc octyia NaBaH 1Al METALTYPTHUsICH
4.2. @mroc ocTy/ia NaBaH Al YYyH KUX03J1ap
4.3. DneKTp-1IIakiy MaiBaH Ialll.
4.4. DnexTpOoH-HYpJIM NTaBaH IJIall.
4.5. Jlazepau maiBaH;Ianl.

Tasinu n6opanap: daroc ocTHaa MaBaH 1A, MalBaH AL allllapaTy, MaiBaH Al
KaJUlaru, naiBaHjyIanl aBTOMaTH, MailBaH/J1all TPAKTOPH, SJEKTPOI CUMUHM y3aTHII
MEXaHU3MH, TOK Y3aTyBUU MYHIIITYK, TYFPUJIOBUN MEXAHU3M

4.1 ®daroc ocTuaAa NAHBAHLJIAI METAJLUIYPrUsicH

@uroc ocTrA NaiiBaH Al aBTOMATUK €KU pUM aBTOMATUK ycyJiaa OakapyIHILIN
myMKuH. [laiiBannam Xyayad KyKyHCUMOH (uoc 6mnan xumosmanaau.®® IIynaTnapau
SpUMaBTOMATUK Ba aBTOMAaTUK MHaiBaHmiamga arociap EMHUHT EHUIN 30HACHU[Aa CYIOK
METa/uIra KUMEBUM TAbCUP KUJIAAW Ba MAalBaHIJIAIl BAaHHACWHU JieTUpiann. OItOCHUHT
XUMOSIJIAII XO0ccalapyd YHUHT (PU3HKAaBUI X0yIaTUra (IIMIIACUMOH KU MeM3a KYPUHUILINIA
Oynummra) Ba noHajopiaaHumura 0oriuk. Oiroc Ba maBaHIall BAHHACUHUHT KUMEBUN
TapkuOura Kapad uroc Cyrok MeTamira KUMEBUM TabcUp KWIaau €K MACcCUB XOJaTIa
KOJIaJI!.

dnroc-cuiMKaTIap TapKUOWa WKKH XWJI OKCHUJJIAp: acoClId Ba KUCIOTAIIU
okcuIap 6ynaau, mry cabadaH acoc €K KUCIO0Ta XapakTepau durociap 1e0 IpUTHIaIu.

Acocnu ¢urocnap, oaatrna, KpeMHUW BOCHUTACHIA THUKJAII JKapaéHU TMalBaH]
YOKHUHT INAKJJIAaHUIIWra cajiOuili TabCUp KypcaTraHujaa, JETUpJaHTaH MYyiIaTiapHU
MaBaHJIAIIIA UIUTATUIIA N,

®dnroc octuaa nadBaHmIamaa yuyra (aza: nuiakiau ((arociu), raiv Ba METauid
(daza 6ynanu. [laliBananam EMMHUHT (uroc octruaa EHUNI kapaénuaa Oy (aszanap opacuaa
aIMaIIUII-KaU TapUIIKII PeaKIusiIapy coaup Oynaau.

[TaitBaH1a11 BAHHACMHUHT HT UCCUK KUCMUa METaJUl Ba IUTaK (pa3anapu opacuaa
KyHUJaru peakius coaup Oynaau:

(Si0O2)+2Fe.=2(FeO)+[Si]

By peakmus arap ¢umroc TapkuOujgaru CUIMKAT KUCIOTa MUKAOPH Kym OYnuo,
yagaru teMup (11)-oxcun (FeO) xoHIEHTpallMsACH Ba MalBaH/Iall BAHHACHIATH KPEMHUIA
MUKIOpH Kam Oynranga comup Oymamu. FOkopuaa KypcaTwiran peakmus Oyilmda XOocui
oymamuran temup (l1)-okcua mutakka Ba KMCMaH MeTauira yTaad, OMHOOApWH, METall
4OKM OMp BaKTHUHI y3WJa XaM KpeMHuiira, xam kuciopoara (temup (I1)-oxcua Ounman)
TyhuHaau. byHna myHn tabkuaniad YTl 3apypku, arap (GIOCHUHT KPUCTAJUIUTH OPTHO
KeTca, malBaHJIall BaHHacuaa GJIloclaH KaWTapuiraH KPEeMHUM MHUKIOPH XKyJa opTHO
KeTuid MyMKuH. KaM yriepomim kailHaaurad myjaTiapHU MaiBaHianiga ;KOpUIari

35 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 793
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peaknmusiHUHT axamuatu karra Oymamm. Cyrook Metauima (urocian  KaWTapuirad
KpeMHUHUHT Kamuaa 0,2% Oynuiy maiBaHajam BaHHACHHUHT KPUCTANIOBYM KUCMHA
CO HHHr XocWJ OYNIHUII pEeaKIUsCUHU WYKOTHII Ba CYHIUPHII XaMa 3U4Y YOK XOCHI
Kuuiira épaam oepaau.

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

®dmocaa mapraner (11)-oxcua (MNO) vunar kyn Oyaumu Ba Temup (I1)-okcuaHuHr
KaMm Oymumu Tydaitniu Metamn Ba muiak (aszanapu opacujia MapraHeliHU KaWTapuiil
(OKCHIaHUIIT) peaKIUICH COaup OViaau:

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

Omocga MNO HUHT KOHLEHTpPAUUSACH KYIUIMTM MapraHElHUHT KalTapuiauimira
(IIOCHUHT aCOCIIUTMHU OIIMPUIITA, TEMUP OKCUAJAPUHUHT Kamaluiura €paam Oepanu,
ounobOapus, duaocna MnO kam MuKnopnaa OViaraHuja MapraHell OKCHUTaHadH, KYII
MUKJAO0pAa Oyiaranuaa 3ca Kantapuiagu. MapranenHUHT (PIIFOCIaH KaWTapuiIMILK METaJlI-
nuak  cucremacuna temup (l1)-okcumHuHT opTHmIMTA Epaam  Oepamm, OwHOOApHH,
CYIOKJIAHMII 30HACH]IA CYIOK METAJlI OUpP 03 OKCHJIaHAIH.

