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CBapka HarpeTbiM MHCTPYMEHTOM TPpyOoonpoBoAOB U3 NONINITUNEHA
AnA rasocHab6xeHua anametpom 90-315 mm
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Pesiome

Uenb uccnedosarus. [pumeHsiembili 8 Poccutlickoli ®edepayuu TOCT P 55276-2012 He peanameHmupyem
KOHKPEMHbIX OaHHbIX 110 8bI60py mol unu uHol rpoyedypbi Mpu pasfudHbIX YCrI08USIX C8apKU U MUropa3mepos
npumeHsieMbix mpy6, ocmaesniss amo Ha ycmompeHue rnompebumerns. B omnudyue om npouedypbl ceapKu rnpu
€0UHCMBEHHO HU3KOM 0asrieHuUU, Xopowo ompabomaHHOU U WUPOKO MPUMEHSIEMOU 8 omedyecmeeHHOU npaKkmuke,
ceapka no npouyedype npu eOUHCMBEHHOM 8bICOKOM OasrieHuU, 038o/sAwWas 8 mpu pasa Cokpamumb 8peMsi
C8apPOYHO20 YUKIIa, MPaKMmMuU4YecKu He UCMob3yemcsi U crieyuasibHO MpedHasHa4YeHHble C8apOYHble MaluUHbl 8
Poccuu He ebinyckaromes. B cesa3u ¢ amum daHHass paboma nocesiweHa pa3pabomke pexumos ceapku Hazpemabim
UHCMPYMEHMOM CMbIKOBbIX coeduHeHul mpy6 u3 nonusmuneHa duamempom om 90 do 315 mm Ona SDR 13,6 -
SDR 9,0 npu eOQuHCMB8EHHOM 8bICOKOM 0aerieHuU, 8bl60py B803MOXHO20 OMEYEeCmMBEHHO20 C8apPO4YHO20 06OpYy-
0o8aHus U 3KcriepuMeHmarbsHOoU nposepke pa3pabomaHHbIX PexXumMos.

MemoObl. B OaHHOU cmambe Orisi CMbIKO8OU C8apKu HazpembsiM UHCMPYMEHMoOM mpy6 u3 nosusmureHa
Ouamempom om 90 0o 315 mMm, ucronb3ysi pacdemHyo MemoduKy, orpedesieHbl OCHO8HbLIE napamempbl c8apOYHOU
npouedypbl npu eOUHCMBEHHOM 8bicOKOM OasneHuu. lNpu esibope ceapoyHOU MawuHbl, HeobxodumoUu Onsi ceapKu
mpy6 paccmampueaemoz0 duana3oHa Mo ceapo4yHol npouyedype npu edUHCMBEHHOM B8bICOKOM dasrieHuu, Mo
pe3ynbmamam posedeHHO20 aHasu3a MexHUYEeCKUX XapakmepucmuK Ome4YyeCcmeeHHbIX C8apOYHbIX MaliuH U
ocobeHHocmel ux 3KcrislyamayuoHHbIX 803MOXXHOCMeU, npeuMyuecmeo omoOaHO ceapoyHoOU mMauwluHe ¢ eudpaersu-
yeckum ripugodom «BomkaHuH CCIIT-315». [nsa skcriepumeHmarnbHOU Mpo8ePKU 8bIMNOTHEHHbIX pacye-moe rnapa-
mMempos npouedypbl ceapKu o yukriozpamme npu eOUHCMBEHHOM 8bICOKOM OagrieHuu bblrio ceapeHo Yembipe
cmbika mpy6 duamempom 110 mm ¢ monuwuHol cmeHku 10 mm u3 M13-100 (SDR 11,0) u npoussedeH su3yaribHO-
u3mepumeribHbIl KOHMPOIb Kadecmea BbIMOSIHeHHbIX COeOUHEHUU U KPamKo8peMEeHHbIE UCMbIMaHUus MeXxHOsOo-
2u4YecKux obpasyoe Ha ocegoe pacmsixeHue Ha MawuHe P-50.

Pesynbmamsbi. MexaHuyeckue ucribimaHusi mexHoro2udeckux obpasyos ecex cmbikog mpy6 u3 [13-100
Ouamempom 110 mm (SDR 11,0), ebirnonHeHHbIX Ha cgapoyHol mawuHe CCI1T-315 no ceapoyHol npouedype npu
e0UHCMB8eHHOM 8bIcoKOM OasrneHuu, rokasanu 100 %-Hbil pe3yribmam nnacmu4yHo20 xapakmepa paspyuweHus npu
sesnu4uHe yonuHeHusi om 500 do 600 %.

3aknroyeHue. Broicokoe kadecmeo aKcriepumeHmarsibHbix cmbikog mpy6 u3 13-100 npednonazaem 803MOXHOCMb
ucrnionb3oeaHusi MawuHbl CCIIT-315 dns ceapku HazpembiM UHCMpyMeHmom mpy6 u3 nonusmusieHa ecezo
peanameHmupogaHHO20 MEeXHUYECKUMU Xapakmepucmukamu OuarnasoHa o ceapo4yHoul npouedype npu eduHcm-
B8EHHOM 8bICOKOM OasrieHuU.

Knrodeeblie cnoega: ceapka; nonusmusieHosble mpy6ornpogodbi; HopMamugHble AOKyMeHMbI; npouedypbl ceapku
8CMbIK; napamMempbl C8apKuU; ceapoyHoe obopydosaHue; Ka4ecmao ce8apKU.
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KoHgpriukm unmepecoe: Asmopbi deKkriapupyrom omcymcmeue 8HbIX U NomeHyuanbHbIX KOHQIUKMOo8 uHmepe-
€08, c8s3aHHbIX € nybnukayuel Hacmoswel cmambu.

