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TexHONOrMYecKkue 0C06eHHOCTM CBApKU BCThIK TPYO M3 pa3HbIX MApPoOK
noAn3TUNEHA

Han6onee BaKHbIM METOAOM COeAUHEHMUA TPYO B MUPOBOI NPAKTUKE CTPOUTENIbCTBA TPY6ONPOBOAOB U3 NOMMEPHbIX
MaTepuanoB ABNAETCA CBapKa nonau3tuneHosbix (M3) Tpy6 HarpeTbiM MHCTPYMEHTOM BCTbIK. B cBA3M € BbICOKOW nonynsp-
HOCTbIO NOJIN3TUNEHA KaK MaTepuana s Tpy6 npoussoauTenu cbipbsi aKTUBHO 0CBAaUBAKOT NPOM3BOACTBO HOBbIX MapPOK
M3 c yHUKaNbHbIMU PeosIornyecKUMmn CBOMCTBaMMU, a NPOM3BOAUTENM TPYO 0CBaUBAIOT NPOU3BOACTBO TPY6 cynep6onbLumx
AMAMeTPOB, C 60NbIIMMY TONLMHAMM CTEHOK. 06HOBNEHUe HOPMATUBHON 6a3bl N0 METOAAM CBapKM TPY6 U KOHTPOIO Ka-
4yeCTBa CBapHbIX COEAMHEHUIA OTCTAET OT NPorpecca NponsBoACTBA. B HacToswWwee Bpema MexxayHapoaHbim IS0 21307:2011
M POCCMIUCKMM rapmoHusupoBaHHbiM FOCT P 55276-2012 cTaHaapTU30BaHbI TPU OCHOBHbIE NpoueAypbl cBapku M3 Tpy6
BCTbIK. MeToAbI BU3yanbHO-n3MeputenbHoro Kontpons (BUK) cBapHbix coefuHeHui CTaHAAPTU30BaHbl HEMELIKUMU HOp-
mamu DVS 2202-1 u poccuitckum FOCT P 54792-2011. 06n1acTb NnpMMEHEHUA CTaHAAPTHbIX NpoLeayp CBapku u metoaoB BUK
He BMOJIHE COOTBETCTBYET COBPEeMeHHOMY pa3Hoo6pasuio rpafauuii u mapok M3, a TakKe TONWMUH CTEHOK NPOU3BOAMMBIX
noNN3TUNEHOBbIX TPY6. OLeHKa BA3KOCTU U YNPYrocT Matepuana Tpy6 U npoynx anpuopHbIX YCNOBUI CBAPKM CNOCO6HA
AaTb 060CHOBaHMe BbIGOPA TOM MM UHOI CBAPOYHOM NpoLeAYPbl U BO3MOXKHOW KOpPPEKL MU ee OCHOBHbIX NapaMeTpoB,
a Takxe no3eonut npu BUK otnuuute gedeKt cBapHOro coefuHeHUs OT peosiornyeckux ocobeHHocTen MmaTepuana.
IMNUpPUYECKAnA MHCTPYKLUA NO KOPPEKL UM CBapOYHbIX NapameTpoB 6bina fo6aeneHa aBTopamu B FOCT P 55276-2012 npwu
ero paspaboTKke B BUAe CIPaBOYHOI0 NPUAOKEHUA. YTOUHEHUE U NeruTUMU3ALUA ITOM UHCTPYKLUK TPebyeT npoBeaeHUs
cepum TEXHONOrMYECKUX IKCMEPUMEHTOB, YaCTb U3 KOTOPbIX K HACTOALLEMY BpeMEHU BbINOJIHEHA aBTOpPaMu.
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Technological aspects of butt fusion jointing of pipes made of various
polyethylene grades

Butt fusion jointing of polyethylene (PE) pipes is the most important pipe join method in the world’s practice of
polymer pipeline construction. Due to polyethylene high popularity as a pipes material, raw material manufacturers are
actively developing the manufacture of new PE grades with unique rheological properties, while pipes manufacturers are
actively developing the manufacture of extra-large diameters pipes with a large wall thickness. The regulatory system
updating with regard to pipes welding methods and welded joints quality control falls behind the manufacture progress.
Currently, three basic procedures of PE pipes butt fusion jointing are standardized to the international IS0 21307:2011
and Russian harmonized GOST R 55276-2012 standards. Welded joints visual inspection (VI) methods are standardized
by the German DVS 2202-1 regulations and Russian GOST R 54792-2011 standard. Standard butt fusion procedures and
VI methods application area does not exactly correspond to the modern variety of PE grades and gradations, as well as
walls thicknesses of manufactured polyethylene pipes. Evaluation of pipes material viscosity and elasticity and other
a priori fusion conditions is able to justify the choice of a certain butt fusion procedure and possible adjustments of
its basic parameters, and will allow differing an eventual welded joint defect identified during VI from the material’s
particular rheological properties. Empirical instructions of the welding parameters adjustments have been added by the
authors in the GOST R 55276-2012 during its development as a reference annex. Elaboration and legitimization of the
instructions requires a series of technological experiments, they have been partially performed by the authors by now.

