BansaHue perynmpoBoK ABOMHOIo MMMNyaAbCca
NoayaBToMaTUYeCKOW CBapKM Ha obpa3oBaHue
nop B LWse.
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' HUGONG — CBAPKA BbILIE OXXUWAAHUN



rOCYAAPCTBEHHbIW CTAHIAPT COHO3A CCP
NYTOBASl CBAPKA AJTKOMWUHUA
M ANNIOMWHWEBbLIX CMNJIABOB B MHEPTHbBIX FA3AX.
COEAMHEHWUA CBAPHbIE
OCHOBHBIE TUMbI, KOHCTPYKTUBHBLIE 3/IEMEHTbI
M PASMEPbI
rocTt 14806% - 80
rOCYAAPCTBEHHbIA KOMUTET CCCP
Mo YNPABNEHWIO KAYECTBOM MPOAYKLWM U CTAHAPTAM
MOCKBA

rOCYAAPCTBEHHbIW CTAH[JAPT COHO3A CCP

OYTOBAA CBAPKA AIOMMUHUA U ANKOMMHUMEBBIX
CMNABOB B MHEPTHBLIX TA3AX, COEQWHEHWSA CBAPHBIE rocT
OCHOBHbBIE THUNbl, KOHCTPYKTUBHbIE 3N1eMeHTbl U pa3Mepbl 14806 - 80
Arc welding of aluminium and aluminium alloys in inert gases.
Welded joints. Main types, design elements and dimensions

Cpok pencrena c 01.07.81
po 01.07.96

1. HacToRWMA CTaHA4aPT pacNpOCTPAHARTCA Ha CBAPHbIe COEAMHEHMA M3 aNKMHWHKA K anMUHWEBLIX CNNABOB NPY TONWMHE KPOMOK CBapweaeMblx getanen ot 0,8 go 60,0 mm
BKNHYHTENEHO.

CTaHAapT He pacnpoCTPaHAETCA HA CBapHbIe coeauHeHusa Tpybonposoaos.

CTaHaapT YCTaHaBNWEAET OCHOBHLIE THUMbl CBAPHLIX CORAMHEHWM, KOHCTPYKTUBHEIE 3NEMEeHTEl U PasMepsl Pasgenkv KPOMOK W CBapHOro LWea.
2. B cTaHaapTe NpuHATE! Cneayrlme yonosHse 06o3Hauerna cnocobos AyroBod CBapKK B MHEPTHLIX rasax:

PWHN - pyuyHasa HeNnNasAWMMCA 3NeKTPOoAOoM C NPUCaA0YHLIM METANNOM;

AWHN - agTOMaTUJYECKARA HENNaBALWMMCA 3NEeKTPO4OM C NPUCaA0YHBIM METANNOM;

AWMHN-3 - 38TOMaTUYECKAR HENNABAWMMCA INEKTPOAOM C NPUCIA0YHEIM METANNOM - TpexdazHan,

AWM - agToOMaTHYECKaA NNAaBAWWMCA 3NEKTPOAOM - OAHOAYIOBaR;

NWUN - NnonyaeTOMaTHUYeCKaA NNABAWMMCA 3NeKTPoAoM.

3. OCHOBHbIE TWUNLI CEBAPHLIX COEAWHEHWIA JONXHLI COOTEETCTBOBATL YKa3aHHsIM 8 Tabn. 1.

4, KOKCTPYKTHUBHBIE 3NIEMEHTEI M MX Pa3Mepbl A0MKHEI COOTBETCTB0BATL YKa3aHHbIM B Tabn. 2 - 51.