Onsa uutupoBaHua: Ceapka HaspembiM UHCMPYMeHmoM mpy6bornposodos u3 nosusmuseHa 05 2a30CHabXeHUs
Ouamempom 90-315 mm | H. N. NBaHos, [. A. Yesbienos, E. 1O. MNucesud, C. A. Yesbivenos, M. C. Pasymos //
M3Bectua KOro-3anagHoro rocygapcTtBeHHOro yHusepcuteta. 2023; 27(2): 24-41. https://doi.org/10.21869/2223-1560-
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Abstract

Purpose of research. GOST P 55276-2012 applied in the Russian Federation does not regulate concrete data on
the choice of this or that procedure under various conditions of welding and standard sizes of the applied pipes, leaving it to
the discretion of the consumer. Unlike the procedure of the welding with only low pressure which is well fulfilled and widely
applied in domestic practice, the welding according to the procedure with the only high pressure allowing to reduce three
times time of a welding cycle is practically not used and specially intended welding machines in Russia are not issued. In
this regard this work is devoted to development of the modes of hot tool welding of abutting connections of pipes from
polyethylene with a diameter from 90 to 315 mm for SDR 13.6 - SDR 9.0 with the only high pressure, to the choice of
possible domestic welding equipment and experimental check of the developed modes.
Methods. In this article for butt welding by the heated tool of pipes from polyethylene with a diameter from 90 to 315
mm, using a design technique, main parameters of welding procedure are determined with the only high pressure.
When choosing the welding machine necessary for tube welding of the considered range on welding procedure with
the only high pressure, by results of the carried-out analysis of technical datas of domestic welding machines and
features of their operation capabilities it is preferred as the welding machine with the hydraulic drive "Native of the
Volga Region of SSPT-315".
For experimental check of the executed payment of parameters of the procedure of welding under the cyclogram with
the only high pressure four joints of pipes with a diameter of 110 mm with thickness of a wall of 10 mm from PE-100
(SDR 11.0) have been welded and visual and measuring quality control of the executed connections and short-term
tests of technological samples on axial stretching by the R-50 machine is made.
Results. Mechanical tests of technological samples of all joints of the pipes from PE-100 with a diameter of 110 mm
(SDR 11.0) executed on the SSPT-315 welding machine on welding procedure with the only high pressure have
shown 100% - ny result of plastic nature of destruction at the size of lengthening from 500 to 600%.
Conclusion. The high quality of experimental joints of pipes from PE-100 assumes a possibility of use of the SSPT-
315 machine for hot tool welding of pipes from polyethylene of everything of the range regulated by technical datas
on welding procedure with the only high pressure.

Keywords: welding; polyethylene pipelines; normative documents; procedures of welding end-to-end; welding
parameters; welding equipment; weld quality.
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BBepgeHue

B MupOBOM IIpaKTHUKE CTPOUTENBCTBA
TpyOOIPOBOIHBIX CUCTEM ra30CHA0KEHUS U3
MOJMMEPHBIX MaTepuasioB Hanbosiee Ba-
HBIM METO/IOM COEAMHEHUS TOJMITHIICHO-
BbIX (I1D) TpyO sBIsieTcs: cBapka HarpeTbiM
unctpymentom (HW) Berwik [1-4]. upo-
Kasg cdepa NPaKTHUECKOTO NPUMEHECHUS
cTeikoBoi cBapku HU 1py6 m3 1D 00y-
CIIOBJICHA LEJBIM PAJOM TEXHUYECKHX U
HSKOHOMHYECKUX  MNPEUMYILIECTB  Iepes
IPYTUMH KOHKYPHUPYIOIIUMH METOJIaMHU
CBapKH, K KOTOPHIM CJIEyeT OTHECTH TeX-
HOJIOTUYHOCTh KOHTAKTHOW CBAapKHU BCTHIK,
HAJC)KHOCTh CTHIKOBBIX COEAMHEHUU TPYO
MEXIy COOOH M C pa3sIMYHBIMU COCIMHH-
TEJIbHBIMH JIETAISIMH, SKOHOMHIO TPYAO-
BBIX, (PMHAHCOBBIX U BPEMEHHBIX 3aTpaT, a
TaKXX€ COOTBETCTBHUE COBPEMEHHBIM HKO-
JIOTUYECKUM TpeboBanmsM [5-8].

CteikoBBIe coemuHeHHs TpyO mu3 1D
(puc. 1) urparoT UCKIIOYUTEIHHO BAXKHYIO
poib B OOecreyeHUH HaJeKHOCTU TOJH-
MEPHBIX TPYOOIPOBOJOB, TO3TOMY CIIEIY-
€T OTMETUTH, YTO TPY BBHIITOJIHEHUH JHO00-
IO CTHIKOBOI'O COEJMHEHHUS, HE3aBUCHMO
OT JAMaMETPalIbHOIO pa3Mepa HCHOJIb3ye-
MBIX TPyO0 M CTaHZApPTHOTO Pa3MEPHOTO
OTHONICHHS AMAMETpa K TOJIIMHE CTCHKHU

SDR, coGmoneHne pa3nmudHbIX TpeboBa-
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HUW HOPMATUBHBIX JOKYMEHTOB SIBIISICTCS
obs3aTenbHbIM [9-10].

Hapy>xHbIe ra30nmpoBO/IbI BHITOIHSIOTCS
B COOTBETCTBUU C TPEOOBaHUSIMHU HOPMATHB-
Horo nokymentra CII 62.13330.2011. Oum
OTHOCSITCSI K HATIOPHBIM TPYOOITPOBOIHBIM
cuctemam u3 I13. Haubonee pacmpoctpa-
HEHHBIMH SIBJISIOTCSI OTHOCHUTENBHO TIPO-
CTBIE Ta30MPOBOJBI PACHPEIETUTETHHBIX
ceTei, oOecreunBaroIye JOCTaBKy raza K
MOTPEOUTEISIM HETTOCPECTBEHHO OT Ta30-
pacipeaeuTeIbHbIX CTAHIUN, IS CTPOH-
TeNbCTBAa KOTOPBIX TpeOyroTesa 1D TpyObt
OTHOCHUTEIIEHO HEOOIBIINX THAMETPOB.

