// KAPMAHHbIA CMPABOYHUK

CnpaBO4YHUK
CBapLUMKa

Pexxumbl MMA/MIG/TIG, cBapHble coeguHeHus no FOCT
5264-80 n 14771-76, Knaccnukaums 3N1eKTPoLoB U
MPOBOJIOKM, 3alLUTHbIE ra3bl, A4edeKTbl U KOHTPOJIb
KayecTBa, hopMybl U cnpaBoYHble Tabnuubl. BC&, 4To

HYXXHO TEXHOJIOIN'Y — Ha CTEHE Y NOoCTa NN B KapMaHeE.

U3NAHUE v1.0 - Main 2026

UCTOYHUKM OencTteytowme NOCThl 1 ISO, BCH 416-81, kaTasnoru
npounssoaunTenen obopynosaHus

KOHTAKT sales@weldingpoint.ru
8 (800) 500-50-50
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MMA, MIG/MAG, TIG, nna3ma, ptoc
OCT 5264-80, 14771-76, Tunbl
obo3Ha4vyeHuns

[eomeTpusa ckoca, 3a3opbl, hopMa
pa3fenku

[OCT 9466-75, knaccuukaumsa, Mapku

FOCT 2246-70, ER-mapkunpoBka

COgz, Ar, He, cmecm (FOCT ISO 14175)
Tok, AnamMeTp, NoJIoXKEeHMe LBa

Tok, U, ckopoCTb nofayu, ras
CTanb, Hepxa, aJlloMUHUIA, Melb

Yrnepog, Hepxa, Al, Cu, Ti, 4yryH

®opmynbl no BCH 416-81

FOCT 30242-97, knaccudumkaumns

BUK, Y3K, PK, NMBK, MK — meToabl HK

CW3, TpeboBaHUs, HOPMATUBLI

Mnowanb, Macca, BpeMs, MOLHOCTb
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WELDING POINT - CHNPABOYHUK CBAPIINKA MAI 2026
16 CnpaBO‘lele MnoTHoOCTU, T NNaBneHns, NepeBonbl
Tabnuubl

17 Cnucok NDCT m ISO JencTeytowas HopMaTBHas 6asa
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// Tnaea 01

Buabl AyroBom CBapkm

[lyroBass cBapka nMJaBJIeHWEM — CaMbll pPaCNPOCTPAHEHHbIN
cnocob coefMHEHUs MeTaIsIoB B MPOMBILLJIEHHOCTU N PEMOHTE.
PacnnaBneHne OCHOBHOIro MeTajusla U Npucagku NpPouCXoauT 3a
CYET TENJIOBOW SHEPIrUM INEKTPUYECKON AYTU MeXAy 3J1eKTPOAO0M
M 3aroToBKoW. [Janblue — YyeTbipe OCHOBHbIX MpoLiecca, KoTopble
npuMeHsATCca Ha 95% cBapo4HbIX MOCTOB Poccun.

MMA — py4yHasa pyroBasa (POC)

Process 111 no ISO 4063. Ceapka nNJaBAWMMCSA MNOKPbITbIM
3/1EKTPOAOM — CTepXHeM C 0b6Ma3Kol, KOTOpPbLIA MpU ropeHuun
OYyrv OLHOBPEMEHHO MJaBUTCS B LWOB W BblAENSET 3alWMTHbIE ras3bl
13 NOKpPbITUA. CaMblli «MONEBON» CMOCO6: HY>KEH TO/IbKO NCTOYHUK
TOKa, MnpoBofa W 3nekTponabl. PaboTaeT B nt0OLIX MNOrogHbIX
yCNOBUSAX, Ha  MOHTa)e, B  TPYAHOOOCTYMHbIX  MeCTax.
Mpon3BoANTENIBHOCTb  HWXKE  MOJlyaBTOMATUYECKOW  CBapKMU,
TpebyeT 4aCTol 3aMeHbl 3/1eKTpoaa.

MIG/MAG — nosnyaBToMaTU4deckasa B cpepe
rasa

Process 131 (MIG, B uHepTHOM rase) u 135 (MAG, B aKTUBHOM
raze) no ISO 4063. D2neKTpoAOM CHAYXWUT HENpepbiBHO
nojatoLLascsa NpoBOJIOKa, 3aliuTa AyrMm — MNOTOK rasa v3 consa
ropenku. MIG — B 4YMCTOM aproHe Wan reamu, AAs ajJloMUHUA U
LBEeTHbIX MmeTannoB. MAG — B akTuBHOW cpene (COz2 nnum Ar+CO0O2)
0N yrnepoaucTbiX W HU3KOMErmpoBaHHbIX cTanen. Camas
BbICOKas MPOU3BOAUTENIBHOCTb U3 PYyYHbIX METOAOB, YACTbIN LLOB,
ynobcTtBo aBToMaTusaumm. OCHOBHOM cnocob B MalUMHOCTPOEHUN
N MeTaIJIOKOHCTPYKLMSX.
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TIG — aproHopyroBasa (WIG)

Process 141 no ISO 4063. CBapka HennaBALWMMCS BOSIbPaMOBbIM
3NEeKTPOAOM B Cpefle MHEepPTHOro rasa (aproH uamM ero cmecwu).
Mpuncapgka NooaéTcsa BPYYHYIO MPYTKOM WM Yepe3 OTAesbHbIN
MexaHn3Mm. CamMoe 4YMCTOe W TOYHOe CcoefiHeHue — [On14
HEep>XaBeNKMn, anoMUHUA, TUTaHa, TOHKOJIMCTOBbLIX MaTepuasnos,
KOPHEBbIX MPOX0A0B TPybonpoBoAoB. NMpoN3BOANTENBHOCTb HMXE
MIG/MAG, HO Ka4eCTBO LUBa Ha NOPSAAOK BblLLE.

SAW — aBTOoMaTun4yeckasa noa ¢pniocom

Process 12 no ISO 4063. [yra ropuT nog cJoem
rpaHyMpoBaHHOrO Joca, 4YTo obecneymBaeT wuAeasbHYIO
3aWwmnTy, oTCcyTCcTBME 6pbI3r 1 MakcuManbHbid KM IO. MNpuMeHseTcs
B MaCCOBOM [MPOM3BOACTBE KpynHOrabapuTHbIX KOHCTPYKLUUNA:
Cy[OoCTpOeHMne, KOTNIOCTPOeHne, usrotossieHne Tpyb 6onblioro
onameTpa, 6ankm N KONOHHLI. TOIBKO B HUXXHEM MONOXXEHUN Ha
CTauWOHapHbIX NOCTax.

NMnasmeHHas pe3ka (CUT)

He cBapka, HO TpaAWUWOHHO WAET B OOHOW JIMHENKe
obopynoBaHumsa. CxaTbli BO3AYX WIN ra3 4yepe3 Oyry BbICOKOWN
MJOTHOCTM npeBpawaeTca B nnasmy ~20 000 °C, kKoTopas
npopesaeT MeTann TonwmHon ao 40 mMm (6biToBble) U A0 150 MM
(MpOMBbIWIEHHBbIE YCTAaHOBKK). 3aMeHsAeT ra30KUCIOPOAHYIO Pe3Ky
OJ151 HEp)XKaBenkKn 1 antoMuHus, raoe Oz HenNpurogeH.

CpaBHeHue cnocoboB — 4TO BbIOpaTh

nPou3Bof - YHUBEPCAN -
cnocob ON3B0[1-C CAR-C KAYECTBO BIOOXET

Tb Tb

MMA Huskas %k Kk kK b8 8 $A0A¢ %k ke k
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

nPOU3BOA-C YHUBEPCAN-C

Cnocos - -, KAYECTBO BOAXET

MIG/MAG Bbicokas b 8.8 8. 8%¢ * ek ke 1.8, 8.8 8¢
TIG Huskasn % %k H ok k 1.8.8.8.8.¢ * F e e
SAW Makc. * Je 5l oY * ek ok Y %k %k v Ve

weldingpoint.ru 6 / 46



WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// Tnaea 02

CBapHble coeauHeHuUsn

Tunbl CBapHbIX COeAMHEHUN N X 0603HavYeHNs pernaMeHTUpyIoT
YyeTblpe OCHOBHbIX CTaHAapTa. Ka)kpoe coeanHeHne obosHavyaeTcs
bykBon Tuna + uudpon. Hanpumep, «C17» no NOCT 5264-80 —
CTbIKOBOE CO CKOCOM ABYX KPOMOK, OGHOCTOPOHHUI LLUOB.