Tabnuua 1

PopMa NOArOTOBNEHHBIX KPOMOK XapakTep CEapHOro wea

NOAroTOBNEHHEIX
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I'ocynapcrBennblii komuter CCCP
0 HAJ30PY 32 0e30MacHbIM BeJleHHeM PadoT B IPOMbIILIeHHOCTH
M AaTOMHOII JHepreTHKe

YTBEPXKXIEHBI

ITOCTAHOBJICHIIEM

['ocnpomaromuazazopa CCCP
oT 12.06.90 Ne 8

OBOPYJIOBAHHE U TPYBOITPOBO/IbI
ATOMHBIX DHEPTETHYECKHX YCTAHOBOK.
JAYTOBAJ CBAPKA ATIOMHUHHEBBIX CIL'TABOB
B BAIIIUTHBIX I'A3AX

OCHOBHBI€ ITOJIOKEHIS

ITHAD I'-7-022-90
Mockga - 1991

O0s3aTenbHBI U1 BceX MHHHCTEPCTB, BeIOMCTB, OpTraHH3alHil I IpeINpHATHII, OCYIIeCTBISIONIIIX IPOeKTHPOBaHIIe,
KOHCTPYHpPOBaHIe, H3TOTOB/IEHHEe H MOHTaXX MeTa/UIOKOHCTPYKIHII, TPyOOIIpOBOJOB H OOOpPYIOBAHHA, Ha KOTOpEIE
pacnpocTpansiorca IIpaBiuza yctpoiicTBa Oe3omacHOIl IKCILTyaTaln oOOpYZOBaHHS H TPYyOOIIPOBOAOB AaTOMHBIX
3HepreTHYeCKHIX YCTAaHOBOK.

Jlata BBeeHns 01.06.91

Henonnurem:  JLIL Axynos, JLH. Auapeesa, A.I. Bemnkopoaos,
B.B. Pouuin, B.I1. Tapan, 10.®. IOpueHko
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FOCT P UCO 10042-2009 Ceapka. CBapHble coegUHEHUA U3
arnroMUHUA U ero cnnaBoB, Nony4YeHHble AYroBOW CBApKOMW.
YpoBHU KavecTBa (MepeunsgaHue)

OCT P UCO 10042-2009

HALUMOHAIBbHbIV CTAHOAPT POCCUNCKOW ®EOEPALINNA

CBapka

CBAPHbIE COEANHEHWA N3 ATIOMUHNA N ETO CINABOB,
NOJIYHEHHDBIE AYITOBOUW CBAPKOU

YpOBHU Ka4yecTBa

Welding. Arc-welding joints from aluminium and its alloys. Quality
levels for imperfections

OKC 25.160.01

[ata Beenexus 2011-01-01
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e TaBpoBOe coeagnHeHue
Yrnosow WwoB

MaTepuan AMr4,5
TonwmHa nnactmH 10 mm
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[TonyaBTOMaT C BO3MOXXHOCTbIO PEry/JiIMpoBOK NapameTpamu
ABONHOIO MMMNYNbCA

CBapoyHaa npoBoaokKa Amr 5 4.1,2mm
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BanaHue perynnpoBoK
* PasHuUblI mexay NMKOBbIM 1 6a30BbIM CBAPOYHbIM

D
Tokom oT 5 go 80 Amnep
ot * Yactotbl 0T 0,5 po 3 'y
(e * CkBaxkHOCTM nmnynbcos oT 10 go 90%

load [ F2

Spot )
2T »  [arc
SP2T )

4T D
SPAT ) >
more 3

©  SUPERMATRIX 500.
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[TonyaBTOMaTUYECKaA CBapKa MMMY/IbCHanA

Tp Tk

Welding 4 PELA s Ip = Pulze Current
Current lb = Background Current
Im = Mean Current

Tp = Pulse duration

Th = Background duration

ds ——— - - m

A _ ¥ Time
Typically
2-80ms

YactoTta ot 20 go 500 Iy,
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[MonyaBTOMaTUYECKaA CBapKa ABOMHbIM MMMY/1bCOM

Welding
Circit

UL

- > — > Time

High Fulse Low Fulse Frequency
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[MonyaBTOMaTUYECKaA CBapKa ABOMHbIM MMMY/1bCOM

Ne Pa3Huua
9KCNepCBapOUYHbIX
€MEHT TOKOB, Yactora, |CKBaXXHOCTb
a Amnep My, B %
1 5 3 30
2 20 3 30
3 55 3 30
4 70 3 30
5 80 3 30
6 20 0,5 50
7 20 3 50
8 20 3 10
9 20 3 30
10 20 3 50
11 20 3 @I
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[TonyaBTOMaTMYeCKan cCBapKa ABOMHbIM UMIMY/1bCOM