[IpiTasich yMEHBIIMTH HEONPEEIICH-
HOCTbh, CYyIIIECTBOBABINYIO paHee MpU pas-
paboTKe TEXHOJOTHYECKUX TMPOIECCOB
ceapku HU tpy6 u3 [1D, MexayHnapoaHas
cranmaptusupyromas opranuzanus (ISO)
cocraBuia cranaapt SO 213071, cozep-
XKalui TpU Tporeaypsl cBapku [19 razo-
MIPOBOJIOB M BOJOIIPOBOJIOB C BapbUpye-
MBIMH OCHOBHBIMH TapaMeTpaMu CBapod-
HOTO Tporiecca. Ha ocHOBe ayTEeHTHYHOTO

nepesoga [SO 21307 co3pan Poccuiickuit

1 ISO 21307:2011. Plastics pipes and fittings —
Butt fusion jointing procedures for polyethylene (PE)
pipes and fittings used in the construction of gas and
water distribution systems (MOD).
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T'OCT P HICO 55276-2012". B Poccuiickoit
IIPAKTUKE CTBIKOBOM CBAapKU IOJMMEPHBIX
tpyd u3 IID I'OCT P UCO 55276-2012
CTaJl YCIEIIHOW IOINBITKOW YCTPAHUTB pa3-
HOYTEHUs] B TEXHOJOIMM CBapku. Tenepb
TEXHOJIOTM MOTYT HCIIOJIb30BATh €ro Juis
yCTpaHEeHHUsI HEOOOCHOBAHHBIX TEXHHUYECKUX
pELIEHNH, KOTOpbIE MOSBUINCH B HOpMa-
TUBHOW TEXHUYECKOW JOKYMEHTALMU B IO-
ClIeHUE JecATHWIETHs. MHOroBapHaHT-
HOCTh pemeHui, npemtaraeMelx ['OCT P
NCO 55276-2012, co3naer KBaIu(pHUIMPO-
BAHHBIM CIIELMAJIMCTaM IIPOCTOPHOE IOJIE
JUIL MaHEBpa MPHU COCTaBJICHUU crenudu-

Kaluil Ha mpouecc cBapku [1].

Puc. 1. CTbikoBOe cBapHOe coeguHeHune Tpyb
n3 M3 cnctem rasocHabxeHus

Fig. 1. An abutting weld joint of pipes from PE
of systems of gas supply

I'OCT P 55276-2012, Tak e, KaKk u
ISO 21307, pernmameHTUpYET TpU MHpoOLE-
aypbl cThikoBoi cBapku HU Tpy6 u3 119, a
UMEHHO — «IPH €JUHCTBEHHOM HHU3KOM

AAaBJICHUN», «IIpH )IBOI‘/JIHOM HU3KOM JaB-

"roctp 55276-2012(ISO 21307-2011). Tpy-
Obl U (DUTHHTH IIacCTMAccoBbIe. [Iporenypsl cBapKu
HarpeTbiM WHCTPYMEHTOM BCTHIK MOJHMATUIEHOBBIX
(IT9) Tpy® u PUTHHTOB, UCIIOIB3YEMBIX IUISI CTPOU-
TEJNBCTBA Ta30- U BOJONPOBOJHBIX PACIPEICIUTEb-
HBIX cucteM. M.: Cranaaptundopm, 2013. 31 c.

JEHUN» U «IPU E€IUHCTBEHHOM BBICOKOM
JABICHUW». B TaHHOM ciydyae peub UAeT O
JABJICHUH, JACHCTBYIOIIEM B IUIOCKOCTH
CBAapKU CTBIKOBBIX COECJUHEHHII B MOMEHT
OILIABJIEHUS] TOPLIOB, X OCAJKH M OXJIa-
xneHus. Ha puc. 2 n3zobpaxeHa 3aBHCH-
MOCTb HOPMAaTHUBHOI'O JaBjieHus P B mioc-
KOCTH CBapKU OT BPEMEHM ¢ JUIs IPOLETYP
CBapKu IpU €INHCTBEHHOM HM3KOM J1aB-
neHud (TpaJuLMOHHAs Tpouexypa At
I'epmanuu u Poccun) u mpu eAMHCTBEH-
HOM BBICOKOM JaBJIEHUH (TPagULMOHHO
npumensiercst B CIIA, B yactHocTH ¢up-
moit McElroy).

[Ipouenypa cBapku npv ABOMHOM HU3-
KOM [JaBJIEHMM HE Hallla paclpocTpaHe-
HUS B NPAKTUKE BBUJY OrPaHUYEHHOTO
CYLIECTBYIOIIETO CBApOYHOIO 000pyHOBa-
HUS A €r0 HCIIOJIB30BaHMS M HECOBEp-
IIEHCTBA CaMOM TeXHOJIOruu [9].

[Ipumensiemslii B Poccuiickont dene-
pauuu 'OCT P 55276-2012 ne pernamen-
THPYET KOHKPETHBIX ITaHHBIX IO BBIOOPY
TOM WJIM MHOM IIPOLIEYPBI IIPU Pa3INYHBIX
YCIIOBUSAX CBApKH M THUIIOPA3MEPOB IpU-
MEHSIeMbIX TPyO, OCTaBIISIsl 3TO HA YCMOT-
peHue noTpeOuTes.

OT1muneM npoueayp CBapKH IPH €AVH-
CTBEHHOM HU3KOM JIaBJICHUU WU IIPHU €IHUH-
CTBEHHOM BBICOKOM JaBJICHUH (IIPU UJEH-
TUYHOCTHU ITUKIIOTPAMM IIPOIIECCOB, pUC. 2)
ABJIETCA YBEJINYEHHE IPU €IUHCTBEHHOM
BBICOKOM JaBJIEHWHW HaBieHUA P,;, U Py
IIPUMEPHO B TPU paza U yMEHBIIECHUE Bpe-
MEHHU fox; M, COOTBETCTBEHHO, YHCTOI'O BpE-