[TatiBanayamm BaHHACHHUHT CYIOKJIAHTaH MeETa/UTMTa KUMEBHH JKMXATIaH aKTHB
Oynran ¢uroc KpeMHHA Ba MapraHel KaWTapuiaJuraH PaKIWsUIAPHUHT SXIIA YTHIIUTA
épnam Oepaau. by xonaa yriaepoJAHUHT OKCUJIJIAHUINU 103 Oepaau; OyHAa UKKU XOJaTHU
Hazap/ia TYTHUII JIO3UM:

1) BaHHaHUHT IOKOPH XapopaTiid KUCMHUJA COAUp OYynamuraH yriaepoaHUHT
OKCHUJUTAHMIIIN CYIOK METALTHUHT OKCHJICU3JIAHUIIIUTA OJINO Keaau;

2) BaHHAHUHT KPUCTAJUIAIITUPYBYM KUCMHUJA YTIIEPOJHUHT OKCHIJIAHUIIN METaJUl
YOKHUa FOBAKIIUKIIAp XOCUJT Oyummra épaam Oepaim.

dnroc ocTHIa aBTOMATUK MalBaHJIANT YIJIEPOJIN MyJIaTIapHu, XPOMMOJIUOICHIIN
Ba 3aHIJIaMaliqurad MyJaTIapHy NaiBaHIal yqyH HILIaThiam.

[TafiBaHmyam  BaHHACHHUHT  KPUCTAUTAMNITHPYBUYM  KUCMHUJA  yTIACPOTHUHT
OKCHJUTAHMINI PCAKIUSACHHUHT COAMp OYIWINMUHU CYHIUPHUII MakKcaauja BaHHAAA
KPEMHUWHUHT 3U4 YOK XOCUJI KUJIUIITa UMKOH Oepaauran 3apyp mukaopu (kamuaa 0,1%)
Oy 3apyp.

[TaitBangmam darocnapuga o3 mukaopaa (0,15% rada) ontuHryrypt Oynamu; y
MEeTayUT YOKHJArd HHT 3apapiu KymumyanapiaaH Oupuaup. OJTHHTYTYPT, IIapoWTra
Kapad, ¢urocaan Merauira €kd akcuH4Ya, MeTauiaaH Quirocra yraau. OATUHTYTYPTHUHT
MeTal Yokura (maiiBaasiall BaHHAcHra) YTHUINM YYyH 3HI KyJjail mapout, y (iroc
TapkuOuga temup cynpua — FeS kypunummma Oynranuga sipatuinanu; FeS cyrok
MeTayuiia aximu dpudau. Tapkubuma kKynm MUKIoOpaa Maprader] Oynran Qurociapia,
OJNTUHTYTYpT Mapraner cyiduaura (MnS) 6ormanran 6ynuo, y TeMupaa EMOH SPUMIIH.

[TatiBanayam BaHHACK A KyHUAard KUMEBUN peakusiap Coaup OYIUIIM MyMKHUH:

(MnS) + Fe.= [FeS]+[Mn]

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

36 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 794-795
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[NatiBanmam BanHacuga MnS wunr FeS ra aiinanuiim OKCHIJIAHUII YYYH HIapOUT
spaTHIITaHUla Ba METaUIAa KaM MapraHer] Oynranuaa coaup 6ynanu. MnS nunr FeS ra
alTaHuII Kapa€HU TYXTATWIMIIMIA METaulJa MapraHelHUHI, [UIaKJa MapraHel 4aia
okcuau (MnO)uuHr kymuuru cabab 6ymaau.

Temup cyaduam MeTaqym dYOKHMIArWM 3apapiid  apajaimmMa  XHCcOOJIaHaIH.
Kpucramnanum fgaBpuga Temup cynduaum AeHIpUTIapapo OYIUIMKIapia OCOH
CYIOKJIaHaJMIaH 5BTekTHKa FeSFe Hu xocmun kumaau (cyroxmanum xapopatu 940°C ra
SAKWH) Y 3Ca YOKJIa UCCUK XO0JIM1a EpUKIIAp XOCHII OYJIHUIIUTa OO0 Kelaiu.

Tapxkubunma mapranen, kym Oyaran duirociaap ocTuaa MNalBaHJIAIll >KapaCHUAA
dbocdhop darocnan Meramun BaHHacura yraau. DIIOCHUHT KHUCIOTAIWTM KaH4ya IOKOpU
Oyica, Oy xkapaé€H mryH4a Tynapok yTaau. Meramn dokuaa GocopHUHT OYIUITN YHUHT
3apOuil KOBYIIOKJIMTUHU KaMalTHpau.

[TaiiBaHIaHAUTAH KUPPAIAPHUHT CHUPTUJIATM 3aHT €KW KYWHHAW NalBaHJ YOK
METAJIM/Ia FOBAKIIUKIIAp XOCKJ Oyuiura cabad oynaau.

4.2 ®daroc ocTHAA NaiiBaHIJIAI YYYH KHX03J1ap

Mexanuzanusiiamran  (iroc  octuaa €lnM  malBaHIAIHA - Oakapull  y4YyH
KUXO3JIap JKaMjlaHMacu Kepak Oynaau: TabMUHJIAIl MaHOau, MadBaH/IJall armapaT,
MEXaHUK KUXO03JIap Ba Kypuiamaiap Oynap OyrOMHU HUFHINIA aHUKJIUMK YYyH Ba CH(aTIH
naiBaH/i OMPUKMaHU XOCWJI KWJIMII YYYH Kepakaup. YOy TEXHOJIOTHK >KUXaTAaH Oup-
Oupura OOFIHMK OYITaH KUX03J1ap KaMaHMACUHU NAUBAHONAW YCKYHAIapu 1ed aTanaju.

llatieanonaw annapamu ned maiBaHI OWPUKMaHU Oakapuilja omepalus Ba
yCYJUIAQpHH MEXaHU3aAlMSUIAITUPHUI Ba aBTOMATJIAIITUPHILN YYyH Kepak OVymamurax
ANEKTp acOobnap Ba MexXaHW3MJjap jkamyiaHnmacura autwianu. [laiiBann OupuKMaHU
Oaxkapuin >kapaCHU ydyH oOIllepainus Ba YCyJJIapHU KyWHaarudya axpaTHil MYMKHH:
naiiBaH/ €WMHU KY3FaTUIN Ba Tajad STWraH pexumiapia €l EHUIIMHU TYPFYHIUTHHUA
TabMUHJIAII, MMalBaHAJANIl 30HACUTA 3JIEKTPOJHU y3aTULI, YOK VKU OYillnald aleKTpoaHU
WyHanTUpu, Tanad ASTWITaH TE3NHMK OWIaH WYHanTUpwiraH HyHanuim OVyitmua €u
CWIDKMILVHU TMalBaHAJAaHAETraH Kuppajiap OyiHnyYa CHWJDKUTHIL, NMadBaHJJIAIl 30HACUTa
(IIOCHU y3aTHIL, UIUTATHIIMAral (QJIFOCHU WUFUI, MaiiBaHUIAIl )KapaéHUHU TYXTATHUIL Ba
KpaTepHU nailBaH a0 TYIIUpHUIL.

