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Pe3ztome: CTaOUIBHOCTD MTOKA3ATE el MPOYHOCTA CBAPHBIX COEAMHEHUN apMOKApKaca ABJISeTCS OJHUM U3 BaKHBIX (PaKkTO-
poB obecrnieueHus TpedyeMoil HeCyIei CltoCOOHOCTU aHKEPHO KPeIu B I[eJIOM. B COOTBETCTBUM C OCHOBHBIMY IIPUHITUTIAMHA
KOHI[EINIUN CTATUCTUYECKOTO YIIPABJIEHHUS MPOIEeCCAMU HAWIyuIllee KaueCTBO 00eCrieunBaeT pOU3BOACTBEHHbIN TIPOIIeCC,
HMMEIOIIUI MUHUMAJIbHYIO BapuabelbHOCTh Pe3yabTaToB. Jljid ompeaeieHus [IepBOHAYAIbHBIX [1aPAMEeTPOB KOHTPOJIbHBIX
KapT, UCIIOJIb3YIOMIMUXCA IS KOHTPOJIS CTAaOUIBHOCTH IIPOIECCa, TPOBEeIeHbl UCCAeI0BAHMA IIPOYHOCTY CBAPHBIX COEIUHEHUI
apMOKapKaca, U3rOTOBJIEHHBIX PYYHOIM, KOHTAKTHON U POOOTU3UPOBAHHOI CBapKoii, B ycioBuax 000 «OKC». PoboTusupo-
BAaHHAs CBApKA OCYIIECTBILETCS Ha pOOOTOTEXHUUECKOM KoMIulekce ABB B cocTaBe Tpex MaHMITY/IATOPOB, IBA U3 KOTOPHIX
IpegHa3HauYeHbl AJISl pealu3aliy JBIKeHUs CBAPOYHOM AYTH, U ONUH — JIJIs IepeMellleHusT apMaTypsl KapKaca B 30HY U U3
30HBI CBAPKU. [I0Ka3aHO, UTO pacIpeeleHre 3HAUEHHIT IPOUYHOCTA CBAPHBIX COEAUHEHUN I/ POOOTU3UPOBAHHOIN CBAPKU
“MeeT HauMeHblllee 3HaueHue BHIOOPOUYHOro CTAHAAPTHOIO OTKJIOHEHHU. YCTAHOBJIEHO, UTO pOOOTU3UPOBAHHAS CBAPKA SB-
JIIeTCS eUHCTBEeHHBIM U3 UCCIIeyeMbIX METOI0B, 00eCIeunBaIoIIUM IOoNafaHe 3HaueHUi I0Ka3aTelel [OMOIHUTEIbHbIX
BBIOOPOK 00PA3110B B [IEPBOHAYAIBHO YCTAHOBIEHHBIN AMANa30H KOHTPOJIbHBIX KapT.
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Abstract: Stabile strength properties of the mesh weld joints is one of the key factors in ensuring the required load-bearing
capacity of the bolt support as a whole. In accordance with the basic principles of the statistical process control concept, the best
quality is ensured by the production process that has the minimum variability of the results. To identify the initial parameters
of the control charts used to monitor the stability of the process, the strength properties of the mesh weld joints were studied
for manual, contact and robotic welding in the conditions of OKS LLC. Robotic welding is made using the ABB robotic complex
consisting of three manipulators, two of which are designed to execute the movement of the welding arc and one to displace
the mesh into and out of the welding zone. It is shown that the distribution of welding strength values in robotic welding is
characterized with the lowest value of sample standard deviation. It was found that robotic welding was the only method among
those investigated that ensured the values of additional samples to fall within the initially set range in the control charts.
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Beenenue