MEHH Ipolecca s HE MEHEE, YEM B TPH pasa.
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Puc. 2. Linknorpamma cBapo4HOro npowecca npy eauHCTBEHHOM HU3KOM U €AMHCTBEHHO BbICOKOM
AaBneHun: ton — BpEMS OMNNaBneHns TopLoB; & — BpeMsi HarpeBaHusi (mporpesa); tm — Bpems
TEXHOMOrM4eckon nay3abl Ha yaaneHne HarpeBaTens; t; — BpeMsi nogbema AaBreHns 0CaaKy;
toxn — BPEMS OXNAXKOEHMSA CBAPHOIro COeAMHEHUS NOA AaBrneHveM; te — 0bLLIEE BpeMS CBapKM;
Pon — faBneHne HarpeBaTenbHOro MHCTPYMEHTA Ha TopLbl TPyO Npu onnaenexHuu;

P. — paBneHve HarpeBaTenbHOro MHCTPYMEHTA Ha Topubl TPYO Npu HarpeBaHum (Nporpese);
Poc — gaBneHue Ha Topupbl TPYO Npu ocagke

Fig. 2. The cyclogram of welding process at the only thing low and only high pressure: ton — time of
melting of end faces; & — time of heating (warming up); &n — time of a technological pause for
removal of the heater; t; — time of rise in pressure of draft; toxn — time of cooling of a weld joint
under pressure; t.e — general time of welding; Pon — pressure of the heating tool upon end
faces of pipes when melting; P« — pressure of the heating tool upon end faces of pipes when
heating (warming up); Poc — pressure upon end faces of pipes at draft

Taxum o6pazom as peanu3auu npo-
ueaypsl cBapku Bctbik HU Gonpimx tpy6
u3 [1D npu eMHCTBEHHOM BBICOKOM JIaB-
neHnn (OJIM3KO K BEpXHEMY TpeneNny pa-
0odero auama3zoHa CBAPOYHON MAITUHBI)
TpeOyroTcs B pa3bl Oosiee KPENKUN IIeH-
TpaTop U 00JIee MOIIHBIN THAPABIMYCCKHIA
arperat. C apyroil cTOpoHbI, IIPH CBAapKe
[0 JIaHHOW Mpoleype OTHOCUTEIbHO He-
Oonpmnx TpyO (O1M3KO K HIKHEMY Hpe-

aeny pabouero auara3oHa CBapOYHOH Ma-

IIMHBl WM HEMHOIO HIDKE JAMana3oHa)
PEXUM SIBISIETCS JTOCTATOYHO BBITOJIHBIM.
B cBs13u ¢ 3TMM naHHas paboTa MOCBSIIECHA
pa3paboTke pexxumoB cBapku HU creiko-
BbIX coeauHeHuit Tpy0 u3 I3 auamerpom
ot 90 mo 315 mm g SDR 13,6 - SDR 9,0
IpU E€IUHCTBEHHOM BBICOKOM JIaBJICHHUHU,
BbIOOPY HEOOXOIUMOTro CBapOYHOro 000-
PYIOBaHUS M HKCHEPUMEHTAJIBHON Ipo-

BEpKe pa3pabOTaHHBIX PEKUMOB.
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MaTepMan bl U MeTOAbI

JlOCTaToO4YHO YacTo, MpHU ONpeAeTICHUN
apaMeTpoB peXHUMa CBApPKH Pa3IUYHBIX
MaTepHAJIOB MCIIOJIB3YIOT pacueTHbIE Me-
TOJIUKU.

Jlnis pacdyeTra mapaMeTpoB HACTPOMKHU
CBapOYHOro armapara Jjis CO3[JaHUs Tpe-
Ooyemoro nasnenust npu csapke HU tpy6
u3 10 ncnonp3oBanyu pacueTHYr0 METOIU-
Ky, MO KOTOpOH HeoOXoaumo o00iaaaTh
CJICAYIOUIMMHU UCXOAHBIMU JAHHBIMHU:

Dy — HOMHHAJIbHBIA (HApPYKHBIN)
auaMeTp Tpyost u3 119, mm;

Sn — TOJIIMHA CTEHKU TPYOBI, MM;

S — oAb CTHIKA, MM,

Se — IUIOIIAb WIMHAPA THIPABINYE-
CKOTO TIPHBOJIA CBAPOYHON MALIUHbL, MM’

[Tnomans cBapUBaEMOro CTHIKA MOXK-
HO paccyuTath Mo GpopmyIe

S =n(Dn* — D?)/4, (1)
rae © = 3,14.

KayecTBO BBIMOJIHEHUS CBAapPOYHBIX
paboT B 3HAYUTEIHHON Mepe Ompeaessier-
Csl TEXHUYECKUMU XapaKTepUCTUKaMU CBa-
POYHOTO 00OPYIOBAHUSI.

CBapoyHbl€ MAIIUHBI COCTOST U3 LIEH-
TPaTOpOB, KOTOpBIE MpeIHA3HAYEHbI IS
¢bukcany CBapUBAEMbIX 3arOTOBOK TPYyO
U UX MEPEeMEIIEHUs C 3aJaHHBIM YCUIIUEM,
JUIS. 4ero MaIlMHbl OCHAIIAIOTCA TUIpaB-
JIMYECKUM TNPUBOJIOM U YCTPOMCTBOM IS
U3MEpPEeHUs CO3[aBaeMOro B IIpoliecce
cBapku ycuius. Kpome TOro, MamimHel
KOMIUIEKTYIOTCSL YCTpOMCTBaMU i 3a-
YUCTKU CBapUBAa€MbIX IOBEPXHOCTEH U

HarpeBaeMbIM HHCTPYMEHTOM.