Eifan  Ky3raTvin, o»MeKTpoJ CHMHHM Y3aTHII PEKHMHM yHoiad Typum Ba
naiBaHIall )kapaéHUHU TYXTaTHUILI KypUJIMacura natianoaiaul Kaiiazuy NeHunaau.

Arap maidiBaHIUIalll KaJjUlard TYFpWJIall MEXaHU3MHU THU3UMH OwiaH, (QIIroc ydyH
OyHKep, CM y4yH KacceTajap Yy3u opap apaBaudara OUpHUKTUPWITAH OVica yHU Y3u opap
naiieanonaw agmomamy NHUIIH Y34 0pap TaiBaHUIAII aBTOMATH Maxcyc YpHATHIIaH
nyHanTupruaiap OViiina xapakatiaHaau Ba Oup
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37

DnekTp €M mailBaHJIall y4yH aBTOMAT

@droc 0CTUIa ABTOMATHK MAaWBaHIAITHUHT KYWUUIArW aB3AJIMKKIIAPU MABKY/I

- FOKOpH cHuar;

- UIUJIa0 YUKAPUILl YHYMIOPIIUTH IOKOPH,

- ap30H TaH HapXH;

- TypJM XU NaiiBaH | OMPUKMAJIapHU NaliBaH Al UMKOHMATHTA dra .38

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

37 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 A 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 TYFpPUJIAIl MEXaHM3MU THU3UMIIApU OuiaH, ¢UIroc y4yH
OyHKep Ba CHM y4YyH FajTaru OwiaH naiiBaHjiaHa¢Trad OyloM Temacura CUbKUMaiauran
KWINO MaxkaMJlaHTaH KypujiMara ocuma nauseanonaws annapamu nevnnaan. Ocma
naiBaHIJall  annaapaTiapuHd  Kyulamga  OyloM  y3M  MEXaHMK — KMXO03Jap
(MaHUDyJATOpNIAp, AWJIAHTUPTUWIAp, POJHUKIM CTeHAJap) €paaMuaa Xapakarra
KeJITUpUIIaau, €l sca xapakarcuz 0ynub TypaBepanu. Ocma madBaHAJall anmnapartiiapu
apaBayajiapra xam YpHaTWIaau, MacallaH, Y3yH TYFPU UYM3UKIM YOKJIAP XOCHJ KWJIHUII
y4yH €KY MaiBaH/JIall anmnapaTHHU OUp MO3UIMSIAH UKKUHYM TMO3UIUATa YTKa3WIll Ba
XO0Ka3oJap y4yyH apaBayvajiapra ypHaTHIIaIu.

dmroc ocTHa MadBaHAJANAa TabMHMHJIA MaHOau cudaruga ysrapmac TOKAaA
WA JUrad TyTPUIarkd Ba y3rapyBuaH TOKJAard TPaHC(OPMATOp UILIATHIANN. 32

[latiBannnmanaérran  Kuppayiap Oyinad €WHM  maiiBaHAuM  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, ¢uroc yuyyH OyHKep, MalBaHIJAIl Kajulard, CUM Y4YyH KacceTa,
naiBaHIall CHMUHY y3aTUII YYyH MEXaHU3M Ba OOLIKApyB anmapatd Kupaau.*

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

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

40 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 XMMOS KWW Oyiinda (TmadBaHAJaIl ydyH aBTOMatiap: (Quiroc
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 maiiBaHAJIalll KaJUIATMHU COBYTHIN YCynHu Oyiinya (TaOMui COBYTHIL,
MaxOypuil COBYTHII — CYB €KH a3 OHJIaH);

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

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

6) BIEKTPOJ] CAMUHU y3aTUI OYiinya (MyCTaKWI — CUM y3aTHII T€3JIMTY JOUMHUM, Ba
¢l KywiaHuIura OOFJIMK Y3aTHII — aBTOMAT pocTiiaruuiap OuiaH).

[TadiBananam kajarujia JTOMMHUMN y3aTHII TE3JUTH OWIaH €M y3yHJIUTH Y3rapull
OpaJIuFu/ia PEXKUM TUKIAHUIIMN, EHHUHT ¥3-Y3UIaH POCTIIAHUILIN OKHOATH/1a BAKTUHYAIIUK
3IEKTPOJ APUIN TE3MUTH Y3rapuIlk Xucodbura Oymaam. EBif opanuFu KaTTamaImuImm
HaTWXacuja MaiBaHAJall TOKA Ky4M macasau, Oy 3ca B3JEKTPOJA JPHII TE3IUTHHU
KaMalTUpaIu. Eif y3yHIMIuHM KMCKApUIIM HaiBaHIAIl TOKH Ba JPHII TE3IMTHHU
OLLIMPUIITa 0JIUO KeJaau.

Eif KyunaHMINIapHMHM aBTOMATHK POCTNIAII OWIAH HaiBaHIAll Kaaaariapuia &if
OpaIUFU y3YHJUTMHU Oy3WIMILK, 3JEKTPOJ CHMHMHM Y3aTHUII TE3JIUTMHU LIyHJal
Varaptupaauku (Y3rapmMac TOK  OJEKTp IOpUTruura Ttabcup 3THO), &ira Kywmiraxn
KY4YIaHUII KaiTa TUKJIaHAIH.

XaMmMma sipuM aBTOMATap KywWuaard ajoMartiap Oyilnda kiaccupukanusianau:

1) éi 30HacuHM XUMOS KWK Oyiinya (pyuM aBTOMAaTIIap aiBaH Al YayH: (Iiroc
octuaa, Gaona XUMOs raszjiapia, MHEpPT rasinapnaa, (aos Ba MHEpPT Tras3iapjaa, O4uK &Ed
Ouian);

2) ropenkaHyd COBYTHIL Oyitnya:

- TaOUUI COBYTHILL;

- MaXOypHil COBYTHII — CYB €KY ra3 OuiaH;

3) ANEeKTPOJ CUMU TypH Oyiinua

- SIXJIUT KUPKUMJIIA CUM;

- KyKYHJIU CUM;

4) 31eKTpO/ CHMUHU Y3aTUII TE3IUTUHHU pOCTaml Oyinya:

- PaBOH;

- IOFOHAJIN;

- PaBOH- OFOHAIIH;

5) aneKTpoJl CUMUHHM y3aTull Oyitnya:

- UTaPYBYH;

- TOPTYBYU;

- UTapyBYU-TOPTYBYH.

