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Annomayus. B yronbHOW, He(TAHOH M Ta30700bIBAIONIEH OTPAciIiAX MPOMBIIUICHHOCTH INTaHTH OypOBBIE
SBIIIOTCST HEOThEMJIEMBIM HHCTpyMeHTOM. OHH NpenHa3HaueHBl UId Mepefaydl KpyTSIero MOMEHTa U
0CEBOT'0 YCHJIUSI OT BpalaTens OypoBOro CTaHKa K MEXaHHYECKOMY OypOBOMY MHCTPYMEHTY, a TaKKe JJIs
nepefaysl  BBICOKOHANIOPHOM  BOJOLIEMEHTHOH cycmeH3uu. Hwuskoe KkayecTBO paccMaTpuBaeMoit
KOHCTPYKLIMM MOXET MPHUBECTH K aBapUsM Ha OIACHBIX NMPOU3BOICTBEHHBIX 0OOBEKTaX M K YEIOBEYECKUM
JKepTBaM.
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Abstract. In the coal, oil and gas industry, drilling rods are an essential tool. They are designed to transmit torque
and axial force from the rotator of a drilling rig to a mechanical drilling tool, as well as to transmit high-
pressure water-cement slurry. The low quality of the considered design can lead to accidents at hazardous
production facilities and to human casualties.
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Beenenue

Pyunas gyroBasi cBapka — 3T0 CBapKa ILUIaBJICHU-
€M IITYYHBIMHU DJIEKTPOJaMH, TP KOTOPOH mojada
JNIEKTPOJIa W TIepeMEeIIeHNe TyTH BIOJb CBapUBae-
MBIX KPOMOK ITPOBOJUTCS BpyuHyto [1].

B Hacrosimiee Bpems NpeanpHsTUS HPU MPOU3-
BOJICTBE OypoBBIX mTaHr (puc. 1) CTaIKUBAIOTCS C
psoM TpoOiieM TpU TPUMEHEHHH paccMaTpuBac-
MOTO CIocoba CBapKH: HEBBICOKAs CKOPOCTH CBap-
K{, HeOOMbIas MPOU3BOAUTEILHOCTD, IIOTPEOHOCTH
B TTOCTOSTHHOM 3aMEHE JJIEKTPOJIOB H 3a4UCTKE
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Fig. 1. Sketch of a drill rod

CBapHOTO IIBa OT IIIJIaKa, JUIIHHE OTEPH BPEMEHU
Ha OPOKAJIKY 3JeKTponoB. HeynoBieTBopuTenbHOe
KauecTBO paccMaTpUBacMoOl KOHCTpyKiuu (pHc. 1)
MOKET TPUBECTH K aBapHsM Ha OMACHBIX MPOU3-
BOJICTBEHHBIX OOBEKTaX, a TAaKKe K UEIOBEYECKIM
xepTBaMm [2, 3].

B coBpeMeHHON 3KOHOMHMKE CTPEMHUTENBHO BO3-
pacraromnas KOHKYPEHIS W TIOBBIIIEHHE TpeOoBa-
HUH 3aKa34YMKOB K KaYECTBY IPOAYKLUHU BBIHYKIAFOT
J000r0  TPOM3BOAMTENS CBAPOYHOW MPOAYKIIUH
HEMPEPHIBHO MCKATh METOJIbI TIOBBIIIICHUS TPOU3BO-
JUTEBHOCTH TPyAa B O0JACTH CBApOYHOTO TPOM3-
BOJICTBA M YNYyYIIEHHWs] KadyecTBa NPOIyKIWHU. Pe-
IIUTH BBIIEYKa3aHHbBIE 3a7adydl BO3MOXKHO 3a CYET
M3MEHEHHs criocoba cBapKu (B3aMeH JyroBOH cBap-
KU TUIABALIUMCS TIOKPBITBIM 3JIEKTPOJIOM IIPUMEHSTh
IYTOBYIO CBapKy IUIaBSIIUMCS DJIEKTPOJIOM B 3a-
IIMTHOM Tase) [4].