Ha PoccuiickoM pblHKE XOponio npem-
CTaBJICHbI CBApPOYHbIE MAIIMHBI OCHOBHBIX
IIPOU3BOJUTENIEN CBAPOYHOU TEXHUKHU. Bo-
poc BeIOOpa CBApOYHOW MAIIMHBI TOCTO-
SIHHO BO3HHUKAeT Iepes CBapLIMKaMH Tpy-
O6onpoBoaHBIX cucTeM. lleHbl Ha cBapou-
HbI€ MalIMHbI 3HAYUTEIbHBI U MOTYT pa3-
nnyatbes B 10...15 pa3 y pa3HbIX npous-
BOJWTENIEH W TMOCTABIIMKOB, YTO NpEBpa-
miaeT BHIOOP OCHOBHOTO CBAapOYHOTO 000-
pyIlOBaHUS B cephe3Hyto mpodiemy. O6oc-
HOBAHHBIM BBIOOP CBAapOYHON TEXHUKHU
MOJKET OBbITh CJlieJIaH, BO-IIEPBBIX, HA OCHO-
B€ aHAJIM3a HOPMATUBHBIX TpeOOBaHUI Ha
MAIlMHBI U, BO-BTOPBIX, [IOCJIE TECTUPOBA-
HUS MallMH HAa COOTBETCTBUE TpPeOOBaHM-
M [3]. OCHOBHBIM YCJIOBUEM, MPEIbSBIIsIE-
MBIM K CBapOYHOMY OOOpYIOBaHMIO, SBIIS-
€TCsl ero CrocoOHOCTh 00ecrneurBaTh Tpe-
OOBaHMsI peaTn3yeMOil TEXHOJIOTUU CBapKU
[11-13]. KoncTpykiusi cBapo4HOro 000-
PYJOBaHUs JOJDKHA COOTBETCTBOBAThH Pa3-
MepaM 3aroTOBOK CBapHBaeMbIX TpyO u
HEOOXOAUMBIM yCIOBUSIM cBapku. Hanbo-
Jiee aBTOPUTETHBIMU JOKYMEHTaMH, Ha KO-
TOpblE MOXHO OINHMPAThCSl MpPHU OLIEHKE
CBapOYHOM TEXHMKH, SBIISIOTCS MEXIyHa-
poanbiii cranaapt ISO 21307 u uneHtuu-
Hele poccuiickue I'OCT, B uacTtHOCTH
I'OCT 12176-1-2011".

[Tpu BBIOOpPE CBapOYHOTO 00OPYHAOBA-
HUS JJIs1 peann3anuu nponecca ceapku HU
[0 NpOLEAype MPH E€IUHCTBEHHOM BBICO-

KOM JIaBJICHHH TPYOOIIPOBOIOB CUCTEM Ta-

! TOCT 12176-1-2011 TpyOwl u ¢uruHIH
mactMaccoBbie. OOOpYyIOBaHUE [UIS CBAPKU ITOJIH-
STUJIEHOBBIX cucteM. Yacth 1. CBapka HarpeTbhiM
HWHCTPYMEHTOM BCTHIK. M., 2011.
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3ocHaOkeHus u3 [1D amamerpom ot 90 10
315 MM ObuIM paccMOTpPEHBI OCHOBHBIE

TCXHUUYCCKUC XAPAKTCPHUCTHUKHU, ITPUBCIACH-

Hble B Taba. 1, Tpex ammapaToB oTede-
cTBeHHBIX nponsBoauteneit [IPOCBAP C-
315, ROBU W 315 u CCIIT-315.

Tabnuua 1. TexHu4eckne xapakTepUCTUKM CBAPOYHbIX annapaTos

Table 1. Technical datas of welding machines

Texuuueckue xapakrepuctuku / | [TIPOCBAP C-315/ | ROBU W 315/ | CCIIT-315/
Technical specifications PROSVAR-315 ROBU W 315 SSPT-315

JluameTp cBapuBaeMbIX TpyO, 40...315 90...315 75...315

MM / Diameter of the welded

pipes, mm

MaxkcumanbsHOE pabouee naBe- 100 140 100

Hue, 6ap / Maximum working

pressure, bar

[Torpebnsemas MOIIHOCTH, KBT / 4,95 4,85 4

Power consumption, kW

Macca, kr / 160 220 146

Weight, kg

OO01mmas rionaab ruapaBInde- 2002 2238 2513

ckux nopisei, mm? / Total area

of hydraulic pistons, mm?

Lena, ThIC. pyo. / 305 359 586,8

Price, thousand rubles

ITo pe3yibTaTtaM IIPOBEAESHHOIO aHAIIU-
3a TEXHWYECKUX XaAPAKTEPUCTUK BbIOpaH-
HBIX amnapaToB M OCOOEHHOCTEW HX JKC-
IUTyaTallMOHHBIX BO3MOKHOCTEH IpeuMy-
IIECTBO OBbLIO OTIAHO CBAPOYHOM MallMHE C
TUAPABIMYECKUM TpUBOJIOM «BomkaHuH
CCIIT-315». JlanHast cBapouyHas MalllWHA
MO3BOJISIET BPYUYHYIO 33aTh PEXHUMBI IPO-
LEeAypbl CBapKU U 00ECHEeYUuTh TEXHOJIO-
TMYHOCTb CBapOYHOIo Ipoliecca IO Ipo-
HeAype NpU €TUHCTBEHHOM BBICOKOM JIaB-
JCHUH B COOTBETCTBUHM C TpeOOBaHUSIMHU

I'OCT P 55276-2012 pnsa Bcero pa3MepHO-

ro psga Tpy6 u3 I3, permameHTHpoBaH-
HBIX B TEXHHYECKHX XapaKTEPHCTUKAX.

Ha cBapounoii mammmne CCIIT-315 ¢
TUAPABINYECKUM MPUBOJIOM JIaBJICHHUE Ha
pasHBIX 3Tamax IUKJIa CBApKU MO IpOIle-
Iype MpU €AUHCTBEHHOM BBICOKOM JIaBJie-
HUM MOYKHO ONPEAETUTHh MO CJeIyHOIUM

BLIpa)KeHI/IHM:
Pon = Poc= 0,52 (S/S:) x 10 (6ap)  (2)
Pu= 0,02 (S/S:) x 10 (6ap), 3)

rae 0,52 — 3nauenue gt Poy 1 Poc SIBIIS-
€TCS IIOCTOSIHHOM BEJIMYHUHOM, COOTBET-

CTByIOIIEH TpeOyeMoMy mapamerpy pe-
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xuMma cBapku 0,52 Mlla, ang uuknorpam-
MBI TIpoIlecca NMPU EAMHCTBEHHOM BBICO-
KOM JIaBJICHUU;

0,02 — 3mauenue it PH sBnsercs mo-
CTOSIHHOM BEJIMYMHOM, aHAJOTUYHO IPEJIbI-
nyuiemy, coorserctByromei 0,02 MIla (x
JTAHHOW BEJIMYMHE JaBJICHUS JOJDKHO OBITH
N00aBJICHO NaBjieHUe, TpeOyemoe sl Tie-
peMerieHus: TPyOHO 3aTOTOBKH ).