OCHOBHbI@ CTaHAapPThbI

rocTt CNoCcob CBAPKU OUANA3OH N
rocTt PIC (pyuHas ayrosas) C1-C40, Y1-Y10,
5264-80 pyfHas &y T1-T9, H1-H2
rocTt B 3aWwimTHOM rase C1-C27,Y1-Y10,
14771-76 (MIG/MAG/TIG) T1-T10, H1-H4
rocTt C1-C28, Y1-Y8,
8713-79 Moa gnirocom (SAW) T1-T6, H1-H2
felels ANIOMUHNIA 1 CNNaBbl BCE TUMbI
14806-80

rocTt

16037-80 TpybonpoBoabl CTasbHble C1-C53

XL T YcnoBHble 0603HavYeHus Ha HepTexax
2.312-72 (ECKLO)

Tunbl coeauHeHun (OyKBbI)

PasnuyatoT 4eTblpe OCHOBHbIX TUMa coeauNHEeHNNn:

C — cTtbikoBoe (butt)

CBapI/IBaeMbIe 3/1eMEHTbl pPacCroJIoXKeHbI B OOHON MNOCKOCTH,
TOpubl MPUMbIKAOT Apyr K apyry. Camoe pacnpocTpaHéHHoe
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coefVHeHne — ONsa JNCTOBOro MeTanna, Tpybonposonos, 6asnok.
BbicOkass MPOYHOCTb LWBA, 3CTETUYHbLIA BHELWHUA Buga, TpebyeTt
TOYHOM MOArOHKN KPOMOK.

Y — yrnosoe (corner)

CBapvBaeMble 3/1IeMeHTbl PAcMnoJIOXKeHbI MO YrjioM APYr K APYry v
coefnHATCA No Topuam. Yron moxeT ObiTb 90° mnam apyrum.
MpnMeHsaeTCca B Kapkacax, paMmax, KOpnyCHbIX KOHCTPYKLMSX.

T — TaBpoBoe (tee)

O,IJ,I/IH 3/21eMeHT TOopuOM TMNpUMbIKaeT K bokoBoW MOBEPXHOCTN
Apyroro nog npsiMbiM WAW Apyrum yriom, obpasysa OykBy «T».
Camoe npo4yHoOe coeanHeHne and HeCcywmnx KOHCprKLI,I/II7I — 6aJ'IOK,
tepm, onop.

H — Haxnécto4Hoe (lap)

CBapl/IBaeMbIe 3JIeMeHTbl pacnosioXXeHbl NapasjisieJibHO N YaCTU4YHO
nepekpbiBalOT ApYyr Apyra. He TpebyeT TOYHOW NOArOHKK, MPOCT B
NncnoaHeHnn. rlpVIMeHHETCﬂ B TOHKOJINCTOBbIX KOHCTPYKUUAX, rae
LOonyCcTMa aCMMMeTpUs.
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// Tnaea 03

NMoarortoBka KPpoMoOK

FeoMeTpusi KPOMOK OnpeaesisieT, Kak JsKeT LWOoB U Kakoe byneT
TennoBfioXeHne. bes ckoca BapsAT TOHKWA MeTann (4o 6 MM ans
ONHOCTOpPOHHEro wea). [Mpu 6oNblUMX TONWMHAX AesatoT
pa3fenky KPOMOK — CKOC, KOTOPbIV MO3BOJISET NMPOBApPUTb KOPEHb
LLIBa Ha BCto rny6uHYy.

Tvnbl pa3agesikv no ToJiluHe

TONUUHA,
M PA3[IENKA TN WBA YrNbl CKOCA
no 4 bes ckoca c2, C7 —
4-8 be3 ckoca c7.C2 .
(BBYCTOPOHHSASA)
8-16 V-06pasHbin C17,C25  60° +5°
(ogHoCT.)
16-30 V c nogpesom C17 50° + 5°
16-60 X-06pasHbin c25 50-60°
(nBycT.)
bonee 30 U-obpa3Hblii Cc21 R =6-10 um
MapaMmeTpbl pa3aenku
Yron ckoca a — CYMMapHbIA Yros packpbiTUS KpOMOK. [ns

V-obpasHon paspenku ctaHgapT 60° (no 30° Ha KaxOylo KPOMKY).
MeHbLle yroa — MeHblue pacxon NMpoBOJIOKMW, HO CJI0XKHee npoBap
KOpHS; 6osblle yroa — npoLlie BapuTb, HO Bbllle TEMJOBJIOXKeHNEe
n gedgopmMaumu.

weldingpoint.ru 9 / 46



R ERRERERRRRERRRREERREEEEEEEEEE—E—S—————————————
WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

MputynneHne ¢ — HecCkKOWeEeHHas 4acTb KPOMKW B KOpHE LUBa.
O6bI4HO 1-2 MM. CAMLWIKOM MaJioe MNpUTYrJeHne — MNpoXXor npw
CBapkKe; CMWKOM 60osbLLIOe = HernpoBap KOPHS.

3a3op b — paccTosaHMe Mexay Kpomkamu B KopHe. Onga PAC: 0-2
MM ON1S8 TOJNWWUHbLI o0 6 MM, 2-4 MM ansa TonawumH 6onbwe. Ons
MIG/MAG: o6bbivHO 0-1 MM npwm cBapke B cpene CO2. 3asop
NMO3BOJISET XOPOLLO NPOBapUTb KOPEHb N KOMMEeHCUpYeT yCaaKy.

YcuneHuwe wBa —  BbICTYN MeTa/uyla Ha  OCHOBHOM
rnosepxHocTbto. Mo FOCT 5264-80 HopMupoBaH B 3aBUCUMOCTU OT
TONWMHbLL: 0.5-2.5 mMm gna TonwumH po 30 MM. YpesmepHoe
yCuneHne CHUxaeT YCTanNoCTHY NMPOYHOCTb.
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// Tnaea 04

NneKTpoAabl NOKpPbITbIE

MOKPbLITBLIM 2NEKTPOA — MEeTa/UINYECKUA CTep>XeHb C obmaskown,
BbIMOJIHAOWEN  Cpa3y HEeCKoJbko  dyHKunMn: obpasoBaHue
3alLMTHOM ra3oBOW Cpefbl, WJAaKoBas 3aWMTa pacnjiaB/ieHHOro
mMeTasnna, fervpoBaHune wBa, cTtabunmsauunsa ayru.
Knaccndpukauma — no FOCT 9466-75 n TOCT P CO 2560-2023.

Tuvnbl NOKPbLITUA

NMOKPbLITUE NMPUMEHEHUE NPUMEP
PvTunoBOE P/R YHuBepcasibHOe, HOBUYKN, AHO-21, MP-3,
y 6blTOBas CBapka 03C-12

OCHOBHOE 5/B OTBETCTBEHHbIE LUBbI, YOHW-13/55,
HU3KuMe T, MPOYH. CTanun YOHWN-13/65

Llennionos L/ Tpy6onpoBoabl, KOpPHEBLIE LB-52U, 03C-29

Hoe C npoxonb

Kucnoe AJA YrnepogucTble cTanu, OMM-5, CM-11
pasfesioyHble WBbI

CMelwlaHHo PLL, FrmbpunaHbie CBONCTBA, Cneu,. AHO-4, 03C-3

e Pb 3a4a4nm

Mapkuposka no NoCT 9466-75

MapkupoBKa cooepXXuTt o 12 napameTpoB. Mpumep:
350A-YOHWN-13/55-3,0-Y 3 paclundppoBbiBaeTCA Kak:

950A — Tun anekTpoga (3 = ceapo4HbIn, 50 = 0 BpeMeHHoe B
Krc/mMm?2, A = ¢ rapaHTupoBaHHbIM KCV)
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YOHWU-13/55 — mapka anekTpoga (Mpon3BOACTBEHHOE
obo3HaveHune)

3,0 — gnameTp CTEPXKXHSA B MM

Y I — Ha3Ha4veHue (Y = yrnepoancTblie U HU3KoNer. ctanu, [l =
rnybokuin nposap)

3 — rpynna ToncTonokpbITbix (E430(3) — ans
BEPT./MOTOJIOYHbIX LLUBOB)

MonynapHbie Mapku B PP

MAPKA NOKPBLITUE NPUMEHEHUE TOK

AHO-21 PyTun YHuBepc. ansa Ct3, 09r2C AC/DC

MP-3 Sy BbiToBas, nérkme AC/DC
KOHCTPYKL MK

03C-12 PyTun Yrnepon. ctanu 4o 14 mm AC/DC

YOHU-13/4 OcHOBHOE Huskoyrnepon. B ntobom 5 e,

5 MONOXKEHNU

YOHU-13/5 OCHOBHOE OTBeTCTBEHHbIe WBbl 0=500 DC 06p.