63



b

7o

B)
[IInaxrim spuM aBTOMaTIIaAp:
a — UTapyBYM TypAaru; 6 — TOpTYBUM TypJAaru; B — UTapyBUU-TOPTYBUH TypJaru:
1 —cum yuyH ranrtak; 2 — y3aTyB4YM POJIMKIIApP; 3 - ATWIYBYAH IIUJIAHT; 4 — ropesnka; 5
- CUM

DneKkmpoo cuMuHu y3amuul MexanusMu IOPUTMAZaH Ba POJIMKIAPHU Y3aTyBUH
Tu3umiiapaal  uoopar. HOputma OepuiraH Te3NUMK OuWaH y3aTyBUYM POJMKIAPHU
allTaHTUPUIIMHU Ba OJJEKTPOJ CHUMHU y3aTUII TE3JUTMHM OepuwiraH KUWMaTUHU
TYFpUJIAIIHA TabMUHJIANAM. Y3aTyBUM MeEXaHU3MJIAp IOpPUTMAacu cudaTuia aCHUHXPOH
IOpUTMa Ba aJMalITHUPYBUYU WIECTEpHSJIApU OWJIaH PEAYKTOp €KUM TE3JIMKIAp KYTHUCU
UIUIATUIAAN. ATMAIITUPUITYBYH HIECTEPHSJIApU OMIIaH y3aTUIIl MEXaHU3MHU arapaTiapu
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CEepUSIN €KU XaXMJTM HUIIJIA0 YMKAPUIIAA KeHI KYJUIAHWIIA, YYHKU NaiBaHIall PeKUMU
HHucOaTaH KaM anmamrupuiaaam.

AJMAIITUPUITYBYU HIECTEPHSIIApU OWJIaH y3aTUII MEXaHU3MJIApU KYypUIIMACH OCOH
Ba WNUIATWIWINM omnuid. [laiiBaHmimam peXUMHHH Te3-T€3 Y3rapTUpHO TYpPHUII Kepak
OynraH KaM CepusuTH WIIIad YWKApHWINa, Y3aTHII MECXaHU3MHHHUHT TE3JIUKJIAp KYTHCH
OwraH, BapuaTopiap OwiaH OyiraH ammapamiap HIUIATAIaAd. Y3aTyBYH POJHKIAP
KOHCTPYKLMSIAp THU3UMHU NaWBaHJIAIl 30HACHra TYpiu OUAMETPIA Ba Typid aménu
cuMJIapHu KaMm Jnedopmalus OujiaH KacceTajaH CTaOWil y3aTHUIIHKA TabMHUHJAII KEpak.
fiukuya OWiiaH, CHIUTMK apuKya OuiiaH, YMKYa Ba apuKya OuJiaH, pe3MHaJIaHraH POJIHKIap
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 KWiagu. 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 IUaMeTpiIu cuMIiap OWJiaH MaiBaHJAIl YIyH MYJDKaJIJIaHTaH.

41 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 — XapakTJIaHyB4YM KOJOJKa, 8 — TOK y3arma, 9 — TOK
y3aTMaHu Maxkamuam, 10 — xapakaTnaHmanuran komoaka, 11 — raika, 12 — yunuk, 13 —
KyByp4a, 14 — xuprusma, 15 — Tox y3arma.

Tyzpunosuu mexanuzmaap HSIEKTPOI CHMHUHU TYFPWIAIl YYyH MYJDKaJUIaHTaH.
OpKHH allaHyBYM pOJUKIAP TU3UMHU OpKaJd CUM YTKa3WiIaAu, POJMKIAp LIyHIAn
KOMIIAIITUPMIITAHKY, CUMHHUHT KMHINMK >KOiapu Tyrpunanu6 keramu. 2 Kynruma
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; O — YUK

42 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 802
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Cunorcumuws  mexanuzmaapu OepuiaraH Te3JMK OwiaH mnaidBanHanam EHUHU
CIUDKUTHIN Y4yH, MaiBaHAJAII anmapaTHHU Kyiaa €Ki Mapluid Te3JIHK OuliaH OMpUHYH
XOJaTUra KEeNTUPHII YYyH Xu3Mmar Kuinaau. CWDKATUII MeXaHu3MHu cudatuga Ky
XoJulapia y4 €Ku TYpT FWIAMPAKIN HYHANTUPYBYM peic OYinda CHKYBUM apaBaua
Kyutanwiagu. CWDKUII TE3JIMIMHA — aJMallTUPYBYM IIECTEPEHJIAp, aJIMallTUPYBUYU
FIJIMpaKiap OminaH €Ky y3rapMac TOK IOPUTTUYMHHUHT aiJlaHUIIIAp COHUHU Y3rapTUpHUO
pocTiIall MyMKHH.

@noc yuyn annapamiaap TalBaHANAll 30Hacura (QUIIOCHM Yy3aTHII Y4YyH Ba
naBaHJIIIIaH CYHI MWIUIATWIMaid KoJraH (IIOCHUM HUFUII YYyH XU3MaT KWJIaIH.
[TaliBanmmanm TpakTopJjapyuaa IUIAHIVIA anmnapariap yllarudujaa IaiBaHAIall 30HACHTa
¢nrocHU y3atuiu yuyH OyHkep ypHatwiaau. OcMa y3u opap nadBaHyIall annapariapuia
¢uroc ydyH anmapatiap YpHaTWIraH, yjiap naiBaHJyiail 30Hacura (prOoCHU y3aTUIl yUyH
Ba MIUIATUIMAN KojdraH (pIOCHU MMFUII YYyH MyJDKaJUlaHrasavp. Ymoly ¢iroc ydyH
anmapatiiap y4 TU3UMIM Oynanud: cypyBYM, XailmoBuum (Oocum OwiaH ro0opuil) Ba
cypyBun-xannoun. ®Omroc yuyH anmapamiap 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

droc ocTraa NaiiBaHAIaIaa GIFOCHA yILIab TypHII yCyuiapu®

Tyzpunaw mexanuszmy NAUBAHJIAIIIAH OJIIVH NaWBaHUIAIl ENWHY KONIAIITUPAIH
Ba MaiiBaHIJIalll BaKTH/ A MalBaH yIall EMMHU MaiBaHyIaHAETraH Kuppajiapura HucOaTaH
poctnam. Tyrpunam MexaHu3MU KOHCTpPYKIUsCUTa HucOaTaH ymoy TYFpuilallulapHU
Kyi1a €Ki aBTOMAaTHK paBULIIA OaKapuIll MyMKHUH.