B pacyerax 1o ucnonb3yeMou MeTou-
K€ 3aJeiCTBOBAH TAaKOM TapaMmeTp, Kak
IUIOLIA/Ib LIWINHAPAa KOHKPETHOTO 000py10-
BaHUs U1l CBAPKH MOJHMATHICHOBBIX TPYO
(Sc). [loaToMy HOpMAaTHBHBIE ITOKYMEHTHI

PEKOMECHAYIOT IJId OIPCACIICHNA ITapaMET-

POB peXHMa Ha KOHKPETHOM CBapOYHOM
anmapare ¢ rHApaBIMYECKAM IPUBOJIOM HC-
M0JIH30BATh TOTOBBIE TAOIHUIIBI C MapaMeT-
paMu MpOLEAYyPhl CBAPKH YIS KaXKIOTO TH-
nopa3mepa TpyO, B KOTOPbIX BMECTO JaB-
JICHUSI Ha Pa3HBIX JTalax IHKIa B COOT-
BerctBuu ¢ 'OCT P 55276-2012 npuBo-
JSTCS BEJIMYMHBI TPEeOyeMOTro JaBIICHUS
TUJIPABIIMYECKOTO TIPUBO/IA.

Pe3ynbrarthl BBIMOJHEHHBIX PacUYeTOB
naenenus o popmynam (2) u (3) u mapa-
METPOB BPEMEHH PA3JIMYHBIX 3TAIlOB CBAPKU
NPU SITUHCTBEHHOM BBICOKOM JIABJICHUU TIO
T'OCT P 55276-2012 cBenens! B Ta0m. 2.

Tabnuua 2. NapameTpbl pexxmma CBapku HarpeTbiM MHCTPyMeHTOM M3 TpyO pasnnyHoro Tunopasmepa cu-
CTEM ra3ocHabXXeHns Ha CBapOYHOWN MaLLUMHe ¢ ryapasnudeckm npusogom CCIT-315 no yukno-
rpaMmme npu egUHCTBEHHOM BbICOKOM OaBfieHUMU

Table 2. Parameters of the mode of hot tool welding of PE of pipes of various standard size of systems of gas
supply on the welding machine with the hydraulic SSPT-315 drive according to the cyclogram with

the only high pressure

IlepBruuHBIi N
Dn, MM / | Por=Poc, Gap / | Py, Gap / | Bamuk, MM/ | ty, ¢/ t;n ty, ¢/ | toxs, MHH /
Dp,mm | Poy=Poc, bar | Py, bar | Primary roller, | tq,sec © | tyusec | toxs,min

o sec

SDR 13,6
90 3,6 0,14 2 67 6 6 2,9
110 5,4 0,2 2,2 81 6 6 3,5
125 6,9 0,26 2,4 92 7 7 4
140 8,7 0,33 2,5 103 7 7 4,4
160 11,4 0,43 2,8 118 8 8 5
180 14,4 0,55 3 133 8 9 5,7
200 17,7 0,68 3,2 147 9 10 6,3
225 22,4 0,86 3,5 166 9 10 7,1
250 27,7 1,06 3,8 184 10 11 7,9
280 34,7 1,33 4,1 206 10 11 8,9
315 44 1,69 4,5 232 11 11 9,9
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OkoHuaHune Tabn. 2 / Table 2 (ending)
IlepBruuHBIi
Dn, MM /| Poy=Poc, Oap / | Py, 6ap / | Bamuk, MM/ | ty, €/ | tm,C/ | ta, ¢/ | toxs, MHH /
Dp,mm | Poy=Po, bar | Py, bar | Primary roller, | ti,sec | tm, sec | ty,sec | toxs,min
mm
SDR 11,0
90 4.4 0,17 2,0 82 9 5 3,5
110 6,5 0,25 2,5 100 9 6 4,3
125 8,4 0,32 2,7 114 9 7 4,9
140 10,5 0,4 2,9 127 9 7 5,5
160 13,8 0,5 3,2 146 9 8 6,3
180 17 0,65 3,5 164 10 9 7
200 21,5 0,82 3,7 182 10 9 7,8
225 27,2 1,04 4 205 10 10 8,8
250 33,5 1,28 4.4 227 10 11 9,7
280 42 1,61 4.8 254 11 12 11
315 53 2,04 5,3 286 11 13 12,3
SDR 9,0
90 5,24 0,2 2,5 101 7 43
110 7,8 0,3 2,8 123 8 5,3
125 10,1 0,4 3,1 140 8 6,02
140 12,7 0,49 3,4 157 9 10 6,75
160 16,5 0,64 3,7 179 10 11 1,7
180 20,9 0,8 4 201 10 12 8,6
200 25,9 1 4.4 224 11 13 9,6
225 32,7 1,26 4.8 252 12 14 10,8
250 40,3 1,5 5,2 279 13 15 12
280 50,6 1,95 5,7 313 14 16 13,5
315 64 2,46 6,28 352 15 18 15,1

MpumeyvaHne. SDR — ctaHgapTHOe pasmvepHoe OTHOLLIEHWE HapPYXXHOro AnameTpa TpyObl K TONWUHE CTEHKMU.