5 MMa

YOHU-13/6 BbICOKOMpPOYHble CTanm

5 OcHoBHoOE 5=600 Mna DC o6p.

un-11 OcHoBHoOe Hep>xaBerka 12X18H10T DC o6p.

03J1-8 OcHoBHoOE 2Kaponpo4Hble ayCTEHUTHLIE DC o6p.

034-2 OcHOBHOe YyryH (xonogHas cBapka) DC npam.
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// KPUTUYHO

DNeKTPOAbl C OCHOBHbIM MOKPbITUEM Mepen CBapKOW
ob6sa3aTenbHO NpokanuealoT npu 350-400 °C B TeyeHue 1 Yaca,
MHa4ye Bara U3 NokpbITUA NoNagéT B LWOB U 06pasyeT nopsl.
PyTunnoBble 31eKTPoAbl MpoKaakn He TpebytloT (HO enaTesbHa
100-150 °C npwu cbipoCTH).
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// Tnaea 05

CBapo4yHasa NpPoOBOJIOKaA

CBapoyHass TMpoBOJZIOKA — OCHOBHOW pacxXxOAHbLIA MaTepuan
MIG/MAG-cBapku u npucagka ana TIG. Poccunckme cTaHpapThl:
FOCT 2246-70 pna ctanbHonm, TOCT 7871-75 pna antoMUHUEBOWN,
FOCT 16130-90 pgna ™MefgHbIX cnslaBoB.  MexayHapoaHas
knaccnpukauma — AWS (American Welding Society): ER70S-6,
ER308L, ER4043 n T. 4.

CtanbHaa npoBoJsioka N'OCT 2246-70

MAPKA NMPUMEHEHUNE AWS - AHAJIOI
CsB-08A KoHcTpyku,. cTanum (CT3, CT5) ER70S-3
CB-08I2C YHusepc. ana MIG/MAG, ER705-6
HU3KoJer.
CB-08XI'CMA Hun3konernpos. BKC ER80S-G
CB-04X19H11M3 Hep>xaBelika Tnna 12X18H10 ER316L
CB-06X19HOT AycTeHuT. 12X18H10T ER308L
Cs-AMr5 AntoMmuHnn AMr5, AMré ER5356
Ce-AK5 AntomuHnn AK5M7 ER4043

IAnaMeTp M ynakoBkKa

CeapoyHasa nposoJsioka ana MIG/MAG BbinycKaeTcs B KaTyLlKax
D200 (5 kr — 6biToBas) n D300 (15 Kr — NPOM3BOACTBEHHAS).
Bouykn 250 kr pna poboTumsmpoBaHHbIX nocToB. CTaHOapTHble
anameTpbl: 0,6 /0,8 / 1,0/ 1,2/ 1,6 /2,0 MmM. Ha Kaxxabil MM
TONWMHBbI CBapMBaeMoro MeTasnna — npubnamsmtensHo 0,2 MM
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WELDING POINT - CMPABOYHIK CBAPUMKA MA 2026
MPOBOJIOKM.

TONWWNHA, MM @ MPOBOJIOKK, MM TUNOBOA TOK

no 1,5 0,6 —0,8 60-100 A

1,5—-3 0,8—1,0 100-180 A

3—6 1,0—-1,2 180-250 A

6 — 12 1,2—-1,6 250-350 A

Gonee 12 1,6 —2,0 350-500 A

MopowkoBasa NpPoBOJIOKa

AnbTepHaTuMBa CrJIOLHON NPOBOSIOKE — MopoLlKoBas (cored wire),
C CepAeyYHMKOM Wn3 LWJIAaKOBOW © ra3oobpa3ylowen LWNXThl.
O6o3Ha4veHne no ISO/AWS Ha4vnHaeTcs ¢ 6ykB E nnm T (Hanpumep,
E71T-1). Camo3awmTtHasa (FCAW-S) paboTaeT 6e3 raza — ynobHo
Ha BeTpy. Na3zo3awmnTtHaa (FCAW-G) — B cTaHAAPTHOM 3aLLUTHOM
rase, paért 6osilee 4YuCTbIM wWoB. [NaBHOe MNpenMMyLLecTBO —
BblCOKas NMpom3soanTesIbHOCTb HalJlaBKMN N XOopoLlee 3arnoJIHeEHne
pa3fesikm B MOTOJSIOYHOM U BEPTUKASIbHOM MOJI0XKEHUSX.
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// TnaBa 06

3aluMTHbIE ra3bl

3alWMTHBIA  ra3  BbINOJHAET  Tpu  QYHKLMWU:  OTTECHAeT
aTMoC(epHbI  Kucaopond W a3oT oT Ayru, obecneyuBaeTt
cTabunbHoe ropeHue, BAUSeT Ha Gopmy M raybuHy nposapa.
Knaccnpukauma  MexpgyHapogHasa — I1SO  14175:2008 wn
poccunckaa — FOCT I1SO 14175-2010.

Npynnob! rasos no ISO 14175

rPynn
A

COCTAB NPUMEHEHUE

YHusepc. nHept., TIG, MIG

11 Ar 100%
aNIlOMUHNA U LBET.
ToNCTble LBET. MEeTalbl,
12 He 1009
e 100% yBenY. NpoBap
13 Ar + He ANIOMUHNIA TOALW,. >6 MM, HEep>Xa

TOoNCTadA

MIG Hep>kaBeiKka, UMNyJibCHas
cBapka

M1l Ar + <5% COz2

MAG yHuBepcasbHbI (Hanb.

M21 Ar 4+ 5-25% CO:
pacnpocTp.)

M22 Ar + =3% O MAG Hep>Xa, TOHKUIA JINCT

TpoWHble cMecn, ny4dllee

M23 Ar + O2 + CO:
(opMuMpoBaHMe LBa

Cl CO2 100% MAG yrnepog. ctanen (brooxxeT)

Pacxop rasa
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ba3oBoe 3HayeHme no BCH 416-81 gna CO2 — 6 n/MuH. Ha
npaktnke gna MIG/MAG pacxon 8-18 n/MuH B 3aBUCMMOCTU OT
TOKa, AnameTpa conna u ycnosun. Ana TIG — 5-12 n/muH (FOCT
ISO 9692-1-2016), ona anwoMuHUA 8-13 N/MUH MN3-3a aKTUBHOW
okumcnaemoctu. TlpyM  MNOBbILLEHMX  pacxofa  MNPUMEHSAITCS
rnonpaso4yHble KO3(ppuumneHTbl Ky:

PACX0fl COz, JI/MWH 6 8 10 12

Ky K HopMam 1,00 1,33 1,67 2,00

CBOMCTBA ra3os

MIOTHOCTb, Kr/M3 T Kun., °C

AproH Ar 1,78 —186 600-800
Fenun He 0,178 —269 3500+

Yrnekucnoin CO:z 1,98 -78,5 350-450
Kucnopopn O: 1,43 —-183 400-500
Ar+CO:z (82/18) 1,82 — 550-700

* opueHTnpoBoYHbIE LeHbl 2026 r., B 6annoHax 40 n1; B M3 py HOPpMaJslbHbIX
yCJ1I0BUSIX.
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// Tnaea 07

Pe>xuMmbl MMA-cBapku

Mpwn py4yHON OYroBOW CBapKe peryampyeTtcs TOJIbKO Chla TOKa —
Hanps>KeHne 3aBUCUT OT AJIMHbI AYTY, KOTOPYIO OEPXKUT CBapLUMK.
ba3oBas 3aBUCMMOCTb NO AnameTpy anekTpoga: I = (20+6d)xd
onad = 3 mm; | = 30d gna d < 3 MM, nn npakTuyeckoe npaBuio
— 20-30 A Ha KaXxgblh MM gunameTpa 31eKTpoaa.