[Ipu paccmatpuBaeMOM CIOCOO€ CBapKH IyTa
OylleT ropeTh MEXAy DJICKTPOJHON MPOBOJIOKOH M
W3JIeTHEeM, HO TIPU 3TOM TOjaya IJIaBsIIerocs dJeK-
Tpozxa (IpoOBOJIOKM) OyneT mMexaHusupoBaHa. M3me-
HEHHE TTOJIOKEHNSI CBAPOYHOM TOPENIKY BJOJH II1Ba C
HEO0OXOTUMON CKOPOCTBIO CBapku OymeT BBIMMOJ-
HATHCS CBAPIIMKOM BPYUYHYIO.

Lenbro pa®oThl SBISIETCS YCTAHOBJIEHHE LIEIIECO-
00pa3HOCTH HWCIOJIL30BAHUS TyTrOBOM CBapKH Iiia-
BAIIMMCS JIEKTPOAOM B 3aIIUTHOM rase IMpH H3ro-
TOBJIICHHUH IITAHT OyPOBBIX.

MaTtepuaJ M TEXHOJOTHSI CBAPKH

B kadecTBe OCHOBHOTrO MarepHaja MPUMEHSETCS
cranb mapku 30XI'CA. Ilpu myroBoii cBapke Iuia-
BSIIUMCSL  TTIOKPBITHIM  BJICKTPOJIOM  TIPUMEHSITHCH
ANeKTpoabl Mapku DA-395/9 muamerpom 3 — 5 mMm.
Jnst nyroBOM CBapKy IUTABSLIMMCS BJIEKTPOJOM B
3aIUTHOM Ta3e OblTa BhIOpaHa IMPOBOJIOKA CILIOII-
moro ceuernss OK Aristorod 69 muamerpom 1,2 mMm,
ONM3Kas MO0 XUMHYECKOMY COCTaBY M MEXaHUYECKUM

CBOMCTBaM dJeKTpoaaM Mapku DA-395/9, uro ra-
paHTHpYeT Oosiee OTHOPOAHOE COENNHEHHE U TI03BO-
JSIET COKPaTHUTh PacXo/bl HA MaTepUallbl OoJiee YyeM
B /1Ba pasa. [Ipu 3TOM U1 3alIMTHI 30HBI IyTH U CBa-
POYHON BaHHBI IPUMEHSIOTCS 3alIUTHBIE Ta3bl Al 1
CO; (cmech B cootnomennn 80 m 20 % cooTBet-
CTBECHHO).

KoHcTpyKTHBHBIE 3€MEHTBI pU AYTOBOU CBap-
K€ TUIaBSILUMCS HOKPBITHIM JIEKTPOAOM IPEICTaB-
neunoit B HJ[ [5]. JIBe 3aroTOBKH CBapHBAIOTCS
MexIy coboii cThikoBbIM BOM 110 ['OCT 5264-80-
C20. Tommmua obpaza 20 mm, quamerp — 180 mwm,
JutnHa 1mBa — 565,2 MM, ckoc kpomku 25° (puc. 2).

KoHCTpyKTHBHBIE 3JIEMEHTHI ITPH JyTOBOM CBap-
Ke IUIaBsIIUMCS 3JIEKTPOJOM B 3allIUTHOM rase
npencrasiensl B HJ [6]. [IBe 3aroToBku cBapuBa-
I0TCS MeXIy coboit cTeikoBbIM ImBOM 1o ['OCT
14771-76-C20. TonmuHa ob6pasza — 20 MM, TuameTp
— 180 mm, mmmHa mBa — 565,2 MM. CKOK KpOMKH
coctapmseT 20°, a TakKe YMEHbBIIAIOTCS T€OMETPH-
YeCKHUE pa3Mephl CBapHOTO coeauHeHus (puc. 3).

[IpumMeHeHue npeyiaraeMoil TEXHOIOTUH MO3BOJIUT
YMEHBIIUTE 001wiA yron pasaenku ¢ 50 (puc. 4, a) mo
40° (puc. 4, 6), 9TO CHM3UT IUIOUIdAb TOMEPEIHOTO
ceueHusl Ba. B cBOIO ouepesb 3TO O3HAYaeT CHUKE-
HHE KOJIMYECTBAa MPOXOAOB MO CPABHEHHIO C TyTOBOH
CBapKOM TUIABSIIIMMCS TTOKPBITBIM DIIEKTPOIOM  (Kak
CIIEJICTBUE — MEHBIIIEe KOJIMYECTBO CBAPOUYHBIX Mare-
pUaJIoB), a TaKXKe COKpAIICHUE BPEMEHH, 3aTpadrBac-
MOTO Ha OTIEpPAIHIO «CBAPKay.