400 DP Current Range 5 A 400 400
< 300 <300 | <300 |
= B 5 :
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[MonyaBTOMaTUYECKaA CBapKa ABOMHbIM MMMY/1bCOM

Weld Bead and Fracture Surface Appearance 10 mm

(a) DP current range 5 A (c) Frequency 0.5 Hz (e) Duty Cycle 10 %
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[MonyaBTOMaTUYECKaA CBapKa ABOMHbIM MMMY/1bCOM

BanaHue Pa3HNLUblI CBAPOYHbIX TOKOB Ha MOPUCTOCTDb

80

=~ 70 - ®-Group | .
£ 60 - B-Group 2 L Group 1 — gnameTtp nop meHbwe 1,5 mm
8 5 - wGroup!3 Group 2 — gnameTp nop ot 1,5 mm o 3 mm
- 40 ° Group 3 — gnameTp nop 6onee 3 mm
£ 30 -
& s
£ 20 -
= @
“ w04 e = = 4

(0 +—= & . A— .

0 20 40 60 80 100

DP Current Range (A)
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[MonyaBTOMaTMYECKas cBapKa ABOMHbIM MMMIY/IbCOM

BAnAHME YacTOTbl CBAapPOYHbIX TOKOB ABOMHOIO MMMY/bCa Ha MOPUCTOCTb

80
70 1
60 A
50 1

Sum pnmsit_\;’ area (mm?)

40 - Group 1 — gnameTp nop meHbuwe 1,5 mm
30 A Group 2 — gnameTp nop ot 1,5 mm o 3 mm
20 - i & Group 3 — anameTp nop 6onee 3 mm
10 o
0 & : ] ' ; -
0 0.5 | L3 2 2.3 3 33

Frequency (Hz)
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[MonyaBTOMaTM4YeCcKan cBapKa ABOMHbIM UMMY/IbCOM

BanaHWe cKBa*KHOCTU TOKOB ABOMHOIO MMMNYy/bca Ha NMOPUCTOCTb

80
<70 A
E 60 - o
[
5 50 - a Group 1 — anameTp nop meHbwe 1,5 mm
> ®
£ 40 - * Group 2 — agnameTp nop ot 1,5 mm 0 3 mm
g 30 1 - Group 3 — gnameTp nop 6onee 3 mm
£ 20 -
-
N
10 -
0 R @ 1 ; : A

0 20 40 60 80 100
Duty Cycle (%)
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[TlonyaBTOMaTUYECKaA CBapKa ABOMHbIM UMMY/IbCOM
BbIBOA:

1. Pa3HMUa CBapO4YHbIX TOKOB ABOWHOrO My/AbCa NPU CBAPKM aNOMWUHUA CYLLECTBEHHO BAUAET Ha
obpasoBaHMe nop. bonblwas pasHMUA B CBAPOYHbIX TOKAax ABOMHONO MMNy/AbCa NPUBOAUT K
0bpasoBaHMio nop 6onblIOro pasmepa. TakkKe Hago OTMETUTb, YTO Masiaa Pa3HULLA B CBAPOYHbIX
TOKax ABOMHOro MMNy/sbca He UMeeT aedeKTa - He Npon/iaBAeHUE.

2. YactoTa ABOMHOIo MMMNy/aAbCa He CYLLECTBEHHO BAUSET Ha 0bpa3oBaHMe Nop U rnaBHbIM 0b6pa3om
B/IMSIET HA TEMN/IOBNOXKEHUE, YTO BAXKHO MNPU CBapKe TOHKUX AeTanen.

3. CKBa*KHOCTb ABOMHOIo MMMYy/aAbCa BAUAET Ha 06pa3oBaHMe NoOp Maaoro pasmepa.

OnTUmainbHble nNapameTpbl CBAaPKM ABOMHbIM  MMMYAbCOM AOCTUTHYTblE B XOA4Ee [AaHHOro
3KCMNepmuMeHTa:
* Pa3Hunua nnkosoro n 6a3osoro Toka 20 AmMnep, yactoTta 3 ', ckBarkHOCTb 30%
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CHACHNB0 3A BHUMAHUE!

MPNXOOUTE HA HALW CTEHA HUGONG
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