100 TEPPUTOPUA HEDTETA3




MHOT00BPA3UE HOPMATUBOB NO
CBAPKE HAFPETbIM UHCTPYMEHTOM
Cpeaun MHOrOYMUCNAEHHbBIX METOAOB CO-
e\MHeHUA 3aroTOBOK M3 NMOJAMMEPHbIX
MaTepuanos, NOJYYUBLIMX NPUMEHEHUE
B POCCHUIICKOM W rnoGanbHOM NpakTuke
CTpouUTeNnbCTBa TPy6ONPOBOLOB, Hau-
6onee BaXKHbIM METOAOM COEAUHEHUS
NONU3TUNEHOBLIX TPY6 ABNAETCA CBapKa
HarpeTbiM MHCTpyMeHTOM (HU) BCTbIK.
3TOT MeTOL KOHKYPUPYET CO CBApPKOM 3a-
knapgHeimu Harpesatenamu (3H) [1] B Es-
pone u gomunHupyet B CeBepHoit Amepuke.
TepMUH «CBapKa BCTbIK» AABHO UCMOJb-
3yeTca B pOCCUIACKON TEXHUYECKOMN inuTe-
paTtype, N03ToMy ByAeM NpUaEepPKMBaTLCA
ero, X0TA NOrM4yHee 3TOT MeTO/ CleA0Ba-
110 6bl Ha3BaTb CMNABJIEHNEM, MOCKOJbKY
ero 6azoBas TeXHONOTUs He Npejycma-
TPMBAET UCNOJIb30BAHUE KAKOro-nubo
npucapoyHoro matepuana. Mexay tem
MMEHHO UCNONb30BaHNE NPUCAAKN AB-
NeTCA XapaKTepHbIM MPU3HAKOM pPa3HbIX
TEXHONOTUI CBAPKU, HANPUMEP IKCTPY3M-
OHHOM W ra3oBoiA.

Ceapka HW Hanbonee yacTo npuMeHseTcs
AN COeMHEHUS MOHONUTHbIX M3 Tpy6
AnameTtpom 63-2400 MM 1 npu U3roToB-
JIEHUU CBAPHbIX UTUHTOB LMAMETPOM A0
2400 MM, a TaKKe Npu CBapKe BUTbIX TPy6
auameTtpom fo 2600 mm. LLinpokas cthepa
NPaKTUYECKOTO NPUMEHEHUS 0OyCoBNe-
Ha PAAOM TEXHUYECKNX U IKOHOMUYECKUX
NPeUMYILECTB Nepej KOHKYpPUPYIoLWMMH
MeToAaMun CBapKu.

B poccuitckoit npakTUKe CTpOMTENbCTBA
NONUMEPHBIX BOLOX03ANCTBEHHBIX, ra3o0-
NPOBOAHbIX, KOMMYHANbHBIX U TPOMBILLEH-
HbIX Tpy6ONPOBOLHBIX CUCTEM Npeobiana-
toT M3 Tpy6bl, COOTBETCTBEHHO, cBapKka HU
nony4nna oOTpaxeHue B COOTBETCTBYIOLNX
NpoUNbHbIX HOPMATUBHBIX AOKYMEHTAX.
K nocneanum otHocaTcsa CHull 3.05.04-85
(«HapyxHble BogonpoBoabl», n. 3.85),
CN 62.13330.2011 («la3onpoBopgbi», M.
4.13), BCH 003-88 («HedTenpoBogbi»,
n. 7.5.3.1.), CHul 3.05.05-84 («TexHono-
rmyeckue Tpy6onposopnbl», n. 4.23), CH
478-80, CH 550-82, OCT 6-19-505-79, CTO
2-2.1-411-2010 v pp. HekoTopsble u3 go-
KYMEHTOB LaloT COHCTBEHHYIO TPAKTOBKY

TexHonorun ceapku HW, n 3Tn TpakToBKM
3a4acTyto KOHGMAUKTYIOT APYT C APYroM.
[pyras npuymHa pa3HOUYTEHMI — B MHO-
roobpasuu rpagauui u mapok NI pas-
NIMYHBIX NPON3BOAUTENEN, C Pa3NIUYHBIMKU
peonornyeckum CBOMCTBAMMU.

Yxe B 70-€e rofbl NpoWIOro BeKa TeXHO-
NIOTUYECKME IKCNEePUMEHTHl N0 CTPOU-
TeJIbCTBY OMbITHbIX TPYOONPOBOAOB Bbl-
ABUAU Clabble MecTa ycTapeBLNX MapoK
M3 n meTogoe coeauHenus Tpy6. Mocne
ocBoeHua B 80-e roabl XX BeKa npous-
BOACTBA OTEYECTBEHHbIX CMeLnanbHbIX
TPYOHbIX 6a30BbIX MapPOK CONOANMEPOB
nonnaTuneHos Hu3koro fasnexns (MHM)
1 KoMno3uLmit Ha ux ocHose B CCCP 6bina
co3fiaHa 6a3a Ans MHOrOKpaTHOro pocTa
npumeHeHus Tpy6 u3 M3. Komnosuuuu
Ha ocHoBe [MH], no noka3aTensaim MUHU-
ManbHOI gnutensHoit npouHoctu (MRS)
cooTBeTCTBOBanM rpagauum 13 50, 3atem
M3 63. lanbHeRwmnit MaKpOMONEKYNAPHbIN
[2] v KOMNO3WLUMOHHBIN LM3aliH NpUBEN K
0CBOEHUI0 NPOU3BOACTBA YHUMOAANbBHBIX
u 6umopanbHeix M3 80, a Takxke GuMogans-
Hbix 13 100. B HacToswee Bpemsa 13 100
npeobnanaer Kak Ha robanbHoM, Tak 1 Ha
poccuiicKoM pbiHKax TpyOHbIX Mapok M3.
CnpaBeanMBOCTM paau clenyeTt OTMETUTD
coxpaHeHue no3uuuii M3 80 npu npous-
BoACTBe Tpy6 ra30npoBOJHOrO Ha3Have-
Hus B CLLUA.