[TocTosiHHOE MOBBIIIEHNE KayeCTBa BBITYCKAeMOM IIPOAYK-
I Ha CEI'OILHHHIHI/Iﬁ JEeHb ABJIIeTCId OOAHUM HN3 KIIHUEBBIX
YCJIOBUI IIOBBIIIEHUS KOHKYPEHTOCIOCOOHOCTH IMPOAYKIUU.
[Ipu 3TOM BasKHOIT 3ajauell BJISeTCA B IIepBYI0 ouepeas obe-
creyeHue CTAaOUJIBHOrO M IIPENCKA3yeMOro KauecTBa IIpo-
AyKuuy. JIJg yOpaBieHus KaueCcTBOM C TOUKH 3peHus obe-
crieyeHus CTAOWIBHOCTH WM IIPECKA3yeMOCTH IIOKa3aTeseit
MPOAYKIIMU IIUPOKOE PACIPOCTPAHEHHE IONIYYHUIN METOMbI
CTATUCTHUYECKOrO yIIpaBJieHus nporeccamu [1-9].

B ocHOBe MeTOmOI0ruu CTaTUCTHYECKOTO YIIPAaBJIeHUSI IIPO-
LecCaMH JIeXKHUT MPEeJIIONIOKeH:e, UTO IPUYNHBI OTKJIOHEHMUS
roKasaresei MPOAYKIUHY OT 3aJJaHHOT0 3HAYeHUsI Pa3lesIsIioT-
€4 Ha «CIIy4JaiiHbie» u «ocodbie»! [10; 11].

[Ton «cmyvaiiHpIMu» (elle Ha3bIBAeMBbIMU HEKOHTPOJIHpYe-
MBIMH, OOIUMH, BHYTPEHHUMH, €CTeCTBEHHBIMHU) IIOIpa3yMe-
BAIOT IIPUYHUHBI CIYYAHHOTO XapaKTepa, BO3HUKAIIIUE IPU
BapHUalUU IapaMeTPOB HOPMAJIbHO MIPOTEKAIOIIETO MIPOIIECCa,
T. €. TAKOTO IIPOIeCCa, KOTOPHIA 06ecreurnBaeT MOKa3aTesn
MIPOAYKIMHU B 3aJAHHOM JTHana30He.

[Tox «0COOBIMU» (MM CUCTEMATUYECKUMHU, CIICIMAaTIbHbI-
MU, KOHTPOJIUPYEMBIMH, HeeCTeCTBEHHBIMHU) ITOPa3yMeBaioT
IIPUYUHBL, IPUBOSIINE K 3HAYMMOMY OTKJIOHEHUIO II0Ka3aTe-
Jieit IPOAYKIMH, TIPU 3TOM 3TU IPUYUHBI MOTYT OBITh BBISBIIE-
HbI U YCTPAHEHDI.

B Ci1y4dae eCiu u3MEHEHUe moKasaresen IIPOAYKIIUHN BbI3bI-
BAeTCs TOJIBKO CJIy‘IafIHbIMI/I IIpUYUHAMU, IIPOLECC CUYUTACTCAI
CTaTUCTUYECKU YIIPaBJIsSIeMbIM U I03BOJISIeT rapaHTUPOBAHHO
MIPOU3BOIUTH MPOAYKIMIO 3aIaHHOT0 KadyecTBa, ITOKa3aTenu
KOTOPOI HAXOASITCS B 3aIaHHOM JIMaIia30He.