4.3. DJjeKkTp-uLIaK naiBaHJIaII
OnexTp-uuIak naiBaxam — Oy 3puTHO maiiBanasam ycyinu 0ynub, OyHaa YOKHH
KU3AUPHUII YYYyH, UCCUKJHUK, SpUraH NUIAK OpKadu YTaéTraH 3JIEKTp TOK EpAaMuja
KU3AUPIIaIN.

43 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p.
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DneKTp-1LIaK naiBaHyIam yn3macu.

DnekTp-IuUiak MaiBaHJaIIa JIeKTP TOKU NUIAKIM BaHHAIaH yTaéTud acocuil Ba
KyIIuM4a METAJUTHUA SPUTAJAM Ba SPUTMAHHU IOKOPU XapOpaTHHH ynuiad Typaau. DIEeKTp-
[UTaK KapaéH, NUIAKIM BaHHAHUHT 35-60 MM 4yKypJuruja TypFUHIAP, Oy YUYH dca YOK
V3arMHUHT JKOWMJIAIIUIIK BEPTUKAT XojaTaa Oynuiy kepak. Yok r03acuHM MaxOypuid
COBUTHII Yy4YyH MHCIM CYB KypwiMma ¢&paamuaad GolgalvuHuiIagud.  DJNEeKTp-IIaK
naBaHAJalIa dJEKTp KyBBaTHUHI XaMMacHu IUIaK BaHHACHra YTaau YHAAH 3ca
AJIEKTpOATra Ba MaiiBaH/JIaHAETraH Kuppayapra yraau. TypryH >kapaéH Qakar muiak
BaHHacKzaa goumuii xapopar 1900-2000 °C 6ynumm kepak. ITaiiBananaéTran MeTamiap
KauHIMK quana3oHu 20 — 3000 mm.

44 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 805

68



L1
2,59’ N = PR A
I3

5% > %
7 @ ’

100 MM KanuHIMKAa OYaraH TMYJIATHH DJJICKTPIUIAK YCyJJaa MMaiBaHJIaIIIa
HCCUKJIMK OallaHCH:

4.4. JNeKTPOH-HYPJIU NaHBaHAJIAII

DJIEKTPOH-HYPJIM NalBaHjIam — Oy S5puTuO maiiBanam ycyiau 6ynuo, OyHaa
METAJIJT KU3UIIK 3JEKTP MaiJIOH TabCHUpHUJA TE3 XapaKaTJIaHyBUM 3JICKTPOH HypJjap
OKMMHU HATHXKACHUJA KU3MUIU. OJEKTPOHJap OYIOM ro3acura Terud Y3MHUHT KUHETHK
SHEPrusAcHHM O0epub MCCUKIINK SHepruscura ainanaau pa metauiau 5000-6000 °C raya
Ku3aupaad. Ymoly skapaéH ojariga TepMeTUK EnuK KaMmepana Oaxapuwiaau (Bakyym
YIIIAaHUO TYypUJIIUIIN Kepak). DJNeKTPOH Hyp €paaMuia maiBaHjyIallga TaHOBapJap
Kammauru 0,01 gan 100 MM Ba OyHIaH XaM KaJIMHPOK OVIIMIIK MyMKHH.

1879 #unpma Kpykc karognu Hypiap €paaMuja IUIATUHAHU KU3JAUPUILIHH
Kypcarau. TOMICOH KaToa HypJlapu DBJIEKTp 3apsjJlaHraH 3appajapHU  TallKWII
STUIIMHU aHuKJIaad. MwukeHn 1905-1917 #unnapaa >J€KTpOHJIApHU y3UTra XOC
TaOUSITUHU Ba 3apAIMHM aHUKIaAW Ba UCOOTIamu. OJIEKTPOH — HYp MailBaHjaIl
TexHuka Ba TexHojorusicuHu J[.A Crtop HOMU OwiaH OOFIMK, Yy (paHIly3 aToM
SHEPIrUsiCU KOMHUCCHUACUJA UIIA0 Y3MHUHT TaAKUKOT HaTwkanapuuu 1957 iunaa don
Im.

Electron Gun
Alignment Coil
Optics

Focus Coil
Deflection Coil

Chamber
=
TI +- Workpiece

1xX1073 1 X102 1x10-1' 25 760 mmHg

High Vacuum Medium Vacuum Nonvacuum

4> Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 839
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DIEeKTPOH-HYp NalBaHIAI cXxeMacu. 0

4.5. JIazepsiu maiiBaHAIa1I
Jlazepsau maiiBananam — Oy »putud naiBaHiam ycyiau 0ynu6, OyHaa AeTamHu
KU3AMPUII YUYH JIa3ep HypJIaHUII SHEPTUACH KYITaHUIIA IH.
Jlazepnu maiBaHANalla MCCUKIMK MaHOaum cudaruia, Maxcyc KypuiIMajaH
OJIMHAJUTaH TEXHOJIOTHK Jla3ep Ae0 aTalyBud KywId KOHICHTpATialraH EpyFiuK HypH
UIIIaTAIa M.

Input Optical Beam

D
Assist Gas Input

Lens

Recast Layer
Focused
Optical Beam

Molten
Material

Jlazepnu naliBaHIan Ba KeCHII yn3mach.*’

Kartuk >xucmiii TEXHOJOTHK Jiazep — Oy HWIMHAPHUK Y3aK IIAKIUAard pyouH
KpUCTAJUT, SUITUPATHO KyMYIUIAaHTaH [o3ajapy ONTUK Hyp Kaltapruuiap Oyauo
XMCOOIaHAMH. Y3aKHUHI YHKUO TYpyBUYM KHCMH EPYFIMK HypIapu yayH KHcMaH modod.
[Mymu panrau pyoun Al,Oz, Xpom aToMiIap TalIKWI 3Tajad, YJIapHUHT Xap OMpH ydTa
SHEPreTHK Japa)kacl MaBxy.l. HypianyBuu TpyOKaHUHT KCEHOH JlaMIla YaKHAIIHAa XPOM
aTomyiapu €HMO IOKOpPHM SHEPreTUK napaxacu OwuiaH TaBcudianaau. TaxmuHad 0,05
MUKpPO JaKMKaJaH KeWHH KU3WJI paHTIv (OTOHJIAPHU TapTUOCH3 HYpiaTuO YHWFOHTaH
aTOMJIADHUHT OMp KUCMHU aBBAJIIM SHEPreTHK XoJjatura Kaitanu. Kpucramn Oyiinad
Hypaaétran Oy (OTOHJAPHUHT aWpUM KUCMJIApH, SHTU (DOTOHJIAPHU HYPIAHUILWHUA
Ky3rataau. bomka HyHamum Oyinald Tymaérran (otoHnap €H TEKHCIHMKIAP OpKaId
KpUCTa/UTHH Tapk dTaau. Kuzun Goronmap okumu kpuctami y3aru 0yitnad ommbd 6opaam.
VYnap napbarma HaBOAT mUMANK EH TOMOHJIApP Yerapacuja akc dTaad, TOKH YyJIapHUHT
TE3JIUTU KPUCTALTHUHT sipuM madod EH TEKUCIWTH dYerapacujaH YTUO Talikapura
YUKUIITa eTapiau Oynmaranda. HaTwkana KpUCTaJUTHUHT YUKHUII TOMOHHIAH KOTEPEHT
MOHOXPOMATHK HYPJaHUII KYPUHUIITUIA KU3WIT EPYFINK OKUMH HYPJIaHAIH.