[lns npon3BoACTBa NOAUITUNEHOBLIX TPYO
B Poccuu ucnonb3yetcs 6onbluoe konnye-
CTBO KomMnayHAoB mapok 13 80 1 13 100
pa3fINUHbIX OTEYECTBEHHbIX U 3apybex-
HbiX Npou3BoanTeneil, B yactHoctu OAO
«KazaHbopreurtesy, 0A0 «<HKHX», Sabic,
KPIC, SCG, Basell, Borealis. Monumepsi
3TUX NPOU3BOAUTENEI CUHTE3UPYIOTCA NO
pa3NnYHLIM TEXHONOTUAM U UMEIOT pas-
HYI0O CTPYKTYPY W, KaK CnefcTBue, OTAU-
yawlmecs peosornyeckue CBOMCTBA, T.e.
TeyeHMe maTepuana npu nepepaboTke.
AKTyanbHoit MHHOBALMel TPyOHOII OT-
pacau ABAeTCA 0CBOEHWe NPOU3BOACTBA
Tpy6 6oNbWMX U cynepbosbLUKNX AUaMe-
TpoB [3, 4]. Mpu dopMoBKe Takux Tpyo
BO3HMKaeT npobnieMa rpaBUTaLUOHHOTO
CTeKaHus pacnnasa. [lns yctpaHeHus 31o-
ro adekTa B nponssoacTee cynepbonb-

wnx Tpy6 NpUMeHAIOT crnabocTeKatlwue
mapku 13 100.

K uncny nocnefHux BOCTUXEHMIA MaTe-
puanoBefoB OTHOCATCA Komno3uuum 3
(PE-RC) c 0co60 BbICOKOI CTONKOCTbIO K
POCTY TPELUMH U MaTepUanbl C NOBbILIEH-
Hou TennocToiikocTblo (PE-RT).
Ynpyro-BsA3kue CBOICTBA pacnnaBoB
MHOTOYMUCNEHHbIX rpagauuit u mapok 3
pa3NMyHbIX NPOU3BOAUTENEN UMEIOT Cy-
LeCTBEHHbIE OTINYMS.

YuuTbiBaa 3T0T hakT, cneunanucTsl no
CTaHJapTU3aLuM CBApKKU, MHOTUE Mpo-
U3BOAUTENN TPYO M UTUHIOB, @ TaKKe
CBApOYHBIX MALIMH NPEANaraiT opuru-
HaJbHble TexHoNMorMK cBapku. OfHaKo He-
COTNIacoBaHHbIE Mex Yy Co60i TEXHONOTUM
CO3[at0T AN1S TEXHONOTOB HEOMYCTUMYIO
HeonpeAeNeHHOCTb B BbIGope onTUMab-
HOro BapMaHTa napameTpoB CBapKMU.

YNOPAJOYEHUE NPOLEAYP CBAPKU
HATPETbIM UHCTPYMEHTOM

MbITafACh yMEHbWUTb HEONPEAEeNeHHOCTb,
MeXJAYHapoLHas CTaHAapTU3npyloLas
opranusauus (ISO) coctaBuna ctaHpapt
IS0 21307 [5], cogepawuit Tpu npoue-
Bypbl ceapku 13 BofONPOBOAOB U ra3o-
NPOBOLOB C BapbUPYEMbIMU OCHOBHBIMY
napameTpaMmu CBapo4Horo npouecca. Ka-
KAAsA U3 ITUX NpoLeayp UMeeT ybex aeH-
HbIx cTopoHHUKoB B ISO. Mpouenypbl
OTPaeHbl B yBaXaeMbIX HaLlMOHANbHBIX
cTaHaapTax lfepmaHuu, BenukobputaHum
1 CLUA v npowny MHOroONETHIO0 NpakTy-
yecKylo anpobaumto. OHM TeCHO CBA3aHBI
C PALOM HaLMOHANbHBIX HOPMATHUBHbIX
AOKYMEHTOB B 06/1aCTW NONUMEpOB, Tpyo,
(UTUHIOB W CBAPOYHOMN TEXHUKM. [o3TOMyY
ISO B nouckax KOMNPOMUCCHOTO peLleHuns
“cnonb30Basno B cocTase ctaHpaprta IS0
21307 Bce TpK aKTyasnbHble NpoLeaypsl.
Poccuiickmin TOCT P MCO 55276-2012 [6]
€03[,aH Ha OCHOBE ayTEHTUYHOTO NepeBo-
Aa IS0 21307 ¢ pobasneHneM Y4eTBepTOIl
npoueaypel, COCTAaBAEHHON aBTOpamm
HacToAwWel cTaTbn. Hamu Takxe Boinon-
HeH ayTeHTUYHbIN nepesof IS0 12176-1
[7], koTopsiit ner B ocHoBy MOCT P UCO
12176-1-2011 [8], pernameHTUpytOLLETO
TpebOoBaHUsA K CBAPOYHbIM MALIMHAM.
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CBAPKA

Paspensa mHeHue BepyWmux cneuunanm-
CTOB, OTPaXXeHHOe, Hanpumep, Ha canTe
[9], @aBTOPbI CYMTAIOT HYXKHBIM OTMETUTD
cnepyollee.

1. TOCT P MCO 55276 cTan ycnewHoi no-
NbITKON YCTPaHWUTb Pa3HOYTEHUS B Tex-
Honorumn ceapku HU. TexHonoru umeiot
BO3MOXHOCTb MCNOAb30BATh €ro ANA
YCTpaHeHUs He0OOCHOBAHHBIX TEXHU-
YeCKMX pelleHni, KOTopble NOSBUIUCH B
HOPMaTMBHO-TEXHUYECKOMN AOKYMEHTaL NN
B nocnefaHue gecatunetus [10].