OIHUM U3 OCHOBHBIX MHCTPYMEHTOB ISl peaju3alluu CTa-
TUCTHYECKOTO YIIPABJIEHHUSI IIPOLIECCAMU SIBJISIIOTCSI KOHTPOJIb-
Hble KapThl lllyxapTa, IpeacTaBisgionme coboil BU3yaabHOe
oToOpaskeHre BeJIMYMH TOM WM WHOM XapaKTepUCTUKU pac-
rpeziesieHus] 3HAYeHHU KOHTPOJIUPYEMOTO IIOKa3aTessl Ipo-
IYKLUY, TTOYYEHHOM 0 OINpeeeHHON BhIOOPKe H3MIeNIHil.
KoHTponpHAs KapTa yCTaHABIMBAeT LEHTPAJIbHYIO JIMHHIO,
COOTBETCTBYIOIIYIO 33JaHHOMY 3HAYEHHUIO IT0KasaTess IIpo-
AYKIUH, U CTATUCTUYECKHU OIIpENCIA€Mble BEpXHUE U HUJKHUE
KOHTPOJIbHbIE I'DAaHUIIBL. Hpouecc CUUTAETCA CTATHUCTHYECKU
yIIpaBJsIeMbIM, €CJIM BCe 3HAUEHUS OLIeHUBAeMBbIX XapakKTe-
PUCTUK MONAaAA0T B AMANA30H MEXKAY HIUKHEN U BepxXHen
KOHTPOJIBHBIMU TPAHUIIAMH, @ TAKXKE OTCYTCTBYIOT CHUCTEMA-
TUYECKHe MATTePHBI B PACIIOIOKEHUH JAHHBIX Ha KOHTPOJIb-
HOW KapTe OTHOCUTEJIbHO LIEHTPaIbHOM JTUHUM. BhIX0 Xapak-
TEpPUCTUKU U3 AHAIA30HA JOIYCKAEMbIX 3HAUEHUI SIBIISIETCSI
CUTHAJIOM JIJISI BBISIBJIEHUS IIPUYUH HECOOTBETCTBHUS IIpoliecca
YCTAHOBJIEHHBIM TPEOOBAHUAM.

[Ipy mocTpoeHnu KOHTPOJBbHONM KAapThl Ba>KHBIM BOIIPOCOM
SIBJISIETCS] KOPPEKTHOCTD OIpefiesIeHusI CpeTHel JIMHUU U KOH-
TPOJIBHBIX TPaHUIl. B cilyyae ycTaHOBJIEHUSI HEONIpPaBIAaHHO
Y3KOro Iuana3oHa JAOIIyCKaeMbIX 3HAUYeHHUIl BO3MOKHO yBe-
JIMYEHUE 3aTpaT Ha YCTPaHEHHE HECYIIECTBYIOIUX IIPUYUH
HECOOTBETCTBUS IpPOIecCa YCTAHOBJIEHHBIM TPeOOBAHUSAM,
Koraga CJ'[y‘I&fIHOC OTKJIOHEHNE IIPUHUMAETCA 3a OTKJIOHEHUE,
00yCI10BIeHHOe HeCTabUIbHOCTBIO Iponecca. Eciu aquanasox
JIOITyCKAeMBbIX 3HAUEHUH Ype3MEPHO IIHPOK, TO 3HAUUMBIE OT-
KJIOHEHHMSI IIPOLIeCca MOTYT OBITh He HAEHTU(PULIUPOBAHDI, TAK
KakK 3TU 3HAYeHUs MOIAaAyT B AMAIA30H JIOIYCKAEMBIX CIIY-
YalHbIX OTKJIOHEHU.

JIns yCTaHOBJIEHUSI JAOCTOBEPHBIX MMapaMeTpOB KOHTPOJIb-
HOI1 KapThl HEOOXOMUMO MTPOBECTH IIPEBAPUTEIbHbIE HCCIIe-

1 TOCT P NCO 7870-2-2015. Ctatuctuyeckne metofbl. KOHTPO/bHbIE KapThl.
Y. 2. KoHTpornbHble KapThl LLyxapTa.
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JIOBAHUS pacIipesieieHus IIoKa3aTeseil KauyecTBa MpOgyKIUU
(aram 1) 2.

[lpu 5TOM OYEBUIHO, YTO UEM YK€ CTATUCTUYECKH 00OCHO-
BaHHBII AMAIIA30H II0Iy4aeMbIX 3HAYEHHIT, TeM OoJiee mpej-
CKa3yeMbIM C TOUKHU 3peHHs 00ecreueHns XapaKTePUCTHUK Ka-
YeCTBa MPOAYKIIUU IBJISIETCS IIPOIIecC.