JUIs1 3KCIIEPUMEHTAIBHOM MPOBEPKU BbI-
IIOJIHEHHBIX PAcueTOB MApaMeTPOB IPOILe-
Iypbl CBapKU IO LUKIOTpaMMe NP €I1H-
CTBEHHOM BBICOKOM [JaBJICHHMH, IIPUBEACH-
HBIX B TaOm. 3, ObUIO CBapeHO YEThIpe
cTbika TpyO nuamerpoMm 110 MM ¢ Tommu-
Ho#t crerku 10 mm u3 I19-100 (SDR 11,0)

U MPOU3BEACH BU3YAJbHO-U3MEPUTEIbHBII
KOHTpPOJIb KauecTBa [14-16] BBIOIHEHHBIX
COCOUHEHMM, JaHHbIE W3MEpPECHUHN IpUBE-
nenbl B Ta0i. 3. CThiku TpyO Moa HOMEPOM
1 m 2 ObUTM CBapeHBI TPH TEMIIEpaType
Harpesarens 220 °C, a ctoiku 3 u 4 — npu
temmeparype 205 °C.
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Tabnuua 3. [eomeTpuyeckme pasmepbl rpata CBapHbIX LBOB, BbIMOMHEHHbIX NO NpoLeaype CBapku
npv eAMHCTBEHHOM BbICOKOM AaBfeHUN Ha cBapoyHoi MatunHe CCINT-315

Table 3. The geometrical sizes of a fin of the weld joints executed according to the procedure of welding
with the only high pressure on the SSPT-315 welding machine

Howmep ctrika /

Joint number

Hupuna rpara (b), mm /
Width of a fin (b), mm

Bricora rpara (%), MM /
Height of a fin (%), mm

1 9,5 3,1
2 9,0 2,5
3 9,8 3,0
4 9,2 2,7

[TpunsTo cuutarh, yTO Hauboiee 000-
CHOBAaHHBIC B HAYYHOM OTHOIIECHHUH JAH-
HbIE O KaYeCTBE CBAPHBIX COCAMHEHUN Ja-
10T JUINTEIbHBIE MEXAHWYECKUE MCIBITA-
HUS MX Ha OCEBOE pacTsbKeHHe. Tak Kak
3TH HMCIBITaHUS TPEOYIOT OYEeHb OOJBIINX
3aTpaT BPEMEHHU, TPYIOEMKOCTH U MOTOMY
BBIIIOJIHAIOTCS. OYEHBb PEAKO, TO B MEXKIY-
HapOJHOW IPAKTUKE KOHTPOJS CTBHIKOBBIX
cBapHbIX coenuHeHuil I13 TpyO, BbImoIN-
HeHHbIx HU, npenmymiecTBeHHO HCIIOIb-
3YIOTCSl KPATKOBPEMEHHBIE HCIIBITAHUS TEX-
HOJIOTMYECKUX 00pa3I[OB HA OCEBOE pacTs-
xenue [17-21].

I'1aBHOM OLIEHKOM Ka4yeCcTBa CBAPHOTO
IIBA IIPY UCHBITAHUSAX HA PACTSIKEHHE SIB-
JeTcs Xapakrep paspyuenus. [lLmactuye-
CKUI XapakTep pa3pyLICHUs CBUIETEIb-
CTBYET O €r0 XOpPOILIEM KaueCTBE, XPYNKUIl
— O HEYJIOBJIETBOPUTEIHHOM.

Hamu paspymaronye UCHbITaHus Ipo-
pomwnchk B coorBercTBuu ¢ ['OCT 11262-
80. 13 xax7oro cBapHOro CThIKa (pesepo-
BAINCh IO TISITh TEXHOJIOTMYECKUX 00Opas-

LOB-JIONATOK, KaK [MOKa3aHO Ha puc. 3.

HcnelTanus npoBoawin yepes 24 yaca
mociie MpoBeAeHusI cBapku. Kaxapiii 00-
pasel] MapKHpOBaJCS TaKuM 00pa3oM,
4TOOBI €r0 NMepBOHAYAIBHOE MOJI0KEHUE B
U3JIENIMU MOXKHO ObUIo ompeaenuTb. Cko-
pocTh pacTspkeHust oOpasnoB u3 [19-100,
cornmacHo tpeboBanusm ['OCT 11262-2017,
NpUHUMaNack paBHOU 5045 MM/MuH.

B 3axumax pa3pbiBHOI MamuHbl P-50
TEXHOJIOTHYECKHE 00pa3Ibl 3aKPerIsUINCh
[0 METKaM, ONPEACISIONIMM IOJ0XKEHHE
KPOMOK 32)KHMOB TaKMUM 0Opa3oM, YTOObI
IIPOJOJIBHBIE OCH 3aKUMOB M OCh 0o0Opasla
COBIAJANId MEXIy cO00 U C HampaBJIeHU-
€M JBW)KCHHUS MOJBI)KHOTO 3aKMMa, Kak
MOKa3aHO Ha puc. 4. 3aKUMbI CHABIMBA-
JUCh PaBHOMEPHO, UYTOOBI HCKIIOYAIOCh
CKOJIb)KEHHE 00pa3lia B IpoIiecce UCIIbITa-
HUS, HO IPU 3TOM HE IMPOUCXOAUIIO €ro
paspyllIeHue B MECTe 3aKperuieHus. 3a pe-
3yNbTaT UCHBITAHUS MPUHUMAIOCh MHHHU-
MaJIbHOE 3HAY€HHUE OTHOCUTEIBHOIO yJUIH-
HEHUsI TP pa3pbIBe.

Bup 3akperieHHOro B 3aXMMax pas-
PBIBHOW MamIMHBI 00pa3la HEMmOCPeICT-
BEHHO IIepes €ro pas3pylleHHeM MOoKa3aH
Ha puc. 4.6.
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Puc. 3. TexHonornyeckme obpasubl C MapkKMPOBKON, FOTOBLIE K UCTbITAHUAM

Fig. 3. Technological samples with marking, ready to tests

B mnpouecce ucnbitaHus Ha paspbiB-
HOU MammHe P-50 3ammchIBaIuch KpUBBIE
Harpy3ku/nedopManuy BILIOTH A0 pa3phl-
Ba 00pasla U Ha 3TOM KpUBOH OTMEUallach

Harpyska, COOTBETCTBYIOIIAs MpeAeIy Te-

a

Ky4ecTH, a Takke (UKCHpoBajaCh KOHEY-
Has JUIMHA oOpaslia Mpu pa3pbiBe, Kak IMo-
Ka3aHO IUTPUX-IIYHKTUPHBIMH JIMHUSAMHU Ha

rpaduke, MpeCTaBICHHOM Ha puC. 5.