2. MHOroBapMaHTHOCTb peLleHunit, Npea-
naraembix FOCT P UCO 55276-2012, co3paa-
eT KBanuduMLMpPOBaHHbEIM CNeLnanncTam
NPOCTOpPHOE Nnose Ans MaHeBpa Npu co-
CTaBleHUU cneunduKaLmii Ha npouecc
CBapKu Ana pasnnyHsix mapok M13. Mpw
3TOM cnocob onucaHus npouenyp B FOCT
Aenaet NpakTUYeCKU HEBO3MOXHbLIM UX
HenocpeAcTBEHHOE NpUMEHeHne HeKBa-
ANbULMPOBAHHBIMW CBApLYMKAMMU.
3.TOCT P NCO 55276-2012, kak 1 ero npo-
ToTtun IS0 21307, MOXHO NPUMEHATb ANS
CBAPKK geTanen C TONWMHON CTEHKU He
Gonee 70 MM, B TO BpeMs Kak Bepylune
npoussopuTeny BbinyckawT M3 Tpy6bl ¢
TONWMHOW CTeHKU Gonee 100 MM, U UX
TOXe HYXHO BapUTb.

4.B1S021307 m TOCT P MCO 55276-2012
OTCYTCTBYIOT OrpaHU4YeHuna no nokasare-
JII0 TEKYYeCTU pacnnasa Matepuana Tpy6
MTP190/5. Mexpy TeM aBTOPUTETHbIE He-
meukue Hopmbl DVS 2207-1 ycTaHasnu-
BAIOT rpaHULy NPUMEHUMOCTU OObIYHOI
TexHonorum ceapku [TP190/5 > 0,2 r/10
MUH. OTMETUM, 4TO BONblIAs YacTb poc-
CUNCKUX NOAN3TMAEHOB rpagaumu M3 100
MMeeT NoKasaTenu TeKy4yecTu pacnnasa
NTP190/5 Huxe 0,2 r/10 MUH., T.e. Npu-
MeHEHWe CTaHAAPTHbIX TEXHONOTUI AN
CBapku BbICOKOBA3KMX [13 100 He BnonHe
KOPpeKTHo.

5. B IS0 21307 oTcyTCTBYIOT Kakue-nnbo
peKomeHgaLuu no npefnoYTeHnIo To
MAN UHOW CBApOYHON npoueaypsl. Het
TaM 1 peKOMeHAaLNA N0 KOPPEKTUPOBKE
CBapOYHbIX NAPAMETPOB B C/IyYanX, KOraa
TONWLMHA 3aroTOBOK u/unu NTP maTepu-
ana 3aroToBOK BbIXOAAT 3@ NErMTUMHbIE
HopMmbl. B cBa3n ¢ aTum B TOCT P NCO
55276-2012 aBTOpbI B06GABUN YETBEPTYIO
npouenypy ceapku H c oTHocuTensHO
LUMPOKOIt cBOGOAOI M3MEHEHUS CBAPOY-
HbIX NapaMeTpoB B 3aBUCMMOCTH OT pas-
JINYHBIX ANPUOPHbIX YCNOBUI, @ TaKKe C

NOACHEHUAMU IMIUPUYECKMX OCHOBAHMWIA
L5 TaKUX U3MEHeHWid. YeTBepTas npoue-
Aypa fobasneHa B KayecTBe CNPaBOYHOMO
NPUNOKEHUS, TOCKONbKY NErUTUMHASN UH-
CTPYKLMA MO KOPPEKTUPOBKE NapaMeTpoB
TpebyeT 06WMPHBIX HayYHO-MUCCNe0Ba-
TeNbCKUX PaboT, B OCHOBHOM MO onpe-
AENEeHNI0 [ONTOBPEMEHHON MPOYHOCTH
OMNbITHBIX CBapHbIX coefuHeHui. Ha ce-
FOLHAWHUA AeHb YacTb 3TUX paboT yxe
BbINOJHEHA aBTOPAMM CTATbMU.

PEOJIOTMYECKWE NPOLIECCHI NPU
CBAPKE HATPETbIM UHCTPYMEHTOM
HeoTbemnemon 4acTbio TEXHONOTUM CBAp-
K1 BCTHIK ABNAETCA CUCTEMA KOHTPONA
kayecTsa. Ee BaxHelwasn ctapusa — Bu3y-
aNbHO-U3MepuTeNbHblil KOHTpONb (BUK)
— 6a3upyeTcs Ha CTaTUCTUYECKUX AaHHBIX
0 hopme 1 pa3mepax BanMKOB rpara. 3Tu
LaHHbIE HaKOMMEeHbl Ha HbIHE YCTapeBLUKX
mapkax [13 1 He B noaHoI Mepe cornacy-
l0TCA C BU3yaNbHbIMK NapaMeTpamm Ba-
NNKOB CBAPHbIX COEAMHEHUN 3aroTOBOK
“3 HoBeWnwwmx mapok 13 100. Mpanuubl
NPUMEHUMOCTN aBTOPUTETHBIX YKa3aHMil
DVS 2202-1 [11] 1 cOOTBETCTBYIOWMX UM
ykasaHuii FOCT P 54792-2011 [12] no BUK
He NpeBbIWaoT TONWMUHBI CTEHKM 20 MM, B
TO BpeMs KaK MpoOU3BOACTBO TONCTOCTEH-
HbIX TpY6 (60nee 100 MM) AaBHO OCBOEHO
NPOMbILNEHHOCTbIO. HeCTbIKOBKU fei-
CTBYIOLMX MEXAYHAPOAHBIX U HOBEMLIMX
POCCUNCKNX TEXHONOTNYECKUX HOPM Ha
CBApKy ¥ KOHTPONb KayecTBa CTbIKa, C
OLHOI CTOPOHBI, C NapameTpamu Tpy6
1 GUTUHTOB cynepb0sbLIMX pa3Mepos,
M3roTOBAEHHbIX U3 HOBeliWKx mapok M3,
C APYroi CTOPOHbI, ABAAIOTCA CEPbe3HO
npo6nemoii B Bonpoce obecneyeHus Kade-
ctBa ceapku HU. PewweHus 31oii npobnems
B MEX/yHapOAHO NpaKTuKe AOCTUTAIOT B
npouecce BeCbMa 3aTPaTHbIX TEXHONOTU-
YECKMX IKCMEPUMEHTOB, BbIMOJHAEMbIX Ha
3aBOax — U3roTOBUTENAX TPYO, @ TaKKe
aBTOPUTETHLIMU 3KCMEPTaMu B 06nacTu
CBapkKu.