PacmpeneneHnue mokasareseil KauecTBa CBAPHBIX COeqUHEe-
HUI 3aBHCUT OT OOJIBILIOrO KOJU4YecTBa GakTopOB, B TOM MC-
J1e CTaOUIBHOCTH XMMUYECKOTO0 COCTaBa OCHOBHOTO MeTaslla
M CBApOYHBIX 3JIEKTPOMOB, CTAOUJIBHOCTA PEKUMOB CBAPKHU.
Taxske OOJbIIOE BIMAHUE HA 3TO PaCIpezeieHre OKa3blBaloT
METOJ CBApKU U UCII0JIb3yeMoe 000pyI0BaHUE.

Llenbro pabOTH ABISAIMCH UCCIEA0BAHUE BIUAHUA METONOB
CBApKU HA M3MeHeHUEe XAapaKTEPUCTUK pacIpesiesieHus Hau-
6oJ1ee BasKHOTO [TOKA3aTe sl C TOUKU 3PEHUs HEeCYIel crocoo-
HOCTHU aHKEPHOI KPEIH B 11€JIOM — IPOYHOCTH CBAPHBIX COEMIH-
HEHUI, a TAK>Ke YCTaHOBJIEHHUE ITepBOHAYAJIbHBIX [IaPAMETPOB
KOHTPOJIbHBIX KapT U OIIeHKA UX aJIeKBATHOCTH.

MeTtoapl

B paboTe paccMaTpUBaIKCh CBAPHBIE COEANHEHUS, U3TOTOB-
JIeHHbIe pYYHO AyroBoii cBapkoii (K3-Pro o T'OCT 14098-2014,
Jajee — py4Has CBapKa), MeXaHU3UPOBAHHOM AYTOBOI CBAp-
KOl C HCIIONb30BAaHUEM DPOOOTOTEXHUYECKOTO KOMIUIEKCA
(K3-Mn mo TOCT 14098-2014, manee — poOOTU3MpPOBAHHAL
cBapka) 1 KoHTakTHOI cBapKoit (K1-Kt mo I'OCT 14098-2014).

Pyunag u poGOTU3MPOBAHHAS CBAPKA OCYIIECTBIISIACH B
cpejie YIJIEKUCIIOTO ra3a Ha I0JIyaBToMare, ISl pyYHOI cBap-
KU TIpUMeHs1ach nposonoka CB-08T2C, mis poborusupoBan-
Hott — nposonoka WS Weldeship D270 1,2 mm. [Ipu pyuHoit
CBapKe IO3UIIMOHUPOBAHUE apMaTyphl KapKaca U Iepemerte-
HUe CBapOYHOI Ayry A GOPMUPOBAHUS CBAPHOTO COEAMHe-
HUS BBIIOJIHSIIOTCS] BpYUYHYIO.

[Ipu poOOTH3MPOBAHHOMN CBApKe IIO3UIMOHUPOBAHHE ap-
MaTyphl KapKaca U IlepeMellleHle CBapOYHOH TYTU OCYIIecT-
BJISIIOTCS 3@ CYeT JIBIDKeHUSI MaHUIYJIITOPOB. CBapKa Ipou3-
BOAUTCS HA POOOTOTEXHHUUECKOM KOMIUIEKCE MPOM3BOICTBA
koMnaHuu ABB, Bcero ucnosnb3yeTcs Tpu MaHUIIYJISITOPA, ABa
— JUISL peayu3aluu ABUKeHUs CBAPOYHOM IYTH, U OAUH — IS
repeMelleHus apMaTyphl KapKaca B 30HY U U3 30HBI CBAPKU.

KoHTakTHas CBApKa IPOU3BOAUTCA HA 000PYIOBAHUU KOM-
nauuu Weber. CBapHble coeiuHeHMsI 00pa3yIoTCs 3a CYET IIPOo-
TEeKaHUsI CBApOUYHOIO TOKA 4epe3 30HYy COeJUHEHUS NPYTheB
apMaTypsl, UCIOIb3YIOTCS 35ekTponbl bpXLp.