CraHpa PTHaA Tabnuua Toka

@ JJIEKTPOJIA, MM TOK, A (HWUXH.) TOJWUWHA, MM
1,6 30-50 1,0—2,0
2,0 50-80 15—3,0
2,5 70-110 2,0—4,0
3,0 80-140 3,0—16,0
4,0 120-200 5,0 —10,0
5,0 170-250 8,0 — 14,0
6,0 250-300 12 — 20

KoppeKTUpPOBKa TOKa MO NOJIOXKEHUIO LUBa

MOJIOXEHUE NMOMPABKA TOKA MAKC. @ 3JIEKTP.

Huxuee (PA) bazosoe 6,0 MM
3HaYeHune

FopusoHTanbHoe (PB) -5 % 5,0 MM

BepTtukanoHoe (PF/PG) -10...-15% 4,0 MM
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WELDING POINT - CMPABOYHUK CBAPIWWKA MAIN 2026
MOJIOXEHUE NMOMPABKA TOKA MAKC. 2 3JIEKTP.
MoTonouHoe (PE) —-15...-20 % 4,0 MM

MonapHOCTbL U poAa TOKa

Bonbwasa 4acTb 3nekTpogoB paboTaeT Ha MOCTOSHHOM TOKe
obpaTHOW NONSAPHOCTU (3N1eKTPOA «+», 3aroTOBKA «—>»). DTO OAET
bonbwnM HarpeB 3nekTpoga, 4To obecneymBaeT cTabuibHoe
naaBJieHNe N TOHKWA paBHOMEPHbLIN LWOB. [MpsAMas MoaspHOCTb
(3neKTpoL «—») yBeNM4MBaeT Harpes 3aroTOBKM U MPUMEHSETCH
onsa rnybokoro nposapa TOJICTOro MeTasjuia. lNepeMeHHbIn TOoK
OOMyCTUM TOMIbKO ANS CreumnanbHbiX anekTponos (AHO-21, MP-3)
— OH O0aéT MeHee cTabunbHyo Oyry.

OAnvHa ayrum

OnTuManbHas ONVMHa AYrn — Npuban3nTeNbHO paBHa AWAMETPY
a51eKTpoaa. [na pyTUIOBbIX 3/1EKTPOOOB — KOpPOTKasa gyra (= d),
ON8 OCHOBHbIX — HopManbHasa (d...d+2 mMm). CAMWKOM ANNHHAaSA
aoyra - pas3bpbi3rmBaHue, nsoxas 3awuTa, nopbl. CAnWKOM
KOpPOTKas — 3asMnaHme 3q1eKTpona, HeEpaBHOMEPHbIN LLOB.
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// TnaBa 08

Pe>xuMbl MIG/MAG-cBapku

MNMonyaBToMaTmn4yeckas cBapka TpebyeT cornacoBaHuUs 4YeTbIpEX
napamMeTpoB: TOK, HarpshKeHue, CKOPOCTb MoAayu MPOBOJIOKM,
pacxon rasa. CBa3aHbl OHW dopMmynaMmm n obwen duUsnkon
npouecca. basoBas 3aBUCUMOCTb Hanps»xeHUs oT Toka gasa CO2: U
= 14 + 0,05 x I. Ina cmecen Ar+CO2 Hanps>eHune Ha 1-2 B Bbile
npu TOM >Xe TOoKe.

Ba3oBble pe)XXuMbl Ons yraepoaucTon ctaam

TOJIUWHA, PACX0[,

MM J1/MUH

0,8 — 0,6 — CO2 nnn

1,5 0.8 60-100 17-19 Ar+CO> 8-10
0,8 —

1,5—3 10 90-150 18-21 CO: 10-12
1,0 —

3—14 12 150-200 20-23 CO: 12-14

CO2 nnn

4—6 1,2 180-250 22-25 M21 12-16
1,2 —

6 —10 16 250-320 24-28 M21 14-18

10 — 16 1,6 300-400 26-32 M21 16-20

bonee 1,6 —

16 20 350-500 28-35 M21 18-22

CKOpOCTb NOoAa4Yum NPOBOJIOKHU
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

CBs3aHa C TOKOM 4epe3 copmyny pacnniasneHus: Van = (4 X ap
x 1)/ (mx d?x vy x 60), rae ap — KO3pPULNEHT pacnaaBieHuns
(=11 r/A-4 gna ctanm), | — TOK, d — OnameTp NPOBOJIOKN, Y —
MAOTHOCTbL MeTanna (7,85 r/cm3). Ha npakTmnke 1,2 MM nNpoBOJIOKa
npu 200 A NoaaéTcsa Co CKOPOCTbI 0KO0 6 M/MUH, 1,6 MM npu 300

A — 0K0J10 8 M/MUH.

dopMbl NepeHoCca MeTasinia

NEPEHOC TOK / U

KopoTkue
3aMblKaHuUsA

HU3Kne

_ cpenHm
KanenbHbin ep s
- . BbICOKM
CTpPYWHbIN e
_ nporpa
NUMnynbcHbIA P pv
MMHbI

BbineT aneKkTpoapa

NPUMEHEHUE

TOHKWIA JINCT, KOPEHb LUBA,
BepT./MOTONOK

YHuBepc. ona TonwmH 3-8 mm

ToNCTbIN MeTann, HUXHee
nonoxxeHme

TOHKONIUCT, aJIlOMUHUI, HEPXXa

PaccTossHMe OT HaKOHEYHWKa TrOopesikm [0 KOHUa MPOBOJIOKM
(sticky-out). Yem 6onblue BbIIET, TEM CUJIbHEE HArpeB 3JeKTpoda
3@ CHET CONpPOTUBJIEHUSA, YTO yBeSM4YMBaeT MPOU3BOAUTENbHOCTb
NnJaBJIEHNSA, HO CHMXXAeT CTabunbHOCTb M npoBap. CTaHOapT:
10-15 MM gna ToHKoro MeTanna, 15-25 MM gnda Tosctoro. MNpu
paboTe Cc NpoBosIOKOK 1,2 MM BbINIeT 15 MM onTuMarneH.

weldingpoint.ru
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// Tnaea 09

Pe>xuMbl TIG-cBapkKu

TIG (Tungsten Inert Gas) — cambii TpeboBaTesNbHbIM U TOYHbIA U3
pyYHbIX cnocoboB. CBapWWK KOHTPOJMPYET OOHOBPEMEHHO
ropesky, npucagky u (4acTto) nepanb Toka. basosoe npasuno gns
ToKa: = 30-40 A Ha Ka)KAbll MM TOJILLMHbLI MEeTasa.

Bonbcdpamosbie anekTpoabl (FTOCT
23949-80, EN I1SO 6848)

MAPKUPOBK

A COCTAB NMPUMEHEHNE
WP 3e/1éHbI Ynctoim W = AC onsa antoMunHus
n 99,5% (bopMupyeT wapmk)
WC-20  cepeiii W + 2% CeO: VAt M DA
TOHKUNM NUCT
WL-15 s0n0Tol W + 1,5% La:05  J1YHWW¥ BbIOOp ANz DC,
HepXa
WL-20 H(?6eCH W + 2% LazOs YHuBepc. anga DC, ponrun
bl pecypc
WT-20 KPACHEL  \y 4+ 2% ThO2 ycrapeswmmn
" (paAnoaKTUBHBIN)
Wz-8 6enbiii W + 0,8% ZrO» AC ons antoMMHMNS BbICOKNI

TOK

MNopnbop puamerpa Bonbpama
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WELDING POINT - CMPABOYHIK CBAPLMKA MA 2026
TOJIUMHA METANIA 2 BOJIbOPAMA TUNOBON TOK
no 1,5 mm 1,6 MM 20-80 A
1,5—3 MM 2,0 MM 60-130 A
3 —6MM 2,4 MM 120-200 A
6 — 10 MM 3,2 MM 180-280 A
bonee 10 MM 4,0 MM 250-400 A

HacTtpo#ka TIG-annapaTta (TunoBasn)

Mpepnpopnyeka rasa (Pre-gas) — 0,3-0,5 c. 3awunuwaeTt 30HY
CBapPKW A0 3aXUraHna Ooyru.