Puc. 4. TexHonornyecknin obpaseL, 3aKpenneHHbI B 3axBaTax pa3pbiBHOM MawwmHbl P-50: a — go
NPUIOXEHMSA pacTArMBatoLLEen Harpy3ku; 6 — HenocpeaCcTBEHHO Nepen ero paspyLleHnem

Fig. 4. The technological sample fixed in captures of the explosive R-50 machine:
a — to the application of a tensile load; 6 — just before its destruction
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Puc. 5. N'paduk Harpy3ku/gecbopmanmm BNnoTeb A0 pa3pbiBa TEXHONOrMYeCcKoro obpasua

Fig. 5. The schedule of loading/deformation up to a rupture of a technological sample

Pe3ynbTaTtbl U X 06CcyXaeHue

Bremnnii BUA CBapHBIX COEIUHEHWH,
BBITTOJIHEHHBIX CBAPKOW HArpeThiM HHCTPY-
MEHTOM BCTHIK, IOJDKEH OTBEUYaTh MPEIbsB-
nsieMbIM TpeOoBanusM [ 1, 14, 22-24].

ConocraBiieHHuE NOJYYEHHBIX PE3YJIb-
TaTOB ITOKa3bIBAET, YTO OHHU IOJHOCTHIO
YAOBIETBOPSAIOT TPEOOBAHUSAM K CBAPHOMY
COCIMHEHUIO JUIS TIOJIMATUIICHOBBIX TPYO
muamerpom 110 mm SDR 11,0, ykazaHHbIM
B CII 42-103-2003 (momyckaemasi IIMprUHa
rpara ot 6,5 no 10,0 MM u BbIcOTa rpara
ot 2,5 no 4,5 mm). Kpome Toro, kak moka-
3bIBAECT BU3YAIbHO-U3MEPHUTEIBHBIA KOH-
TPOJIb, UI3MEHEHNE TEMIIEPaTyphl HarpeBa-
tenst ot 205 mo 220 °C He oka3bIBaeT Cy-

IIECTBECHHOT'O BJIMAHHA HAa Ka4CCTBO CBap-

HBIX COEIMHEHHWH MOJUATUICHOBBIX TPYO
muamerpom 110 mm SDR11,0.

B coorBercTBHMM ¢ TpeOOBaHUAMU
I'OCT npu ucnelTaHUU Ha PACTSKEHHE B
oceBoM HampasieHun 80 % wu Oonee wmc-
IBITYeMbIX 00pa3lOB JOKHBI UMETh ILIa-
CTUYHBII XapaKkTep pa3pylICHUs], COOTBET-
crBytoumii [ tunmy paspymenus. Ocras-
muecss o0paslbl MOTYT HMETh XapakTep
paspylieHus, cooTBeTcTByromun Il tumy,
a xapakrep paspyuenus III tuna, nemon-
CTPUPYIOIIMHA XPYIIKOE pa3pylIeHUue, He
normyctuM. Takyke B XOZ€ UCIBITAHUN TEX-
HoJlornueckux o6pasuos 119 1py6, yno-
BJICTBOPSIIOIIUX TpPeOOBaHUSAM, NpPEAbSB-
JSIeMBIM K Ka4eCTBY CBapKH, 00s3aTelIbHO
JOJDKHO o0ecreunBaTbcs YCJIOBUE Y/UIU-

HeHus oOpasna B pazmepe He meHee 350%.
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MexaHnuecKkue HCHBITaHUS BCEX IO-
Jy4YEHHbIX HAMH TE€XHOJIOTHYECKHX 00pa3-
1oB ganu 100 %-Helil pe3yapTaT MIacThu4-
HOTO XapakTepa pa3pylIeHUsl, COOTBET-
cTByrolni | tuny paspymenus, npu Be-
nuyuHe yamuHenus ot 500 go 600 %.

BbiBogbl

1. CtpouTenseTBO ra3onpoBOIHBIX IT0-
JIMATUIECHOBBIX TPYOOIPOBOJOB OCYIIECTB-
nsiercst ¢ coOmoieHneM TpebOBaHU COOT-
BETCTBYIOIIEH HOPMATUBHOW JOKyMEHTa-
. Takue paboThl B 1LIE€JIOM SBISIOTCS
BEChbMa OTBETCTBEHHBIMH C TOYKH 3PCHUS
o0ecrieyeHns KauecTBa U HAJSKHOCTHU IS
JIOJITOBPEMEHHOM 3KCILTyaTallMd MOCTPO-
€HHOT'O 00BbEeKTa.

2. B panHoii pabore ompeneneHsl
TpeOyeMble mapaMeTphbl PEeXUMOB CBapKH

HU 1py6 u3 11D cucrem raszocHabxxeHus

muamerpoM oT 90 mm g0 315 MM u Ha oc-
HOBE IIPOBEJEHHOIO aHaiaM3a BBIOPAHO
o0opyoBaHre, HEOOXOAUMOE ISl TIPOIIe-
Iypbl CBapKH INpU €IUHCTBEHHOM BBICO-
KOM JIaBJICHUU.

3. DKcrepuMeHTalbHas IpoBeEpKa ITy-
TEM MEXaHWYECKUX HCIBITAHUNA TEXHOJO-
TMYECKUX 00pa3loB Ha OCEBOE PACTSKEHHE
MOJTBEPANIA BBICOKOE KAayeCTBO CBapKu
HU tpy6 u3 I19-100 auamerpom 110 mm
(SDR 11,0), BbIOTHEHHBIX TIO HPOLEType
IIPU €AUHCTBEHHOM BBICOKOM JIaBJICHUH.

4. BbICOKOE KayecTBO 3KCIEpHMEH-
TaJIbHBIX CTBIKOB TpyO u3 [13-100 mpemrmo-
JaraeT BO3MOXKHOCTb HCIIOJIb30BaHHS Ma-
nmHbl «BomwkanuH-CCIIT-315» w1 cBapku
HU tpy6 u3 [ID Bcero periiaMeHTHpOBaH-
HOTO TEXHHYECKMMHU XapaKTEepUCTHKAMU
JMara3oHa M0 CBAPOYHOM MpOoLEAype HpU

CAUHCTBCHHOM BBICOKOM AaBJICHUU.
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