JIns peanu3anuy CTaTUCTUUECKOTO yIIpaBeHus Ipolecca-
mu B yoinoBuax 000 «OKC» minaHupyeTcsl UCIOIb30BaTh X-s
KOHTpPOJIbHBIE KApThI, OCHOBAHHBIE HA OLleHKe CPeJITHUX 3Haue-
HUIT ¥ BEIOOPOYHBIX CTAHAAPTHBIX OTKIOHEHHIL.

JIns ycTaHOBJIEHHSI IIePBOHAUYAJIBHBIX IIapaMeTpPOB KOH-
TPOJBHBIX KAapT TpeMsl MeTOZaMH CBAapKU M3 apmary-
pel nuamerpoMm 12 Mm (apmaryphas cramp AIIl-A400C mo
T'OCT 5781-82) 6bL11 U3rOTOBJIEHBI APMOKAPKACHI, U3 KOTOPHIX
BBIPE3AIUCh KPeCTOOOpasHble 00Pa3IIbl A1 UCTIHITAHUS CBAP-
HBIX COeIMHeHUI Ha cpe3. Bcero 1j1s Kaskoro MeTozia CBapKu
6bL10 110Ty4eHO 110 30 06pasIoB.

Janee ua ycranoske PM-50M 6bUtu TIPOBE/IE€HBI UCTIBITAHUS
nostyyeHHbIx 06pasuos Ha cpes 1o TOCT P 57997-2017, ouenu-
BaJIOCh MAKCUMAJIbHOE YCHIINe, KOTOPOE BbIIep>KUBAET COeNH-
HeHUe.

[Mocse 9TOrO 17151 KSKIOTO METO/IA PACCUUTHIBAIOCH CpefiHee
3HAUYeHMe pacrpe/ie/eHus] 3HaYeHUil YCIInsl P, IPUBO/SIIero
K Pa3pyIIeHHI0, 3HaYeHHe BHIOOPOUHOTO CTAHAAPTHOIO OT-

2 TOCT P UCO 7870-2-2015. Ctatnctnyeckne metofpl. KOHTPONbHbIE KapThl.
Y. 2. KoHTponbHble kapTbl LLyxapTa.
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KJIOHEHUs S, 3HaueHus BepxHei Uq U HIDKHEN Lo, KOHTPOJIb-
HBbIX TPAHUI] A1 KApPT CPEIHUX 3HAYEHHI W BBIOOPOUYHBIX
CTaHJapPTHBIX OTKJIOHEHUH:

()

)

®)
4)

B Beipaskenusx (1)—(4) P;— 3HAYeHUS YCHINS, COOTBETCTBY-
IOIIEro paspyIIeHHUIO IS OTAENbHBIX CBAPHBIX COEIWHEHMUH;
n — KOJIMYECTBO 00pasloB ULl UCHbITAHUM; As, B; u By — Ko-
abduUnmenTs IS OIeHKU 3HAYEHUIN KOHTPOJIbHBIX IPAHMII,
B cootBercTBuu ¢ 'OCT P MCO 7870-2-20153 A;=0,606, B;=0,565
u B,=1,435. ®opmynsi(a) (3) onpenensior(er) 3HAUeHUS KOH-
TPOJIbHBIX TPAHUIL IJISI KOHTPOJIBHON KAapThl CPEeTHUX 3HAUe-
Hutl, Gopmybi(a)(4) — 119 KOHTPOJIBHOM KapThl BHIOOPOUHBIX
CTaHJaPTHBIX OTKJIOHEHUH.

[Tocse omnpezeneHus IapaMeTpoB KOHTPOJIbHBIX KapT ObLIU
MpOBeieHbl OIOJHUTEIbHbIE HCCAeAOBAHUS [JIS OIEHKU
aZeKBaTHOCTH IOJYYEHHBIX I[1€PBOHAYAIBHBIX 3HAUEHUI.
Jlta 3TOro OBUIM MCIIOJIb30BAHBI JOIMOJHUTENbHBIE BEIOOPKU
06pa3nos (1o 14 06pa3Los B KaXK10ii BEIOOPKE), IPU 3TOM HC-
CJIeIOBAIKCh B TOM YHCIIE 00pa3I(bl, H3TOTOBJIEHHbIE POOOTH-
3UPOBAHHOM CBApKOM C UCII0/Ib30BaHueM IpoBosioku ESAB OK
AristoRod 12.63 1,2 MM.