Tok nopXxura — = 25% o1 paboyero. CrapT Aayrm
6eckoHTaKTHbIM HF vnu Lift-3a)xuraHuem.

Bpemsa HapactaHusa (Up-slope) — 0,2-1,0 c. MNnaBHbIN BbIXOA Ha
pabo4ynin TOK NpefoTBpaLlaeT TEMNI0BOW LWOK N MUKPOTPELLUHbI.

Bpems 3aTtyxaHus (Down-slope) — 1,5-4,0 c. 3aBapKa KpaTepa
B KOHLLe LUBa.

MocTtnpoayBka rasa (Post-gas) — 5-8 ¢ gna yrnepoaucTon
cTanu, 10-20 ¢ 4On8 HepXXaBerku U anloMUHUA. 3awunwiaeT
OCTbIBAKOLLMN LWWOB OT OKNCNEHUS.

MpucapouHblie npyTku ana TIG

MATEPUAN NMPUCAOKA (AWS/rOCT) 3AMETKU
Yrnepoan,. YHuBepcan onsa
iy ER70S-6 / CB-08I'2C Crs. 062l
;'gzxaBe"Ka ER308L / CB-04X19H9  Moa 12X18H10T

weldingpoint.ru 23 / 46



WELDING POINT - CMNPABOYHUK CBAPUIMKA

MATEPUAN NPUCALDKA (AWS/TOCT)

Hep>xaBenka ER316L/
316 CB-04X19H11M3

Pa3sHopopaHas ER309L

::I':"""""' ER5356 / CB-AMr5
:;'OM""““ ER4043 / CB-AK5
Menb Bp.KMu3-1
TutaH BT1-00 / Grade 2

weldingpoint.ru

3AMETKHM

C monnbaneHom

Ceapka
Hep>a+yrnaepoga.
cTanb

Ons AMr3, AMr5,
AMr6

JInTenHble cnnasbl
Al-Si

KpemMHucTas
OpoH3a

0cob60 4YucThbIn,
3almMTa CHU3Y

MA 2026
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// TnaeBa 10

OCOO0EeHHOCTU CBApPKM pa3HbIX
MeTaJlJIoB

Huskoyrnepoaucras ctanb

C = 0,25%. C13, 09I2C, 17Ir1C, 20. CpapuBatotca 6e3 ocobbix
npobnem nobbiMm crnocobom. MMogorpeB He HyXeH A0 TOJWUH
25-30 MM. [llpuMeHsTCA CTaHOapTHble 3nekTpodbl AHO, MP,
YOHW; npososoka CB-08M2C. 3T0 camblin npocTom 1
pacnpocTpaHéHHbIN MaTepuan B cTpouTesibCTBE "
MaLLUMHOCTPOEHUWN.

CpepHeyrnepoaucTtas u ermpoBaHHas
cTanb

C =10,25...0,6%. Ctanu 35, 45, 30XI'CA, 40X. BbicOKasi CKJIOHHOCTb
K 3aKasike 30Hbl TEepPMUYECKOro BJUSAHUA - PUCK XONOOHbIX
TPeLnH. Obs3aTeNbHbI: OCHOBHbIE 3/1IeKTPOAbI (YOHW),
npenBapuTenbHbIN nonorpes 150-300 °C, MeOJleHHoe
oxJla)KaeHue, nHorga oTnyck wea. CBapka TOJIbKO MOCTOSHHbIM
TOKOM.

BblCOKOJ’IerMpOBaHHaﬂ Hep>XaBewillas CTalJib

12X18H10T, 08X18H10, 10X17H13M2T. Hun3kas
TEenaonpoBOAHOCTb — TEenJ0 KOHUEHTPUPYETCH, BbICOKUN PUCK
neperpesa yn MEXKPUCTANNIUTHON KOPPO3un. ToK HMXe Ha 15-20%
OoT yrnepoguctonm ctanun. Nas gna MIG — TonbKo cMecn (HUKOrfaa
yuncteim CO2). Ona TIG — Ar winm Ar+Hz2. 3a4ncTtka TOJIbKO
Hep>KaBeLWen WETKON.
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ANIOMMHUMU U CNN1aBbl

AMr, ALl, AK-cepun. OkcngHasa nnénka Al20s nnasutca npu 2050
°C (torpa kak cam MetTaan 660 °C). Ona TIG obs3aTeneH
nepemMeHHbIn Tok (AC), ona MIG — obpaTHas monspHocTb DC ¢
KaTOAHOW OYUCTKOW WIN WMMYJbCHbIA pexuM. a3 — TOJbKO
YUCTbIN aproH wnm Ar+He. MNofayva npoBosiokM 4epe3 Push-Pull
ropesiky. 3a4yMcTka HeMnoCpeACTBEHHO Trepen CBapkon U
obe3xnprBaHMe aLLeTOHOM.

Mepaob v cnnasBbl

M1, M2, Mlp, 6poH3bl n naTyHu. CamasdA  BbICOKasd
TEnI0NPOBOAHOCTE W3 KOHCTPYKLMOHHbLIX MeTajlsloB — Tenso
MIFHOBEHHO paccacbiBaeTcs. be3s npegBapuTensHOro nogorpesa Ao
200-600 °C (B 3aBUCUMOCTN OT TOJILLNHbBI) CBapuBaTbCsa He BypaeT.
Nyywmnn cnocob — TIG ¢ renneson nobaBkon K aproHy nam MIG c
nMmnynbcom. Kucnopop-copoepxallas mMeAb He CBapuBaeTcs —
obpa3yeTca BogopoAHas XPYMNKOCTb, Hy>XXHa pacKucCiieHHas mMenb
M1lp, M2p.

TuTaH n cnnasbl

BT1-0, BT1-00, BT6 (Grade 5). Cambin TpeboBaTeNbHbLIN K YACTOTE
raza MeTann — JaXe cJfej Kucaopoga wam  as3ota -
oxpynuymBaHue. Tonbko TIG B cpege 0cobO HYUCTOro aproHa
(99,99%) c 3awmTOonM N CHM3y wWBa (root protection). NoBepxHOCTb
TwaTeNbHO o4uwaeTcs, obesxumpusaeTcs. [locnecBapoyHbie
uBeta nobexxanocTn OT COJIOMEHHOrO OO0 CUMHEro [AomnyCTUMBI;
cepbin N puruoneToBbIn — Bpak.

YyryH

CY (cepbin), BY (BbicOkOMpo4HbIn), KY (KoBKuUI). BbiCcoKoe
copepxaHue yrnepona (2,5-4%) — npakTu4eckn He CBapuBaeTCs
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06bI4HBIMK criocobamMu. [pUMEHSIOTCA cneunasibHble HUKeseBble
anekTpoAbl (0O34-2, O3XH-1) xonoaHOW CBapKOM KOPOTKUMMU
BaJIMKaMn C TMPOKOBKOW Ka)AOro nocse ocCTbiBaHWA. [Ons
OTBETCTBEHHbIX WU3LEeNUA — ropsyas CBapka C MNOAOrpPeBOM [0
600-700 °C n mefIeHHbIM OXJIaXKAeHNEM B ropHe.
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// Tnaea 11

Pacxopn MaTepuasioB U pacyer

Mpon3BoACTBEHHbIE HOPMbI pacxoda CBapo4HbIX MaTepunanos B PO
ycTaHaBnmBaeT BCH 416-81 «O6uine npon3BoACTBEHHbIE HOPMbI
pacxofa MaTepuasioB B CTpouTenbCTBe». B 3ToM cbopHuke pns
Kaxgoro Tuna coeauHeHus no [OCTam 5264-80, 14771-76,
8713-79 npuBeneHbl KOHKPETHble 3Ha4YeHUsa pacxoda Ha 1 meTp
LBa.

BbasoBas ¢popmMmysa pacxopa
NPOBOJIOKU/3N1eKTpoaa

// OOPMYJIA

N =G x K, roe:

N — pacxon NpoOBOJIOKK/3NeKTpoAa Ha 1 M wBa (Kr/m)

G — Macca HansaBJeHHOro MmeTasiyla Ha 1 M (Kr/m)

K — KoahpuumeHT nepexona MmeTtanna (y4nmTbiBaeT notepu)
G=F x pxL/10° rge:

F — nnowanb cevyeHns wea (MM?)