BmecTe ¢ Tem TexHonornyHocts M3 npu
CBapKe MOXHO NPOrHO31poBaTh.

Csapka HWU, no cywecTsy, ABnseTca peo-
nornyeckum npoteccom. Paccmotpum ym-
Knorpammy pasnuyHelx npolenyp cBapku
no OCT P UCO 55276.

Ha pucyHke 1 n3obpaxeHa 3aBUCUMOCTb
HOpPMATMBHOTO AasieHus P B nnockoctu
CBapKu oT BpeMeHu t Ana nepeoii npoue-

AVPbl CBAPKW NPU €L UHCTBEHHOM HU3KOM
[aBneHUu (TpasnLMOHHas npoLeaypa Ans
lepmaHuu n Poccuu).

HarpeTbiit MHCTPYMEHT NOMeLLAOT MEX-
Ay cBapMBaeMbiMK 3aroToBkamu. Mocne
CO3JaHUA [aBNEHUA BblpaBHUBAHUSA
(0,15-0,19 MIa) B nnOCKOCTM CBapKM 3a
BpeMs t, N3 30HbI CBAPKM BbIaBNNBAETCA
BaJINK NEPBUYHOrO rpata.

KuHeTuka o6pa3oBaHns nepBUYHOTO Ba-
JIMKa He UTPaeT BaXHOI PoJIu, MOCKOJbKY
t, He HopMUpyeTCs, a BbIpaBHNUBaHMNE B
ntobom cnyvae ANUTCA A0 3aBeEpLIEHUs
06pa30BaHWA NepBUYHOTO BaMKa HOp-
MaTUBHOro pasmepa (He MeHee) no Bceil
OKpYXHOCTH 06enx Tpy6, T.€. c 06eunx
cTopoH HU.

A BOT Ha CTaguu nNporpesa, HanpoTus,
AJMTENbHOCTb CTAfUU U AaBNEHUE B NJIO-
CKOCTM CBApKM B 3HAYUTEIbHOM CTENEHH
BJIMAIOT HA KAYeCTBO coeanHeHus. Hepo-
CTaTOYHOE [laBJIeHNE YPEeBaTo NoTepeil
KoHTakTa mexay HW 1 Topuamu 3arotosku
W, CNefoBaTeNbHO, K HECNIABJIEHUAM, a
136bITOYHOE [aBNEHWUE NPUBOAUT K Bbl-
AaB/IMBAHUIO pacnfaBa matepuana u3s
30HbI CBAPKM, UCKXEHUAM DOPMbI BasnKa
W YBEJIMYEHUIO €0 Pa3MepOB, YTO ABNIA-
eTCs OCHOBaHMEM 115 6PaKOBKM CTbIKa.
HepocTtatouHble unm n36bITOYHbIE BEU-
YMHbI JABNEHUsA HA CTaANUM COBCTBEHHO
CBapKM BAUAKT Ha BHEWHUIA BUA rpaTa
M KayecTBO cBapku. [puHATO cunTathb
[13, 14], yTO HEQOCTATOUHOE AABEHUE
He obecneynBaeT yaaneHue xenaTesb-
HOro obbeMa pacnnasa matepuana us3
30Hbl CBAPKM U BeJET K HECMABJIEHUSAM.
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Puc. 1. Luknorpamma npouepypbl CBapku npu
€[AMHCTBEHHOM HU3KOM AaBeHUN

Crapuu cBapoyHoro npotecca:

1 - BbIpaBHMBaHMe, 2 — MpOrpes,

3 — TexHoN0rMYecKas naysa, 4 — nogbLem
AaBJIEHUA, 5 — OXNaXAEHUE B MaLIMHE NOJ,
AaBJIEHNEM, 6 — OX/TaXAEHME BHE MaLUUHBI

Fig. 1. Single low-pressure fusion jointing cycle
Fusion process stages: 1 — initial bead-up,

2 - heat soak, 3 - heater plate removal,

4 — fusion pressure achievement, 5 - cooling in
the machine under pressure, 6 — cooling out of
the machine
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Puc. 2. Bblcokuit 1 y3Kui rpat
Fig. 2. Tall and narrow weld bead