Pe3ynbraThl 4 00Cy>KAeHHE

PacnpeneneHnus 3Ha4eHUH YCHJIUMN, IPUBOMSIINX K paspy-
IIIEeHUIO, JIJIS1 pa3IMYHbIX METO0B CBapKU ITOKA3aHbl HA pUc. 1.

AHau3 IOJyYeHHBIX Pe3yJIbTaTOB IIOKa3blBaeT 3HAaUUTellb-
HOe BJIMSHHE MeTOZAa CBapKU Ha pacIlpejesleHle XapaKTepu-
CTHUK NIPOYHOCTU CBApHBIX coeAuHeHUi. Tak, pacnpeneneHue
J7IS1 PyYHOI CBapKH UMeeT SIPKO BBhIpaK€HHYI0 aCUMMeTpUd-
HOCTb, CO CMEII[EHUEM CPEeIHEro 3HaueHus BHIOOPKU B CTOPO-
Hy Oonpinnx 3HayeHuil. Takoe OTKIOHEHUE BUA pacipeiese-
HUSI OT HOPMAaJIbHOTO MOXXEeT CBUEeTeJIbCTBOBATh O HAJIUYUU
BHEITHUX [IPUYUH YMEHBIIEHHs IPOUHOCTH, pasbpoc 3Haue-
HUIL IPOYHOCTH B JAHHOM CJIyUae He MOKeT ObITb 00yCII0BIeH

Puc. 1

PacnpepeneHue 3HauyeHuit ycunui
P, npuBoasawmx K paspyLuieHuto
CBapHbIX COeAUHEHUN, 3aeCb N —
Aonsa obpasuoB B BbiGopke,
nonapatroLWwmx B COOTBETCTBYIOLLUIA
WHTepBan ycunui

Fig. 1

Distribution of force values
P, leading to the weld joints
failure, where n is the share
of samples in the selection
that fall within the
appropriate interval of forces

3 TOCTP WNCO 7870-2-2015. Ctatuctnyeckme metofbl. KOHTponbHble kapThbl. Y.
2. KoHTponbHble KapThl LLlyxapTa.
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HaJMYMeM TOJIbKO CJIYUalHBIX, HE CBA3AHHBIX MEXIY CObOI
daxTopos.

Pacripezenenue /11 KOHTaKTHOM CBApKU TaK>Ke He COOTBeT-
CTBYeT HOPMAJIbHOMY PACIPEIeJIEHIIO, UMEEeT OMMO/aIbHBIN
xXapaxTep.

Pacripesiesnienue a1 poOOTU3UPOBAHHOM CBApKU Haubosee
O/IM3KO U3 pacCMAaTPUBAEMBIX METOIOB COOTBETCTBYET HOp-
MaJIbHOMY pacipefieseHUIO, C He3HAUUTeIbHBIM KOJIM4eCTBOM
00pas1ioB C HU3KOM IIPOYHOCTHIO.

Cnemyer OTMETUTD, UTO HUCIIOIb30BaHNE KOHTPOJIBHBIX KapT
peKOMeHAyeTCs IJ1s1 IIPOIeCCOB, pacIpeseseHre MoKa3aTesnei
KOTOPBIX UMEIOT BUJ, OJIM3KUI K HOPMAJIbHOMY paCIpesesie-
Huto. OHAKO I10 MOJyYeHHBIM [epBOHAYaIbHBIM pe3yJbTa-
TaM C/iesiaTh 00OOCHOBAHHBIN BBIBOZ O XapakTepe pacrpese-
JIGHUI [I7I1 pYYHON U KOHTAKTHOI CBapKU He MPEACTaBIISIIOCh
BO3MOXXHBIM, II0O3TOMY [JISI 9TUX METO/IOB TaK>Ke IIPOU3BOIU-
JIach OLIeHKA [TapaMeTpOB KOHTPOJIbHBIX KapT B COOTBETCTBUU
¢ Beipaskenusamu (1)—(4). [lonyyeHHble 3HAYEHUST TApAMETPOB
KOHTPOJIbHBIX KapT IPUBEeHb! B Ta0L. 1.