P — MJIOTHOCTb MeTanna (gnsa ctanm 7850 kr/m3)
L — pavHa wea (M)

KoadpdbuumneHTbl nepexopa K

CNoCOb CBAPKU TUN MATEPWANA K030. K
1,05 —
MIG/MAG CrJjiowHas NpoBoJIoKa 110
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WELDING POINT

CMPABOYHNK CBAPIVKA

MA 2026

CNOCObB CBAPKMU TUN MATEPWANA LOETV ¢
1,20 —

MIG/MAG MopoLLKOBas rNPOBOJIOKa 130
- 1,05 —

TIG C npucagkon 115
MMA MOKPbITbIE 3/IeKTPOoabl 1,60 —

(noTepn) 1,70
1,02 —

SAW rnona tocom 1,05

ns MMA Ko3gheuuneHT BKIIOYAET Orapku (HECropeBLUNE KOHLbl 3JIEKTPoAa),
pa3bpbi3ruBaHue v LIaK.

Mnowapb cedeHua F no Tuny wiBa

NPUMEP (S=5
TUN WBA ®OPMYNA F

MM)
C1 (be3 ckoca, ) Fresx11 5.5 MM2/M
OOHOCTOPOHHUH)
Sl S F=s2x1,0 25 MM2/M
OBYCTOPOHHUMN)
C17 (V-o6pasHbin F = 0,5xs2xtg30° + ~8 MM? (onsa
60°) 2c 5 Mm)

. ~14 mm? (onsa
- ~ g2 o

C25 (X-obpa3Hbin) F = s2xtg30 5 MM)
Y/T (yrnosom, KateTt _ , ~14 mm2 (ons
K) F=05xK2x1,1 K=5)

Pacxop 3allUTHOroO rasa

ba3oBas HopMa pacxoga CO:z ans MAG-cesapku no BCH 416-81 — 6
n/mMuH. Ona TIG B cTaHpapTHbix ycnosusax no [OCT 1ISO
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

9692-1-2016 — 5-12 n/MuH. Pacxop Ha 1 mMeTp WwBa 3aBUCUT OT
BPEMEeHW [yru, KOTopoe B CBOK oO4Yepenb 3aBUCUT OT TOKa,
OvameTpa TMPOBOJIOKM W CKOPOCTM CBapkwu. [lpakTnyeckoe
npaBumao: Ha Kaxable 100 A Toka — 1 n/MMH pacxopa rasa
OOMOJIHNTENbHO OT 6a3bl.

Bpemsa oyrm m obwiee Bpems

// BPEMA OYTH

T =G/ (a_x1)

ayrv p
roe cxp — Ko3(hnumeHT pacniaBnenHuns r/(A-y):
- MMA: 9-10

- MIG/MAG: 11-12
- TIG: 4-5 (MepgneHHbIN npoLecc)

T =T / kn, roe kn — Koad. nCNosib30BaHNA BpeMEHM
ooy, nyru
nyru: 0,6 B cepuiiHom npounssoacTtee, 0,45 Ha c6opoyHOM

ydacTke, 0,25 Ha CNIOXKHOM MOHTax<e.
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WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// Tnaea 12

DedeKTbl CBapHbIX COeANHEHUN

Knaccnpukauma pedekToB CBapHbIX LWBOB YycTaHoBsieHa [OCT
30242-97 (npeHTun4eH ISO 6520-1). Bce pegekTbl OensaTcs Ha
WeCTb rpynn rno npupoae 1 pacnosioXKeHUIo.

Mpynna 1 — TpewuHbl (100)

CamMbll  omacHbIn  Knacc aedekToB. [endatca Ha rops4ue
(obpasyoTCca Npu KpucTananmsaumm Wwea, TeMnepaTypa ~ Tconmyc)
N XonoAHble (BO3HMKAKT MocCJse OCTbiBaHUSA, O0ObIYMHO WU3-3a
BOOOpPOAa WAM  3aKaJiku).  XOoNoOHble  XapaKTepHbl 014
cpenHeyrnepoAnucTbiX U NernpoBaHHbIX cTanen. lNMpodunakTuka:
OCHOBHbI€ 2N1EKTPOAbl C MPOKAJSIKOW, NpeABapUTEsIbHbIA MOAOrPEB,

MenJsieHHoe oxXnaKaeHune.

Mpynna 2 — Mopsbl 1 nyctoThbl (200)

a30Bble BKOYEHUS B MeTasnne wea. MNpuynHbl: Bfiara B NOKPbITUNX
3N1eKTPOA4a, BJIAXKHbIA a3, pPXXaB4yMHAa W Macsi0 Ha KPOMKaXx,
HeOOCTaTO4YHbIA pacxoh 3allUTHOrO ra3a, CKBO3HSK B 30He
CBapkKn. Bumammble nopbl — KpyrHble Ha MNOBEPXHOCTU LUBA.
CkpblTble — BHYTpU, BbiasaatTca Y3K wam PK. HopmaTwuB:
OAWHOYHbIe nopbl B Npegenax NOCT 23055-78 ponycTuMsl.

Mpynna 3 — TBépablie Bkaw4YeHusa (300)

LLInakoBble (4acToO MNpyv MHOrOMPOXOAHON cCBapke 6e3 3a4MCTKu
MexXxny cnosmu), okcugHole (B TIG Hep)xaBeMkKn WAN aatOMUHUSA
npu NJ0Xon 3awunTe), BosibpamMoBblie (NMpU KacaHUU 371eKTpoja o
BaHHy B TIG). Bce nNpuBOOAT K KOHLEHTpauum Hanps>XeHun u
CHU>XEHWIO NMPOYHOCTHN LLBA.

M'pynna 4 — HecnnasneHua u Henposap (400)

HecnnaBneHne — OTCYTCTBME CBA3U MeXAYy HaMJaBKoh U
OCHOBHbIM MeTaJIZIoM WM Mexnay ciosaMu. HenpoBap —
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HeQ0CTaTOYHOE MPOonJiaBieHne KOpHS WBa. MPpUYMHbI: Manbli TOK,
fonbluas CKOPOCTb CBapKW, Masbliil yroa pasgesnku, nroxas
MOAroToBKa KpPOMOK. OAMH U3 CaMblX PACMpPOCTPAHEHHbLIX
[e(eKTOB 1 B TO XK€ BPEMS CaMbIX KPUTUYHbBIX A5 HECYLLMX LLBOB.

Mpynna 5 — Hapywexnue ¢dopmbi (500)

Moapesbl (yrnybneHus no Kpasm wea, obpa3yoTCcs nNpu BbICOKOM
TOKe W ObICTPOM CBapke), HaTékM (CBUCaHMe MeTassla Ha
ropu3oHTasIbHOM LUBE), BOMHYTOCTb KOpPHA (Npu HepocTaTke
HanaaBKW), CMeLLLeHNe KPOMOK, nepekochbl. CHUXXaOT yCTaNoCTHYIO
MPOYHOCTb.

Mpynna 6 — MNMpouue pedekrtbl (600)

Mpo>xor (CKBO3HOE MponJaBsieHne C BblITEKAHWEM MeTanna — npu
cnabon noagknagke nnm 6onblioM Toke), Bpbi3rn meTanna, 4acTble
KacaHusa Bosibpama B TIG (MOBEPXHOCTb LWWBA), ClyYanHasa ayra
BHE 30Hbl CBapKW.
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WELDING POINT

// Tnaea 13

CMPABOYHNK CBAPIVKA

MA 2026

KOHTpPOJIb Ka4yecTBa CBApPHbIX

LiBOB

PasnnyatoT

paspywamnowmn  u

HepaspyLlatoLWwnn

KOHTPOJIb.

Paspywatowmin (MexaHn4yeckme ncnblTaHusa, MeTanorpaguieckme

nccnenoBaHNsa) nNpuMeHseTcs Ha obpasuax.

Hepa3pywawouwmn

KoHTponb (HK) — Ha roToBbix usgenunax. Bugel HK — no rOCT P
NCO 17637-2024 v cBA3aHHbIM CTaHA4apTaM.