PesynbTarel pacdera IKOHOMHMYECKOH 3¢-
(exTBHOCTH

[IpoBeneHbl pacyeThl CIEAYIOMMX MOKa3aTelei:
KOJIMYECTBO CBAPOYHBIX MAaTEPHAIOB M PACXOJ dJICK-
TPO3HEPTHH, 3aTPaYMBAEMbIX Ha CBapPKy OJIHOTO IIIBA
(trabm. 1), CKOPOCTH CBapKH M BpEMS, 3aTpadeHHbIE
Ha CBapKy OAHOTO IBa (TadI. 2).

-107 -



Bectark CHOMPCKOrO rocyIapCTBEHHOTO HHAYCTPHAIbHOTo yHHBepeuTeta Ne 4 (42), 2022

05,5

LA
% 3213
N2, B
4 m+ $OI g V \
5
a 1]

~B & 8

Puc. 2. KOHCprKTI/IBHI;Ie 9JIEMCHTHI IpU Hyl"OBOfI CBapKe MIaBAIIUMCA NOKPBITBIM 3JIEKTPOAOM!
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Fig. 2. Structural elements in arc welding with a consumable coated electrode:
a and 6 — geometric dimensions when cutting edges and of the welded joint; s — the sequence of overlay layers
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Puc. 3. KOHCTpYKTHBHBIC 3JIEMEHTHI IIPH JYTOBOH CBapKe IUIABAIIMMCS SJIEKTPOIOM B 3aIIUTHOM Ta3e:
ano— TEOMETPHUUCCKUE pasMEPHI IIPH Pa3aCIIKE KPOMOK U CBAPHOI'0O COCAUHEHUS; 6 — IOCJIE€A0BATCIIBHOCTD HAJIOKECHUS CIIOCB
Fig. 3. Structural elements in gas-shielded consumable electrode arc welding:
a and 6 — geometric dimensions when cutting edges and of the welded joint; ¢ — the sequence of overlay layers

PacueTrsl moka3zanu, 9TO DKOHOMHSI CBapOYHBIX
MaTEepHaJOB MPU HCIIOJIB30BAHUU JYyrOBOH CBApKU
IUTaBALIMMCS JIEKTPOAOM B 3aIIUTHOM I'a3e MPOBO-
nokoi Aristorod 69 cocrasur 43,74 % Ha 01MH IIOB.
DKOHOMHUS AJIEKTPOdHeprun coctaBut 48,28 % (puc.
5). Cxopocth cBapku Bo3pacteT B 13,8 pasa. [lon-
HOe BpeMsi cBapku cHusmtcs B 15,44 pasa (puc. 6).
HarmnsimHo 5KOHOMUIO W yITydllIeHHe BUAHO Ha JHa-
rpammax (puc. 5, 6).

Bpemst cBapku oHO¥ OypOBOW MITaHTH JHAMETP
180 MM myroBo# CBapKO¥ IUIABSIIMMCS MOKPHITHIM
ANEKTPOAOM cocTaBisieT 7,72 4 (463,2 mMuH.), a ay-
TOBOM CBapKOW IJIABSIIUMCS 3JIEKTPOIOM B 3aLIHUT-
moMm raze — 0,5 1 (30 mun.). Mcxons M3 MOIydeH-
HBIX JJAHHBIX, MOXHO CJEJaTh BBIBOJ, YTO 3a pado-
9yl0 BOCBMHYACOBYIO CMEHY NPOU3BOAUTEIBHOCTh
Tpyna Bo3pacteT B 15,44 paza.

[loTpebHOCTH B MPOM3BOACTBE IITAHT OYPOBBIX
Ha 2022 1. cocraBusier 300 mTyk. ['o0BO# 3KOHO-
Mudeckuit a¢ ekt cocraut 378 579 pydneii.

50 R

AN

a

boun mpoBeneHbl MeXaHHYECKHWE HCIBITaHUS
paccMaTpUBaeMOro CBAapHOTO COEAMHEHHS Ha pac-
TSDKEHUE U YAAapHBIN U3ru0, a TakKe 3aMepbl TBEp-
JIOCTH.