[TonyuyeHHble pe3yIbTaThl IIOKA3bIBAIOT, UYTO BHIOOPOUHOE
CTaHZAPTHOE OTKJIOHEeHHe JIJIS1 PYYHOI U KOHTAKTHOM CBApKU
comoctaBuMo u npesbimaer 12 KH. BeiOopouHoe crangapTHoe
OTKJIOHEHHUE /I pOOOTU3UPOBAHHON CBAPKU MUHMMAJIBHO U
cocrasnger 9,59 KH. ITo CBUIeTeNbCTBYET O MeHbIeM pa3dpo-
Ce 3HaYeHMI NMPOYHOCTH IIPU U3TOTOBJIEHUH apMOKapKacoB C
UCIIO/Ib30BAHUEM PODOTOTEXHUUECKOTO KOMIUIEKCA U, CIIEN0-
BaTeNbHO, O OOJIbIIel PeCKAa3yeMOCTH KaueCTBA aHKEPHOL
KpeIlu B I[eJIOM.

Ta6nuua 1 Table 1
3Ha4yeHUsa napamMeTpoB Values of control charts
KOHTPO/IbHbIX KapT parameters
KoHTponbHas KapTa KoHTponbHasa kapTta
BbI6GOPOYHbIX
Meton cpeaHux CTaHAAPTHBIX
cBapku SHadeHun OTK/IOHEHMUI
P Ua Ua S Ua Ua
PyuyHas 47,65 | 55,16 | 40,13 | 12,40 | 17,80 | 7,01
KoHTakTHasa 42,72 | 50,37 | 35,07 | 12,62 | 181 713
PoGotuan- | 4524 | 48,05 | 3643 | 959 | 13,76 | 5.42
poBaHHas

Jlaysee mpOBOMMUIACH OIEHKA aJeKBATHOCTU IOJIYYEHHBIX
mapaMeTpoB KOHTPOJIbHBIX KApT IIyTeM OIleHKU ITOKasaTe-
JIeil pacIpeneieHnil UCCIeayeMOoi XapaKTePUCTUKHU AJIs J10-
[IOJIHUTEIbHBIX BBIOOPOK 06pasioB. 3HAUEHUs IIOKa3aTeseil
pacrpeeseHnii IPOYHOCTH I JOMOJHUTENbHBIX BEIOOPOK
00pasioB IpuBefeHbl B Tabn. 2, 3HaYeHUS B IPOCTPAHCTBE
KOHTPOJIbHBIX KAPT IOKA3aHbI Ha pUC. 2—4.

AHanu3 IoyYeHHBIX Pe3yIbTaTOB [TOKA3BbIBAET, YTO AOIIOJ-
HUTeJIbHAsS BHIOOpPKA 00pa3loB U PYYHON CBAPKUA HUMeEET
cpefHee 3HAUYeHMeE MIPOYHOCTHU, He IMOIMaAaioliee B IepBOHA-
YaJIbHO yCTaHOBJ’[eHHbeI JAUAaria3oH, Ipyu 3TOM CpeaHee 3Ha-
YE€HHE IIPOYHOCTU MEHbIIIE 3HAYECHUS HIDKHeNn KOHTpOJIbHOﬁ
rpaHullbl. BEIOOPOUHOE CTAHAAPTHOE OTKIOHEHWE IS 3TOH
BbIOOPKU HAXOAUTCH MPAKTUYECKU HA TPAHHUIE YCTAHOBJICH-
HOTro auanas3oHa. Takoe pacrososKeHue mokasareseit Ha KOH-
TPOJIBHBIX KApTaxX CBHUIETEJLCTBYET O HeCTAOUIbHOCTH IIPO-
[[ecca Py4YHOHI CBApKUA M O HEOOXOMUMOCTH KOPPEKTUPOBKU
[epBOHAYAJIbHBIX [TOKA3ATEJ el KOHTPOJIbHBIX KapT.