MeToAbI Hepa3pyuwaluiero KOHTponsa

ABEP

BbIABNAET

NPUMEHEHUE

BusyanbHoO-usme
pUuTeNbHbIA

KanunnapHbin

MarHuronopoluk
OBbIA

YnbTpa3ByKoBOM

Papuorpacguuec
Kun

BuxpeTokoBbIN

AKycTuyeckas
aMuccus

weldingpoint.ru

BUK

MNBK

MK

Y3K

PK

BTK

A3

BHelwHne nedekTsl,
opMbl

MoBepxXHOCTHbIE
TPeLMHBbI

[ToBEPXHOCTHbIE N
nognos. TpewWnHbl

BHyTpeHHMue
nedeKkTbl

Bce BHyTpeHHUe

MoBEepPXHOCTH.
nedeKkTbl

Pa3BuBatowmecs
nedekTbl

Ob6s3aTesNbHbIN
MnepBUYHbIN

Hep>xa, uBeTHble,
OTBETCTB.

deppoMarHUTHbI
e cTanm

ToncTtbin meTann,
TpyObI

TpybonpoBoabl,
ono

ABUNALINOHHbIE
crnaBbl

PesepByapbl oA,
naBi.
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YpoBHM KayecTBa no I1SO 5817
YPOBEHb YCNOBUE NPUMEHEHWE

Bbicovyaniune

B (high ATOMHas, aBua, MeguuynHa
(high) TpeboBaHMA Ant
C CpegHune
. MawmnHoCTpoeHne, TpaHcn.
(medium) TpeboBaHMs
donyctnumble
D (low) BbiTOBOE, BTOpPOCTENEHHOEe

TpeboBaHus

AtTtectauma no HAKC

Ona  cBapo4Hbix paboT Ha o6bekTax, MNOAKOHTPOJIbHbIX
PoctexHap3opy (A3C, HedTerasosble TpybonpoBoAbl, MOCTHI,
cocynbl noA AaBfieHMeM, rpy3onoabEéMHble KpaHbl), TpebyeTcs
aTTectauusa no cucteme HAKC — HauwmoHanbHoro AreHTCTBa
KoHTponsa Ceapku. ATTecTytoTca: nepcoHan (HAKC-1), TexHonorunu
(HAKC-2), wm™aTepuansl (HAKC-3), obopynosaHue (HAKC-4).
CBupeTenbCTBa UWMEKT CPOK OEeNCTBUA U MEepuoanyvecku
npoaJjieBaloTCs.

weldingpoint.ru 34 / 46



WELDING POINT - CMNPABOYHUK CBAPUIMKA MA 2026

// Tnaea 14

TexHuka 6e3onacHoOCTM

CBapka oTHOCUTCS K paboTaM MOBbILLIEHHOW onacHOCTK. ba3oBble
TpeboBaHnsa pernameHTupytoT T[OCT 12.3.003-86 «PaboTbl
3J/1eKTpocBapoyHble», CHull 12-04-2002, lNMpaBuna oxpaHbl Tpyaa
npu paboTe Ha CBapoyHbIX MnocTax. CobnwopgeHne CU3 —
obsizaTenbHoe.

OnacHble (haKTOpbI

Mopa>keHue 3/71eKTPUYECKUM TOKOM. Hanpsr>KeHre X0/s10CToro
Xxo4a cBapo4Horo annapata 50-80 B, B umnynbce TIG-HF go 8
KB. Mpwn BRakHbIX Nnep4yaTkax nam obyeBm onacHo. MNMpumeHaeTcs
dyHkuma VRD (Voltage Reduction Device) — cHM>XeHue
Hanps>xeHna oo 12 B nocne npepbiBaHNA Oyru.

Y® un UK-usnyuyenme pyru. CusibHee, 4eM CosiHevyHoe. be3s
3alWNTbl — OXOI CeTYaTKM («CBapOYHbIN 3aN4YnK»), KaTapakTa,
o)xor Koxxu. Macka DIN 9-13 obs3aTenbHa.

A>po30su cBapoUHble. Coaep>KaT OKCUAbl MeTasnsos,
hTopuabl, 030H. Ocob0 TOKCUMYHBI MPU CBapKe Hep XKaBenku
(XpoM B WecTnBaNeHTHOM popMe). MeCTHas BbITAXKKA
obszaTenbHa.

PasbpbizruBaHme meTtanna. Kanam pacnnaBfieHHOro MeTtassa
0o 1500 °C. CneuoBka 13 bpeseHTa/Ccnusika, Kparu, WwTaHbl 6e3
OTBOPOTOB.

LLyM oT nna3MeHHOM pe3Ku. [Jo 100 gbA Ha yganeHun 1 m —
BbllLle NpenesibHO-A0MYCTUMOro. bepyLwmn nanm HayLwHUKN.

Obsa3aTenbHbIN KOMNJIeKT CU3
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cus3 HOPMATUB SAUNTA
FOCT PEN

Macka-xaMmeneoH 379 [nasa, nmuo, wes
e Teen Teno oT UCKP N Kanesb
Ope3eHTOBLIN 12.4.045 P
Kparum cBa UKa rocr Pykun oo nokTts

P P 12.4.183 yru A
SoLLLLL Toen Horu, ovan. nogowsa
KO>KaHble 12.4.137 oA o e
MopwneMHUK

. — [onoBa, wes
Heropro4vun
PecnupaTto Teen OpraHbl gblxaHus
partop 12.4.041 P s
// BAXHO

MNpwn cBapke BHYTpW EMKOCTEN, pe3epByapoB, KoJoaLeB —
ob6s3aTeNbHbI: NPUHYAUTEsNIbHAA BEHTUNAUUA, HabnopaTtens
CHaPY>XMU, CHUWXKEHHOe Hamnps>KeHue XosoCcToro xoaa
annapata (= 12 B yepes VRD). be3 3Tux mep —
KaTeropuyecku Hesnb3s.
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// TnaeBa 15

NMone3sHbie popMybl

Tok MMA no agumaMeTpy 3J1eKTpoaa

I (20 + 6d) x d (pns d = 3 MMm)

I 30 x d (png d < 3 Mm)

lpakTnyeckoe npasuno: 20-30 A Ha MM OuaMeTpa

KoppekTupoBKa TOKa Mo NOJIO>KEeHUIo
- [opusoHTanbHoe: I x 0,95

- BeptukanbHoe: I x 0,85..0,90

- NoTtono4yHoe: I x 0,80..0,85

Hanps>xeHue ayru MIG (ana CO2)
U=14 + 0,05 x I [B]
Oona cmecen Ar+C0:2: U + (1.2 B)

CKOpOCTb NOoJa4Ym NPoOBOJIOKMU
Vnn = (4 x ap x I) / (mx d? xy x 60) [M/MuH]

roe ap = 11 r/(A-4) pna ctanu MIG

Macca HansaBJsIeHHOro MeTtasJja
G=FxpxL/ 108 [kr]
F—m™mMm2, p—kr/M3, L — M

Pacxopn npoBoJsioKU/351eKTpoaa
N=GxK

K=1,05 (MIG), 1,1 (TIG), 1,6 (MMA)
Bpemsa pyru
ayrn = G x 1000 / (ap x I) x 60 [MuH]

ap: MMA 9,5; MIG 11; TIG 4,5

OOuiee BpeMs C HaKJlaAHbIMU
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Toﬁm = Tuyrm / km

kM: 0,6 cepua; 0,45 uex; 0,25 MoOHTax
Pacxopn 35eKTpo3Heprum
W=UxTIxnx TﬂywI / 1000 [kBT-y4]
n = 0,85 gna uHBepTOpPOB

FnybuHa npoBapa

h =k x v(I/v), roe v — cKop. CBapkw
Ons yrnepog. ctanm k = 0,0156
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WELDING POINT - CHNPABOYHUK CBAPIINKA MA 2026
// TnaBa 16
CnpaBoYHble Tabnauubl
CBOMCTBA OCHOBHbIX MeTaJ1JiIOoB
METAJIN P, Kr/Mm3 Tnn' °C N BT/(M-K)
Yrnepoaucras 7850 1450-1530 46
cTalb
] 2 LR 7900-8000  1400-1450 15
CcTalb
ANIOMUHUA
5 2700 660 237
YUCTbIMN
AMr5 2660 600 125
Meab yucrtan 8960 1083 401
JNatyus 163 8500 900 109
Tutan BT1-0 4500 1668 21
YyryH CY 7000-7300 1150-1250 50
NMepeBon eauHUL,
NCXOAHAA B CH K030.
Krc/Mmm?2 Mlla x 9,81
Krc/cm? MMa x 0,0981
aT™m (Ppms.) 6ap x 1,01325
KKan K> X 4,1868
n.c. KBT x 0,7355
weldingpoint.ru 39 / 46