N36biTouHOE faBneHne, HaNnpoTHB, Bbl-
[aBNNBAET U30OLITOYHbIN 0OBEM pacniasa,
NPUBOAMNT K YMeHbLIEHWIO 00beMa OCTaB-
Ierocs pacniasa B 30He CBAapKW, BNIOTb
L0 COEANHEHUSA XONOAHBIX MOBEPXHOCTEN
CBapMBaEMbIX 3ar0TOBOK W, KaK CNIeACTBUE,
TaKe BefleT K HecnnasneHuam. [ledek-
TOCKONWCTbI, BbINONHAA npoueaypbl BUK,
CYAAT O HAPYLWEHUAX PEXUMA CBApKMU NO
napameTpam Banukos rpata. [lpu aTom B
KayecTBe 3TaJIOHOB UCMONb3YIOT CTAHAAPT-
Hble pucyHku u3 TOCT P 54792-2011 [12].
Tak, Hanpumep, BbICOKUA W y3KUW rparT,
KaK NpaBuno, He KacalowWwmnitca Kpasmu
Tpy6bI (puc. 2), npusHaetcs Gpakom,
MONYYEHHbIM B pPe3ysbTaTe OWUOOYHBIX
CBapOYHbIX NAPaMETPOB, 0COOEHHO U3-3a
N36bITOYHOTO YCUANSA CXKATUSA CBapUBae-
MbIX 3arOTOBOK.

Mexay Tem rpat nogo6Hoi GpopMbl 4acTo
HabntoAaeTcs NpuU CBapKe TOHKOCTEHHbIX
TPY6, IKCTPYAUPOBAHHbIX U3 HOBEMLIMX
cnabocTekawowux mapok M3 100. Npw
3TOM MexaHW4yeckue UCNbITaHWUS [LeMOH-
CTPUPYIOT XOPOLLYI0 NPOYHOCTb CBAPHBIX
coefiMHeHniA.

Mopo6Hyto hopMy rpaTa MOXKHO NPOrHO-
31poBaTh, BbIABUB BbICOKME BA3KOCTb U
ynpyrocTe pacnnaeos 13 B npouecce

Puc. 3. HenpaBunbHoe cooTHoweHue b/s
Fig. 3. Improper b/s ratio

CTAQHLAPTHbIX U CNELMUAbHBIX PEOOTU-
YeCKMX 3KcnepumeHToB [15-17].
Opyroit 6pakoBoyYHbI fedeKT npea-
CTaBnseT co6oil HapylweHUe Nponopum-
OHaNIbHOCTM MeX Ay pa3Mepamu rpaTa u
TONWMHOW CTeHKM Tpy6bl (puc. 3): rpat
CAVIIKOM LUMPOKUIA NN CAULIKOM Y3KUN,
4TO 0OYCNIOBIEHO, HANPUMEp, HENPABUJIb-
HbIM BPEMEHEM HArpeBa, HeMmpaBubHOM
TeMNepaTypoi HarpeToro MHCTPYMEHTa,
HEnpaBUJIbHLIM YCUIIMEM CXKATUS.
OpHako fedeKT — CULLKOM WUPOKUA UK
C/MLIKOM Y3KUIA FPaT — KpOME HapyLIeHU it
TEXHOJIOTUN CBAPKM TaKKe MOXKeT ObiTb
06ycnoBneH BapMaLnaMn ynpyro-Ba3Kkux
xapakTepucTuk pacnnasa [13. Mpuuem,
COTNACHO 3KCNEPUMEHTAJIbHBIM JAHHBIM
AaBTOPOB CTaTbW, MPONOPLUOHANBHOCTb
MeX Ay pasmMepamu rpata b u TonwmHoi
CTEHKU TPyObl S COXpaHAETCSA TONbKO B
06/1aCTU CPABHUTENBHO MabiX TOMLMH.
Mpu ToNwWwMHe CTeHKN TpyObl MAKU UCTa
cBbllwe 20 MM 3aBucumocTb b = f(s) cTa-
HOBUTCA HENUHENHOW.

Ewe oanH gedekT — HECUMMETPUYHOCTD
BafAWKoB rpata (puc. 4.) — TepAeT CMbICA
B KauecTBe GPaKOBOYHOIO KpUTEPHUS, €CIU
CBApMBaeMble A€TaIN U3rOTOBJIEHbI U3 Pa3-
HbIx MapokK [13 unu gaxe pasHoix naptuii 13

Puc. 4. HecummeTpuyHble Bannku
Fig. 4. Irregular weld bead width

OJHOW MApKM, pacnnasbl KOTOPbIX UMEIOT
pa3/iMyHble PeoNormyecKne CBONCTBA.
TpeTbs npoueaypa CBapKu — Npu efuH-
CTBEHHOM BbICOKOM AaBJIEHUMN — NPEeAYC-
MaTpuBaeT ysenndenue aasnequa P u P,
NpUMEpHO B TPM pa3a Nno CpPaBHEHUIO C
npouesfypoit CBapKku Npu e AUHCTBEHHOM
HU3KOM AaBneHuun (nepeas npoueaypa).
Mpu 3TOM O6WMIt BUL LUKIOTPAMMbI CO-
OTBETCTBYET NepBoi npoueaype (puc. 1).
TpeTbs npoueaypa paspaboTaHa B CLUA
1 32 MHOTWE [eCATUNETUS NPUMEHEHUS
NOATBEPAMNA CBOK NPUTOJHOCTb NPK CO-
OpYXE€HUM BOJOXO3ANCTBEHHbIX CUCTEM U
rasonpoBogoBs. 0co6eHHOCTb npoueny-
Pbl 3aK/IIOYAETCA TAKKE B TOM, YTO HOP-
MaTUBHOE BpeMsa nporpesa t, apnsercs
OPUEHTUPOBOYHBIM, HO HELOCTATOYHbIM
napametpom. O 3aBeplweHnn cTagum
nporpesa CBUMAETENbCTBYET NOABNEHNE
BaNMKa 3afiaHHOro pa3mepa.