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

4 Edward R. Bohard. Welding: Principles and Practces - American Welding Society - N.Y.: Connect
Learn Success, 2012 — p. 844
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Tamku Ky3ratumn Tabcupuaa pyoOuH KpuUcTaduga (OTOHJIAp IIAppacUHU
KYYKHUCHUMOH yCHUIIN CXEMACH

OOl W~

1.

Society

2.
3.

Ha3sopar caBosuiapu:

. [lafiBanuamn aBTomaTu 1e6 HUMara aitunaan?

. [TafiBanuiam sipuM aBTOMaTu Je0 HUMara anTunaau?

. [MafiBanuiam Tpakropu Ae0 HUMAara anTuaagn?

. DIEKTP-IUTAKJINA TaliBaHJIall MOXHITH HUMaZaH ubopart?
. DNEKTPOH-HYPJIU NaiBaH 1Al MOXUSITH HUMaJaH nubopat?
. Jlazepnu maiiBaHAJIall MOXUATH HUMalaH nbopar?

doiigaaHuITraH agaduéraap:
Edward R. Bohard. Welding: Principles and Practces - American Welding
- Connect Learn Success, 2012
R. Blondeau. Metallurgy and mechanics of Welding — London: ISTE Ltd, 2008
J. Norrish. Advanced welding processes — N.Y.: IOP published limited, 2002
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IV. AManuii MalIryJioT MaTepuaiiIapu
1- amajamii MalIFyJioT:

3AMOHABHMMH SPUTUB MAVUBAHUIAII YCYJJIAPUHUHT
KJIACCUDPUKALIUSACHU

Nmpan makcan: IlaiiBann OupukMaiap Ba YOKJIIAPHUHT TypH, YJIAPHUHT YIdamiiapu Ba
qu3Majia OCITUIIaHUIIN YPTaHHUIIL.

[laliBann OWpuKMaliap Ba YOKIAPHUHI TYpH, YJApHUHI Ya4yamilapd Ba 4YHM3Maja
OCNTUIaHWIIN JaBJaT CTaHAApTIApy OMIaH Oenruiad KyHuiraH.

YusMmamapHUHT pexaiapua Ba €H TOMOHJIaH KyPUHUIIIAPUAA KYPUHAAUTAH YOKHUHT
KOWM TyTall YM3UK OWJIaH, KYpUHMaWIUraH YOKHU MYHKTUP YM3MK OWJIaH OeNruaaHaau.
KyHpananr kecumiaplia YOKHHUHI 4Yerapajapd TyTall €FOH 4YM3UKJIap OWIiaH,
nalBaHJIaHAJUraH JeTAJUIAPHUHT KUppajapyd 3Ca HMHTUYKa TyTall 4YM3UKIap Ousal
Kypcatunaad. YoOKHM YHUHT TaCBUpHJIa CTpEJIKacu OMp TOMOHJIamMa OFMa YM3MK OWJIaH Ba
UKKMHYM Yy4yuJa YOKHUHI IIAapTIM OeNrucMHu €3ull y4dyyH TOKya (IoJika) OuiiaH
OenruwiaHagu.

IVUTIILITIVAlIVII VI AITTUW OIUT aliu VLIITI OIUT JuUIlIL
Butt Joint Corner Joint
Arrow of Welding Arrow Side erzo(;l;/ntSide
Symbol / of Joint \
72N » / 4 ’,”'}'{\' £
a —- 7 .\ Other Side
,f& : of Joint
\ Arrow of W
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 e mpmm s
,”_ = Arrow Side
g LN Member of
Joint
Other Side of Joint Arrow of Welding Symbol

YusManap/a naiBanj 4okHU Oenrunan*

48 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-pakamnm Oenrucu; 4 — maiBaHIaIn
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 Oenrwiam Baszudanapu
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?

doiigajaHUITaH agaduéraap:
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

73



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 TyIIyHWIaau. [laiiBaHam pexuMu mapamerpiapyd acoCuid Ba KylIuM4a
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.

DNeKTpo CUMHUHT JMAMETpU TMaWBaHAJAHAJUTAaH METAJUT KaJuHJIUTUra kKapao
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 ciMHUHT
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 dYayia spuiid MyMKHH. LIlyHUHr y4yH XaMm Kyn
KaTJaMJIM YOKHUHT OMPUHYM KaTJaMU XaMMa BaKT AUaMETpU 4—>5 MM 3J1eKTpoj OusaH
naBaHjaHaAu. V-CUMOH WIIUIAaHTAaH YOKHUHI Oapya KaTjiamJIapuHd Oup Xujl
(MakcuMan Uyn KyWniarad TMaMeTpIin) 3JeKTpol OWiaH naiBaHIa MyMKHH.

Beptukan Ba mun 4Hokiiap AMaMeTpd 5 MM JIaH OPTUK OyiIMaraH 3JIEKTPOIIap
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 OVyica, WCCHUKIWK TailBaHJIalll BaHHACUTA HWeTapiM Japaxkana
KeJIMaiIi Ba aCOCUI MeTaul OMJIaH SPUTHIITAH METAILT SIXIM OMPUKMACITUTA MYMKHH.
Harwxkana naiiBana OMpUKMaHMHT MYyCTaXKaMJIMTH KECKWMH Kamasaud. TOK XajjaH
TallKapy KywIid OyiraHuja, NMaiBaHUIAlHU OoILIaraHgaH KEHWWH call BakT YTHIIH
OmiaH dJEKTpoJ KU3UO KeTaau, YHUHT METajjd Te3 3pu0 YOKKa OKUO TyIIaau.
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 OOTIMKIATH

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—enmekTpoa MeTaIT CTEPKEHUHUHT JUAMETPHU, MM.

Beptukan Ba mmm YOKJIApHM TaBaHJIaIIa IAcTKU XoOJaTJAard 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 X0JIapu KaM Oyriaau.