WELDING POINT - CMPABOYHUK CBAPIWWKA MAIN 2026
NCXOAHASA B CK K030.
1 °C/MmuH °C/c x 0,01667

LLlBeTOBas MapKupoBKa BoJsibppama

11:]3) MAPKWPOBKA ThNn

3enéHbin WP YncTein BONbpam
Cepbin WC-20 +2% CeO:2
3onotomn WL-15 +1,5% La20s3
::Gec“'m"yﬁ WL-20 +2% Laz0s
KpacHbi WT-20 +2% ThO2 (ycTap.)
Benbin WzZ-8 +0,8% ZrO2

Pacxopn maTtepumanoB Ha 1 m wiBa (yrnepoa.
cTanb)

3JIEKTPOL. NMPOBOJIOKA APTOH
TN WBA

(MMA) (MIG) (TIG)

C2 (cTbIK, Oe3

4 0,090 kr 0,038 kr 90 n
cKoca)
Cc2 6 0,200 kr 0,082 kr 180 n
C17
(V-06pasHbiit) 10 0,540 kr 0,225 kr 460 n
0 20 1,40 kr 0,580 kr 950 n

(X-o6pasHbii)
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3JIEKTPOJ. NPOBOJIOKA APTOH
TN WBA S MM

(MMA) (MIG) (TIG)

F_Sas'm“"" —  0180kr  0,072kr 155 n

Rg“p“”" — 0,520 kr 0,210 kr 420 n

Mo BCH 416-81, [/11 HUXKHEro rnoJioxeHus Lwsa. [sis BepT./MOoTO/I04YHOro
npuMeHsTb Ko3g. 1,1-1,2.
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// Thnaea 17

Oencreyouwias HOpMaTUBHaA
ba3a

Cnucok OCHOBHbIX OEeNCTBYOLWMX CTaHpapToB,
pernaMeHTUpyLWnX CcBapo4YHoOe TMnpou3sBoacTeo B PO. T[lepen
npuMeHeHneMm npoBepuTb aKTYyaJlbHOCTb no peecTpy
PoccTtaHpapTa.

CBapHble COeAUHEHUS M LUBbI

FoOCT 5264-80 — Py4Has gyroBas cBapka. CoegMHEHMS CBapHbIE.
OCHOBHbIE TUMbI

rocT 14771-76 — [yroBas cBapka B 3allMTHOM rase. CoegnHeHus
CBapHble

rocT 8713-79 — Csapka nof dpitocoM. CoegnHEHMS CBapHble

FOCT 14806-80 — [lyroBas cBapka antoMuHuga. CoeanHeHns
CBapHble

FoCT 16037-80 — CBapHble COeANHEHNSA CTasIbHbIX TPybOnNpoBoa40B

rocT 2.312-72 — ECK[. YcnoBHble nsobpakeHns n obosHavyeHuns
LLIBOB

FoOCT 11534-75 — PAC. CoeanHeHnsa nog oCTPbIMU U TYMbIMU
yrnamm

FOCT 11533-75 — ABTOMaTu4ecKas 1 nosiyaBToMaTnyeckasa cesapka
nopn pstocom

MaTepuanbl MU 2J21eKTpoAabl

FOCT 9466-75 — DneKTpoAbl MOKPbITbIE. Knaccupukaumnsa n obuwmne
TpeboBaHus

FOCT 9467-75 — DNeKTpoAbl 415 CBAPKUN KOHCTPYKLNOHHBIX 1
TEen/IoyCTONYMBbLIX CTaNen
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roCT P UCO 2560-2023 — DeKTpoabl 415 ALYFOBOW CBapKKU
HeNernpoBaHHbIX CTanen

roCT 2246-70 — lpoBo/IOKa CTaJibHas CBapo4YHas

FOCT 7871-75 — lMpoBoJiOKa CBapo4Has U3 aJlloMUHUA N CrJ1aBOB
FOCT 16130-90 — lNpoBOJIOKa MefHasA CBapo4Has

roCT 23949-80 — JneKTpoAbl BOJIbhpaMoBbie CBapOYyHble
HennassLwWwmecs

roCT ISO 14175-2010 — a3bl M ra3oBble CMECK AJi1 CBapKu U pe3Ku

KoHTpoOJib KayecTBa

FOCT 30242-97 — [edeKTbl COeAUHEHWI NPU CBapKe MeTaslJloB
naaBJsieHNEM

FOCT P UCO 17637-2024 — HK cBapHbIX WBOB. Bu3yanbHbIn
KOHTPOJIb

FOCT 14782-86 — CoeOnHeHUs CBapHble. YIbTPpa3ByKOBOM METO[,
FOCT 7512-82 — KoHTpOJIb paanorpadunyeckmni

roCT 6996-66 — CBapHble coeanHeHns. MeTobl onpeneneHuns
MeXaH. CBOMCTB

rocT IS0 5817-2022 — CBapKa. YPOBHU Ka4yecTBa /15 COeAUHEHNI
rnjaaBJsieHnEem

MpounsBoacTBO U 6€30MNacHOCTL

rocT 12.3.003-86 — CCBT. PaboTbl 21€KTpOCBapO4HbIE.
TpeboBaHunsA 6e3onacHOCTH

rocT 12.4.041-2001 — CpeacTBa UHANBUAYAIbHOW 3aLMThI
OpraHoB AblXaHus

roCT 12.4.045-87 — KOCTIOMbI CBapLUNKOB. TEXHUYECKME YCSI0BMSA

FOCT P EN 379-2014 — CU3 rnas. ®PuabTpbl aBTO3aTEMHEHUSA 44
CBapKu

BCH 416-81 — O6LiMe Npon3BOACTBEHHbIE HOPMbI pacxoia
MaTepuanos
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N6 03-273-99 — lpaBuia aTTecTaumm ceapimnkoB (HAKC)
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// CBAa3b

Welding Point

ITOT cnpaBoYHMK — 6ecnnaTHoe npunoxeHne Welding Point K
HaweMy KkaTasory 10 6peHOoB cBapo4yHOro obopypoBaHus C
noctaBkon no Bcen Poccun. KEOP, CBAPOI, MTK, FoxWeld,
StartWeld, Grovers, Triton, Aurora, TCC, Blueweld — Hanu4me Ha
CKknage B MockBe, Bble3 Ha UCMbITaHNSA, OOKYMeEHTbI noa 44-®3 un
223-93, rapaHTua oo 5 ner.

// CBASATBCA C HAMK

CawuT: weldingpoint.ru
TenedoH: 8 (800) 500-50-50
Email: sales@weldingpoint.ru
Telegram: @weldingpoint

MockBa, cknap B MNoposbcke. OTrpy3ska no PO.

D.pyrue HawuM becnnaTtHblie MHCTPYMEHTHI

- KanbkynaTop CTOMMOCTM CBApPHOro LIBa —
apps.weldingpoint.ru/calculator

* Mop6op pexxuma cBapku — apps.weldingpoint.ru/modes
- 3TOT CNPaBOYHUK B CBEXXEWU pepakuum —
apps.weldingpoint.ru/handbook.pdf

Welding Point - MockBa - 2026. IH(hopmaumns HOCUT CrpPaBOYHbIVi XapaKkTep.
lNepes npyumeHeHneM A1 OTBETCTBEHHbLIX KOHCTPYKUUN Y TOYHUTE
TEXHOJIOMrNYEeCKNE PEXXUMbI Y MPON3BOANTESS 060pYAOBaHUS U MPOBEPLTE M0
akTyasnbHou peaakumm FOCToB. He npeaocTaBaseT peKoMeHAaunv no cBapke
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s4epHO-0MacHbIx 06 bLeKTOB 1 TPybONpPoBO4OB BbICOKOrO AaBAEHUST — A1
Takux 3agad Heobxoanma yTeepxaéHHasa MNTA n HAKC-aTtTecTayus.
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