Bropas npoueaypa — npu ABOWHOM HU3-
KOM [JaBJIEHUM — NpefycMaTpuBaeT copoc
AaBNEHNA BCKOPE NOCNe CoefUHEHUs TOp-
uoB Tpy6 (puc. 5).

Pasmepsl n hopma rpara, eCTeCTBEHHO,
OKa3blBalOTCA YYBCTBUTENbHBIMU K U3Me-
HEHUAM HanpsXeHus CABUra, obycnos-
NIEHHBIM 0COBEHHOCTAMM NPOLEAYP.

e ODPNLIMATIbHBIV OANNEP EBPONMEUCKUX MPOU3BOOUTENEN
e KOHCYNbTALMA MO BbIBOPY TEXHONOIMU U O6OPYAOBAHUSA
e OTIPY3KA CO CKNTAOA B MOCKBE, JOCTABKA B PETMOHBbI

e LLE®D-MOHTAX, MYCKOHANAOKA, OBYYEHUE PABOTE
e TAPAHTUSA, TEXHUYECKOE OBCITY)XXWUBAHUE

e COAYA OBOPYNOBAHUS B APEHOY
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Puc. 5. Linknorpamma npouefypbl CBapku npu
LBOIHOM HU3KOM [jaBNeHUU

Craguun cBapoyHoOro npouecca:

1 - BblpaBHUBaHMe, 2 — NPOrpes,

3 - TexHonorMyecKas nay3sa, 4 — nogbem
LaBleHus, 5 — CBapKa, 6 — OxNaxeHue B MalIMHe
NOA faBneHueM, 7 — OXNaXAeHWe BHe MaLUUHbI
Fig. 5. Dual low-pressure fusion jointing cycle
Fusion process stages: 1 - initial bead-up,

2 — heat soak, 3 - heater plate removal,

4 - fusion pressure achievement, 5 - fusion, 6 -
cooling in the machine under pressure,

7 - cooling out of the machine

KauectBo cBapku HW onpepensetca te-
NNOPU3INIECKUMU, XUMUYECKUMM, @ TAKKE
PEO0JIOrMYECKUMU NPOLLECCaMm, NPOTeKa-
toLLMMK B 06712CTM CBAPHOTO COELMHEHNUS.
KuHeTnyeckne 3aKOHOMEPHOCTU 3TUX
NPOLECCOB U UX KOHEYHble pe3ysbTaThl,
€CTeCTBEHHO, 3aBUCAT OT OCHOBHbIX Na-
pameTpoB CBapOYHOro npoLecca, C OA-
HOM CTOPOHBI, U CBONCTB NOANITUNEHA
— C fpyrou.

B npon3BOACTBEHHON NpaKTUKe ANA OLeH-
KW Peosior1yecKmx CBOMCTB NONUITUNIEHOB
06bIYHO MCMONB3YIOT NOKa3aTeNb TEKyYe-
ctu pacnnasa ([1TP), BennunHa KoToporo
XapaKTepu3syeTcs, B YaCTHOCTH, CpefHel
monekynapHoit maccoir (MM) nonumepa.
OpHako 6onee TOUHbIE OLLEHKU KMHETHU-
YeCKMX NpoLEeCccoB AAT NPeLU3NOHHbIe
M3MepeHus BA3KOCTM PacnnaBoB Ha COBpe-
MEHHbIX BUCKO3MMeTpax [15, 16] c uenbio
NOyYEHUA KPUBbIX TEYEHMUSA B LUMPOKOM
Lnana3soHe ckopocTeit casura (puc. 6).
Pe3ynbTupytowmne pasmepbl BaanKkos
rpaTa, eCTeCTBEHHO, 0O6paTHO nponop-
LMOHaNbHbI BA3KOCTU pacnnasa, Kotopas,
B CBOIO 04Yepefb, 3aBUCUT OT CKOPOCTH
cABuUra. 370 N03BoJseT NPOrHO3UpoBaTh
napameTpbl U3MEPUTENLHOFO KOHTPONA [0
CBapKMW U Jaxe [o Npou3BoACTBa TPyo.
MporHo3upyemble napameTpsl 6yayT 3aBu-
CeTb He TOJIbKO OT MapKy NONN3TUIEH, HO
W OT NapaMeTpoB CBApOYHOro npouecca.

Jlutepatypa:

MTP 1 BA3KOCTb UCXOAHLIX NONMMEPOB
ABAAIOTCA PEOJOrMYECKUMU OLEHKaMK
nepeoro NpubnuxeHus. NepeBuyHsie no-
NIN3TUNEHBI IKCTPY3MOHHBIX (TaK Ha3blBae-
MbIX TPYOHbIX) MapOK OT/IMYAIOTCS BbICOKOIA
cpefHen MOneKynapHON Maccoi u 0YeHb
wupokum pacnpegenennem MM. OgHako B
npoLecce TEPMOOKUCINUTENBHON AeCTPyK-
LMK, MMeloLelt MecTo Npu NPOU3BOACTBE
3aroToBOK, B NOJMU3TUIEHAX HU3KOTO
LaBNeHNUs 06pasyloTcs pa3BETBAEHHbIE U
ClMTbIE CTPYKTYPLI. B pe3ynbrate Makpo-
MOJIEKYNAPHBIX PeaKLuuil MEHAETCA CTPYK-
Typa MHJ u, cO0oTBETCTBEHHO, AMHAMMUKA
PEO0JIOrMYECKUX NPOLLECCOB, MPOUCXOASA-
WMX NPYU AanbHeMIlen CBapKe 3aroToBOK.
[lns nonyyeHus 6onee noaHoro npeacTas-
NIeHUA 0 MaKPOMOJEKYNAPHON CTPYKTY-
pe MOXHO MCNoNb30BaTh TPAAULUOHHbIE
peonoruyeckue u cneyuanbHo paspabo-
TaHHbIE BbICOKOTOYHbIE PeNiaKCcaLUoHHble
(PLP — penakcaums gasneHus pacnnasa)
MeToabl KOHTpons [15-19].
TexHONOrMyeckmne IKCNepruMeHThI, BbINO-
HEHHbIE K HaCTOALLEMY BPEMEHM aBTOPA-
MU, NPW BapbUPOBaHWUM TONLLWH 3ar0TOBOK
oT 3 5o 110 MM 1 suameTpos Tpy6 oT 63 Ao
1600 MM, B pa3HblX MOrofHoO-Kanmarunye-
CKUX YCNOBUAX (NETHWIA U 3UMHMIA LUK NbI),
Ha pa3HoM 06opyaoBaHuu (MawmHsl GFO,
WIDOS, KWH, BADA, MacElroy n YCMT3M),
ANA pasHbix rpagauunii u mapok N3 (Sabic
P6006, N3 100 6949C, M32HT11-9), BbIsA-
BWJIU, B YAaCTHOCTY, Cliefiylolime 3aKOHO-
MepHOCTH:

1) npu cBapKe TOHKOCTEHHbIX 3aroTOBOK
13 MHJ c BbICOKON BA3KOCTbIO U yNpyro-
CTb0 PacniaBoB MOJy4aEeTCA rpat BbITA-
HyTOM Gopmbl. ONTUMKU3MPOBATL POpPMY
rpata MOXHO, B Y4aCTHOCTYW, NPUMEHUB
npouenypy 3 (Npu BbICOKOM AaBneHuu);
2) pa3mepbl BaNUKOB ANA 3ar0TOBOK TOJI-
WWHoii Gonee 10 MM pacTyT Npyu nepexofe
OT npoueaypsl 2 K npoueanype 1 1 3atem
- Kk npoueaype 3 ansa scex mapok 3. Mpu-
yeMm BapuaLmn hopm BanMKOB He BAUAIOT
Ha ynpyro-aecopMaLnoHHble NoKasaTenu
coeiuHeHunIn;

3) BAUAHME NMOTOAHO-KNMMATUYECKUX
takTopoB Ha hopMy BaNMKOB HecyLle-
CTBEHHO. Ho NoMnbITKM KOMNeHcMpoBaTh

04 08 12 15 2D 24 A
bgy. ¢

Puc. 6. 3aBUCUMOCTYN BA3KOCTU OT CKOPOCTH

CAiBMra pacnnaBoB NONMITUNEHOB Pa3HbIX
rpagauuin u mapok npu 180 °C

— rpaHynbl matepuana PE 4PP25B/4163 (M3 80);
— rpaHynbl MaTepuana P600BL (M3 100);

— rpaHynbl matepuana Hostalen CRP 100 (M3
100)

Fig. 6. Relation of viscosity and melt share rate
at 180 °C with regard to various polyethylene
gradations and grades

— PE 4PP25B / 4163 material granules (PE 80);
— P600BL material granules (PE 100);

— Hostalen CRP 100 material granules (PE 100)

BIMSHUE HU3KWUX TemnepaTyp BO3AyXa
yBEJIMYEHUEM TEMNEPATYPbl HArPeToro
MHCTPYMEHTA U AIMTEILHOCTU NPOrpeBa
(t,) BbI3bIBAIOT yBENIMYEHME Pa3MEPOB
BaNNKOB;

4) pa3mepbl BaJIMKOB TECHO CBA3aHbI C
BA3KOCTbIO M YNPYrocTbio pacniaBoB
M3. Mo3aTomy peonornyeckne n3mepeHus
no3BONAT 060CHOBATb KOPPEKTUPOB-
KU HOpPM BU3YyaiibHO-U3MEPUTENIbHOTO
KOHTpONS.

N3yyeHne ocobeHHOCTEN MaKPOMOEKY-
NAPHOMN CTPYKTYPbl COBPEMEHHBIX MApPOK
M3 BbiwenpuBeAeHHBIMU METOLAMU MO-
3BonseT 060CHOBATL ANs CBapKu Tpy6
afieKBaTHylo cneumduKaumio Ha npoecc
CBapKM, BbIGPAB 33 OCHOBY OfiHY U3 CTaH-
LapTU3NPOBaHHbIX MPOLEAYpP U ONTUMU-
3UpOBaB OCHOBHbIE €e napameTpsl.
Cnepyet f06aBUTb, YTO 3aTpaThl Ha NPoo6-
HYI0 CBApPKY U UCMbITaHWE NPOGHbIX CBAp-
HbIX COEAUHEHUI TONCTOCTEHHbIX TPY6
GonblWKX U cynepboNbLIMX JUAMETPOB
OKa3blBaloTCA BeCcbMa Benuku. Moatomy ¢
Lenbio 060cHOBaHUSA BbIGOpa Npoueayp 1
ANA YCKOPEHUA NOMCKA ONTUMANbHbIX pe-
XUMOB CBapKM LieNnecoobpasHo nonyyeHme
anpuopHoii peonoruyeckoi uHhopmayum.
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