Hcnvimanue na pacmsicenue (no I'OCT 6996 —
66, TOCT 1497 — 84)

HcnpiTanue npoBOAWIM Ha Pa3pbIBHOW MalluHE
PM-50M, npenHa3HaueHHOH AJisi CTATUYECKUX HC-
MBITAHUH METAJIJIOB, apMaTypHOM CTaJ, JINCTOBOTO
M KpYIJIOTo MpOKaTa Ha pacTsHKeHHE MPU HOpMailb-
Ho# Temmiepatype o 'OCT 1497 — 84 [7, 8]. Ma-
IIMHA OCHAILlEHa CUCTEMOW M3MEpEHMs], TO3BOJISIO-
e POBOJANUTH MCIIBITAHUS C YCTAaHOBJIEHHOW CKO-
POCTBIO HarpyXeHHs1, 00ecIeunBaroIIeH H3MEPEHNE
MEepEMENICHHs] aKTUBHOTO 3axBaTa U €ro MHAMKA-
[UI0, pe3yJbTaTa 3alHChIBAIM HA CaMOIUIIYIIEM
JIBYXKOOpAMHATHOM Tipudope. [lorpenrHocTs ucmbl-
TaHus £ 1 %.

AN

o

Puc. 4. Yruibl pa3aesiki KpOMKH U [IPU AyTOBOH CBapKe IJIABSIIUMCS OKPBITBIM 3JIEKTPOIOM (a) M 3JIEKTPOJOM B 3aLlIUTHOM rase (0)
Fig. 4. Bevel angles edge- in arc welding with a consumable coated electrode (a) and electrode in a protective gas (6)
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Tabnunpa 1
Pacuyer 3xoHOMHYecKOro 3¢ dexra

Table 1. Calculation of the economic effect

JlyroBas cBapka ruia- JlyroBast cBapka Iuia-
BSIIIIUMCS BSIILIUMCSL KOHOMUYECKUII d(-
HaumenoBanue TIGAMC TIPAMC IKono ce d
MOKPBITHIM SIIEKTPOJIOM ekt
ANEKTPOJIOM B 3aI[UTHOM rase
CBapouHbIe MaTEPHAIIBI HA CBAPKY OJ-
P p PKy ot 1031,8 451,3 5805
HOTO MIBa, pyo.
DJEKTPOIHEPTHS HA CBAPKY OJHOTO
pO3HEp PKy o 87 4,2 45
mIBa, pyo.
Hroro: - 576

Ucneimanue na yoapuwiii uzeutd (no I'OCT 6996-
66, I'OCT 9454 —78)

HcnpiTanne npoBOAMIN Ha KOMPE MasTHUKOBOM
MK-30A, npeaHa3sHaueHHOM [UIsl WCTIBITAHUA O0-
pa3loB, METAUIOB M CIUIABOB, HA JBYXOHNOPHBIN
ynapueiid m3ru6 no 'OCT 9454 — 78 (meron Lap-
mu) [7]. 3anac snepruu 150 Jx. TlorpemHocTs uc-
neitanus £ 1 %.

Hcneimanus na meepoocms

Ucneitanus npoBoaniu Ha npubope TII-2 mms
u3MepeHust TBepAaocTu no bpuuemtio, mpenHasHa-
YEHHOM ISl ONpe/Ie]IeHUs] TBEPIOCTH METAJUIOB TI0
METOJy BIABIMBAHUS B HCIBITYEMOE H3/eIHe
CTAIBFHOTO 3aKaJICHHOTO MIapHUKa MOJ JEHCTBHEM
YCTaHOBJICHHOW HArpy3kd B TEYEHHUH HEKOTOPOTO
Bpemenu [9].

BriBoabI

[Ipoananu3upoBaB TOJYYEHHbIE pE3yJIbTATHI,
MOJKHO CJieNlaTh CJIeIyIOLIHe BBIBOJBI O LIEIECO00-
Pa3HOCTH HCIOJb30BAaHUs TYTOBOW CBapKH ILIABS-
IIMMCSI 3JIEKTPOJIOM B 3allIUTHOM Tra3e MpU H3ro-
TOBJIEHHMH OYpOBBIX IITaHr. Pa3zpaboTana TeXHOIO-
I'Msl CBAPKHU LITAHT OYypPOBBIX AYrOBOW CBAapKOH ILIa-
BAIITUMCS 3JIEKTPOIOM B 3amuTHOM Taze. [Iposene-
HBI MEXaHHYECKHE UCTIBITaHHS 00pa3iloB MaTepuaa
n3 cranu 30XT'CA, MmexaHH4ecKHe XapaKTepUCTHKH

cootBeTcTBytoT TpeboBanusim ['OCT 8731 — 74.
Buenpenue yka3aHHOW TEXHOJIOTMHM MO3BOJIUT IO-
JIyYUTh TOJIOBOM PKOHOMHUYECKH 3((eKT B pa3me-
pe 378 579 pyo.
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Tabonuma 2