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

49 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 axpana€TraH HWCCUKIUK MHUKIOPUHUHT Typiidya
Oy I Iup.

Y3rapyByaH TOK OWJaH MadBaHUIalI[a Tyjda MadBaHJIAll YyKYpJIUTH TECKapH
KyTOJIM y3rapmac TOK Ouiian naiBanamgaruaad 15—20% kam 0ynanu.

Eit OGunan nactaku maiiBaHmiamua KywIaHWII METaUIHUHT TYJa NaiBaHIaIl
YyKypJMIura KaM TabCUp KHJIAAM, XaTTo Oy TabCHPHM Hazapra ojiMaca Xam Oyiajau.
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 KapHIJIUIIINAT KUIMHIIUTY ¢, | OaKapuJIvIIN
KaJIMHJIUT a pyxcar MM ra pyxcar
51 ATHIITaH STHJITaH
dazoBuit 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. [MaitBanamam TOKM Ky4d KaHjal XxucooOaHaam?
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:
XHUMOsI ra3jiap MyXuTHAA NAWBAHAJIAII TEXHOJOTUSICH Ba )KUX03JIaApH
Mmpan makcaa: XUMOS Tas3jgap MYXUTHJAQ — [adBaHUIAIl  PEXUM
napameTpiIapuHu XUCOOIarl.

KapOoHat aHruapuj rasziapu MyXUTHAA MailBaHJIall PEKUMU aCOCUU
rapaMeTpiiapura Kynuaaruiap Kupajau: nanBaHIa TOKUA, EUIard Ky4JaHuIll,
nadBaHJIaIl TE3JIUTH, [MalBaH/JIalll CHMHWHHU Y3aTUII TE3JIUTHU, KapOoHaT
anruapus rasuan cappu. >

1. TaitBanam TOku KyduHu ¢popmyia Oyiinya aHuKIaHau

lpay=Ko/Kox 100, A

>0 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 iep/aa 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/IFI/I

2-)KaaBal
de, 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
le ,MM 7+10 814 1218 1622

Mmucoa. Karer kuitmati k=4MM, OyJraH KapOOHAT aHTHAPHUI XUMOS Ta3u
MYXUTHIA ENIIM NTaWBaHJIAN YYYH PEKUMUHU AHUKJIAUMU3.
1. Yok PHUHU aHUKJIAHMHU3:
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
[TatiBanmiam Toku KUAMaTH |l = 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 — 251eKTpOJI CUMUHU 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]l YUKUILIUHU aHUKJIAII
le =12MM KaOyn KumaMus

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 XumMos Ta3u MyXuTHIa TaiBaH Il 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. IlatiBanaramn CHMUHUHT JUaMETPH HUMara kapad TaHiaHaam?
doiigasaHnJIran agaduéraap:
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 MaiBaHJIAIl PEKUMH aCOCUM MapameTpliapura Kynuaaruiap Kapaiau:
MaBaH/JIAl TOKHW, €MJard KyWIaHWIL, MaiBaH/JIAl TE3JIUMTH, MNaWBaHIJIAll CUMHHU
y3aTUII TE3IHru. >

1. ITatiBaHAIaI TOKK Ky4YWHU Kyduaara popMysia OnuiaH aHUKJIaHAIH:

Inaii = (80 - 100)h;

By epna h; — spuir 9ykypiuru, MM.

bup yTumnmm Oup TOMOHIM MalBaHyTamaa Ny = ¢ KaOyil KWJIWHAIH, WKKA TOMOHIIU
naviBagmianyia hy = (0,6 — 0,7)c (Tupkumicu3 WuFWIn, TaidBaHIANI YeTIapUHU
Taii€pnab), Oy Hepaa ¢ — mMaBaHAIaHAETTH JeTal KaJUHIWTH. bypuak dYokiapHuU
naiBaH/JaIIa yuMa-yd OMpUKMaIapHi NaiBaHJIaIard Xucoo-kutobmap Gaxapuiaiy,
naiBanam Kuppanapuau 90° ra ouunnn OumaH.

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 JUAMETPUTa HUCOATAH TOK 3UYJIMIH Yerapacura OOrJIHKJINTH

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] TUaMeTpura HucObaTan OOFIUKIIMK 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 yyKypauru 0,5¢ nan 0,5 MM ra xyn Oynumm 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

st 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 uykypauruau x=10 mm 1e6 KaOyn
KUJIaMU3.
1. ITakiBany1alm TOKM Ky4rHH (popMmysia Oyilnya aHUKIaiMu3
_Ni00, A
k

I pay

by epna k — npornopcuoHAITNK KoehGUTCHeHTH, Oy TOK TypH Ba KyTOHTa, SJIEKTPOT
auamerpura, (mioc mapkacura Oornmuk. @mroc mapkacu AH-348A  Ba anektpon

CUMUHMHT TuamMeTpu 4 MM 00 bica k=1,15 Tenr 6onagu.

h 100

ey =100 =—-100=8694
k 115

| .y =8704 KaOy. Kujiamus.

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

3. Opulll UyKypauru Ve, koehdurcuentunu. ['papuru 6yinua, 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
OYpTHO YMKAHIUTHHU aHUKJIAWMu3; Ye=5 nae0 KalOyn Kuiamu3, y Xojijga 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. INaiiBagu1ant TE3IUTHHN aHUKIaIaMu3:

_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 ocTyA alBaHJIAITHUHT MaiBaH A PSKUMUHU 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 peXXKUMU A0 HUMAara anTuaau?
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.[1atiBann OupWKMa MyCTaXKaMJIUTH KakWTa Xuco01a0d YWKHO MyaMMOHW €YUMHUHU
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 nynatjaH Taik€piaHnrad KopoOka KeCUMIIM MaiiBaH/1 0ajka BEpTUKaI XO0J1a

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 3taau. bup TapaguHuHT pu
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 KeTuimuHu O6aprapad >tuin yayH. AbpHU dpum aykKypauru 8,5...12 MM nuamna3oHuaa
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, Quioc mapkacura Oornmuk. 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 MmaiBaH /jIanl
TOKM Ky4nHHU opMynacu Oyinda HaTHKACUHATYFPU KYpCaTKUYHU OepraH.

Keiicau 0axxapum 00CKYMJIAPU Ba TONMIMPHUKJIIAP:

* Keiicnaru MyaMMOHM KenTHUpUO YHMKapraH acocuid cababmap Ba Xal JTHII
WVIUTapyuHY JKaiBajl ACOCHUIA U30XJIAHT (MHIMBUAYANl Ba KHYUK T'ypPyXJa).

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. FOKopy miacTuHa yigamiiapy MAHUMAa KypUHUIIAA
JolMxanam Ba a MHailBaHJ OMPHKMa MYCTaxXKaMJIMTH TEKIIMPHUII amajira OLIMPHIITaH.
Jlekun Ttexmmpum Hatwkacuaa IOKopu macTMHa yiadyamiapy MUHUMAI KypPUHHUILA
Joluxacuaa MyaMMo COup OyraH.

Keiicau 0axxapuin 00CKYHIapHU Ba TONIIHPHUKJIIAP:

* Keiicnaru MyaMMOHM KenTUPUO 4YMKApraH acocuil cababmap Ba Xajl JTHUII
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 ATUIAJM Ba YHUHT HaTHXKAcHJla THHTJIOBUWJIAD OUTHUPYB UIHK (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 MOJYJUIAPUHHMHT TaKJIMMOTH KyWHaard TapKUOWM KucmiapjaH
nbopar Oymaau:

Keiicnap Oanku;
Mag3ynap OVitnua TakauMoTIIap;

bomka wMarepuamiap (daHHuM y3jmamrTmpumra  épaaM  OCpyBUM  KyIIuM4Ya
MaTepuajiap: d3JIEKTPOH TabJIUM pECypcliapu, Mabpy3a MaTHH, TIJI0CCapuii, TecCT,
KpOCCBOP/I Ba OOIIIK. )

DNeKTpoH VKYB MOAY/UIADMHM TaWépiamjga KyHugaruiapra ajaoxuiaa 3bTHOOD
Oeprutaiu:

- TABCHSI KUJIMHTaH a/1a0uETIapHy YpraHuIl Ba TaXJIUI STUII;
- COXa TAPAKKUETUHUHT YCTYBOP UYHAIUIIIAPU Ba BasudaiapuHu EPUTHIL,
- MyTaxacCUCIHUK (aHiapujaru WHHOBAIMSJIApJAH XaMJa WJIFOP XOPHKHUHN
Taxxpubanapaan QpongaaaHuII.
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 TallBaHUIAIIHUHT Maxcyc yCyJUlapu;

. Eiinn maiBaHIIaHUHT TEXHOIOTHK MOXMUSITH;

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

. 'a3 ananracua MuIoB OEpHUIllIa UCCUKITUK JKapaCHIIapu;

10. XaBo — €in 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

V36eKx THIANIATH mapxu

WHran3 Tuauaara mapxm

IMajiBanaaam

naiiBaH JIaHaUraH KHCMJIapHU
MaxXaJUTHi €K YMYMUW KH3IHPUO,
miacTuk  gedopmarcusiiiad €m
yIAQpPHUHT OUpraluKIard TabCupuaa
aToMjapapo OOTJIaHUIIHHU  XOCHII
KAJIMII oM OWjgaH  MalluHa
JneTaiapy, KOHCTPYKTCUsIap Ba
MHOIOOTJIADHU ~ @Xpajmac Kuiuo
OMPUKTHUPUII ITPOTCECCUU

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

Kasmapaam

KAaTTHK XOJaTJard MaTephaUlapHH
SPUTHUIITAH KaBILIap Ousan
aXpalMaiIuran KHITHO
OUPHUKTHPHIIL.

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

JIeKTp €M

razga Xocwsi OVyiaguraH MyCTaKui
€l paspsanu  XwulapuuaH —Oupwu;
OyHza pa3psi] Xoaucalapyu HHTMYKa,
paBuiaH  €pyriaHajauWraH Iula3ma
HIHypHUra TyIJIaHaIu.

The physical gap between the end of
the electrode and the base metal. The
physical gap causes heat due to
resistance of current flow and arc rays.

DJIeKTp éilum
naBaHAJIaII

OMPUKTUPUIIAUTaH JeTaJIapHU
YJIApHUHT YETAJIPUHU JIIEKTP €U
paspsau €épaamMuia 3puTuo
naiiBanyiant; 6yHaa
naiiBaHJIaHaJAUraH MeTajul OuiaH
AJIETPOA Opacuaa paspsn
yUrOTHIaAN

An arc welding process which melts
and joins metals by heating them with
an arc, between a covered metal
electrode and the work. Shielding gas
is obtained from the electrode outer
coating, often called flux. Filler metal
is primarily obtained from the
electrode core.

JIeKTPON

€JIeKTp TOKMHM NalBaH]UIaHAJWUIaH,
SpUTUO  EMUINTHPUIAIUTAH  EKU
KECWJIaJuraH JKOWra  KEeJITHUPHII
Y4yH XWM3MaT KWJIAQIUTaH, DJIEKTP
YTKa3UI] MaTepHaJlsIapyuIaH
Tal€pIIaHrad y3ak.

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

IaiiBanpiam
ropeJKacu

naWBaHIaIga
HIIaTHIa AT aH MmayBaH 1Al
TOpEJIKacH —3JIETPOTHU
MaxKaMJIalJIuraH, yHra TOK Ky4H
KEJITUPAJAUTaH  Ba  NaWBaHJIALI
30HAcCUra XWMOs Ta3u Oepajauran

éit Oonan

A device used in the TIG (GTAW)
process to control the position of the
electrode, to transfer current to the arc,
and to direct the flow of the sheilding
gas
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https://en.wikipedia.org/wiki/Fabrication_(metal)
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https://en.wikipedia.org/wiki/Process_(science)
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Kypuima.

djroc ocTuaa
naBaHAJIaII

METAJIJIHU OKCHAJIAHUIII Ba
A30TJIaHNIIAaH XUMOS KUJIUIIT
MakKcaguaa (bHIOC OoCTHU A SJICKTP

€I maiBaHUIalll.

An arc welding process which melts
and joins metals by heating them with
an arc between a continuous,
consumable electrode wire and the
work. Shielding is obtained from a
flux contained within the electrode
core.

diaroc

Mypakka® TapKuOIM MaijganaHraH
MarepHuall; NarBaH 1Al

IMPOTCECCUHU craduiant

Ba

naiBaHg 4OK CU(ATUHU SXIIHJIAII
y4yH IafiBaH 1Al 30Hacura

CCIInIaau.

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

DJIEKTPOH-
HYpPJIH
naBaHIIAII

UIIJIOB Oepunaérran CHPTHH
9JIEKTPOH TYIAN XOCWJI KWJIMHTaH
AIIETKPOHIIAP JacTaCHHU
nynantupubd kywin OomMOapAMMOH
KWINIITa aCOCJIaHTaH NaiBaH/jIaml.

a welding process that melts and fuses
materials with the heat obtained from
the kinetic energy of a concentrated
beam of high-velocity electrons
impinging on the joint
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