PacueTHBIEe MOKA3aTEIN
Table 2. Calculated indicators

HauMeroBanme JlyroBast cBapKa IUIABSIIIUMCS TIOKPBITHIM JlyroBast cBapKa ILIaBAIIIMCS DIICKTPOJIOM B
JICKTPOIOM 3QILMTHOM Trase
CKopocTh CBapKu, M/4 1 13,8
IMosiHOE BpeMsl CBapKH, 4 3,86 0,25
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Fig. 6. Comparison of parameters of welding modes: welding speed and total welding time

8. TOCT 1497 — 84. Meramisl. MeTopI UCIIBITA-

6. T'OCT 14771 — 76. [IyroBasi cBapka B 3aIlIHT-

HoMm rase. CoemuHeHusi cBapHble. OCHOBHBIC
THUIIbI, KOHCTPYKTHUBHBIC DJIEMEHTHI U Pa3Mephbl
(c Usmenenusamu Ne 1, 2, 3). Mocksa: CraH-
nmaptuadopm, 2007. 38 c.

I'OCT 6996 — 66. CBapubie coequHeHus. Me-
TOJBI OTIPENIEIICHUs MEXaHUYECKUX CBOKCTB (C
M3menenusamu Ne 1, 2, 3, 4). Mocksa: Cran-

HUI Ha pacTshkenue (¢ M3menenmsamu Ne 1, 2,
3). Mocksa: Crannaptunadopm, 2008. 22 c.
I'OCT 9012 — 59. Meramnsl. Meton u3mepe-
Hus TBepAocTHu no bpunemtio (¢ M3meHeHus-
mu Ne 1, 2, 3, 4, 5). Mocksa: CranmapTuH-
¢dopm, 2007. ¢ 39.

naptundopm, 2005. 44 c.

Pe3y.]1LTaTbI ](lCl'lI)ITaH](lﬁ Ha paCTﬂ)KeHI/Ie
Table 3. Tensile Test Results

Tabnuma 3

O6paserr Juametp/pa3mep obpasiia, BpeMeHHOfmC;Hp OTHBIE 3Haq(ej£§1ﬂeflile/MM2 Mecto
MM H/mm? (kre/mm?) (kre/mm®) PaspyLICHI
181-1 12,0x20 791,8 (80,8) OCHO:;‘;“ Me-
7918 (80.8) OcHOBHOI1 Me-
188-2 12,0x20 791,8 (80,8)
TaJLI
3nauenue o [OCT 8731 — 74, e meHee 686 (70) -

Pe3ynbTaThl HCIBITAHUN HA YAAPHBIA H3rH0
Table 4. Impact Test Results

Tabnumna 4

Tian Temneparypa uc- Pacnonosxenn Ynapuas Bis- CpenHee 3HaUYEHHE IS
Ob6paszer | obpasma mo 'OCT eMIep ypo ¢ CHOTIONKEHHE koctb KCU, DEJHEE SHAUCHHE A 2
6996 — 66 meitanus, °C HaJpe3a Tox/on? Tpex oOpasnos, Jx/cMm
188-3 VI -60 LEHTP IBa 71
188-4 VI -60 LIEHTp LIBa 54 65
188-5 VI -60 LIEHTp LIBa 69
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Tabauma 5

Pe3yabTaThl HCNbITAHMIT HA TBepaOCTH Mo GpuHesutio (TOCT 9012 — 59)
Table 5. Brinell hardness test results (GOST 9012 — 59)

T —— JUaMeTp 1IapuKa, Harpyska, BBIJICPKKA, HHaMeTphf;HeanKa’ TBepnocTs,
MM KIc c d d HB
1 2
LenTp mBa 10 3000 10 3,50 3,50 302
3TB 10 3000 10 3,50 3,70 302 — 269
?a;?BH"“ me- 10 3000 10 3,90 3,95 241 - 235
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