CpenHee 3HaueHHe IOIMOJHUTENbHOM BBHIOODKM Ul KOH-
TAKTHO CBApKHU TAaK>Ke He MOIafaeT B IePBOHAUAIBHO YCTa-
HOBJICHHBII JMANAa30H, 5TO 3HayeHue OOJIblie BepxXHel KOH-
TPOJIbHOM TPaHMIBL. BhIOOpPOYHOE CTAHAAPTHOE OTKIOHEHHE



Ta6nuua 2

Mokasatenu pacnpeaenexHus
3Ha4YeHUn NPOYHOCTU ANns
AOMNOJ/THUTE/IbHbIX BbIGOPOK
o6pasuoB

Table 2

Values of strength distribution
for additional selection of
samples

Po6oTnsnpoBaHHan

MNMokasa- Pyunas KoHTakT-

Tennb Has ESAB ws ws

AristoRod | Weldeship | Weldeship

P,kH | 36,66 52,79 5414 46,68 43,52

S, kH 7,38 10,85 6,74 7,06 9,80
a) 6)
Puc. 2 Fig. 2

KoHTponbHble KapTbl ANA PyYHOR
cBapku: 1 — nonoxeHune
rnokasaTtens pacnpegeneHus
AOMONHUTE/IbHOWN BbIGOPKU:

a) — cpeAHue 3HaYeHUs;

6) — BbIGOPOYHbIe CTaHAAPTHbIE
OTK/IOHEeHUA

a)

Puc. 3

KoHTponbHble KapTbl Ans
KOHTaKTHOW CBapKu:

1 - nonoxeHune nokasarens
pacnpefeneHns 4onoNHUTEeNbHOW
BbIGOPKMU: @) — cpeaHne 3HaYeHus;
6) — BbIGOPOYHbIe CTaHAAPTHbIE
OTK/TIOHEeHUSA

a)

Puc. 4

KoHTponbHble KapTbl ANg
po60TU3MPOBAHHOI CBapKW,
uncpamm o603Ha4YeHbI
MNosIoXXeHUA nokasarenen
pacnpeaeneHus NPo4YHOCTU AN
AOMNONTHUTENbHbIX BbIGOPOK,
BbINO/IHEHHbIX C UCMONb30BaHUEM
npoBonoku: 1 — ESAB AristoRod;
2 n 3 — WS Weldeship; 6ykBamu
0603Ha4Y€eHbI TUMbl KOHTPO/bHbIX
KapT: a) — cpegHue 3HavYeHus;

6) — BbIGOPOYHbIe CTaHAAPTHbIE
OTK/NIOHEHUS

Control charts for manual
welding, 1-position of the
additional sample
distribution parameter:
a) — average values;

b) — sample standard
deviations

6)

Fig. 3

Control charts for contact
welding, 1-position of the
additional sample
distribution parameter:

a) — average values;

b) — sample standard
deviations

6)

Fig. 4

Control charts for robotic
welding, numbers indicate
the positions of the strength
distribution parameters for
additional samples made
using wire: 1-ESAB
AristoRod; 2 and 3-WS
Weldeship; letters indicate
the types of control charts:
a) — average values;

b) — sample standard
deviations

HOBbIE TEXHONIOTMU
New technology

rornajgaer B YCTAHOBJIEHHBI AMANA30H COOTBETCTBYIOIIEN
KOHTPOJIbHON KapThl.

HecmoTpst Ha TO YTO CpefgHee 3HAUEHME MPOYHOCTH IO-
[IOJIHUTEJILHOM BBIOOPKY BBIIIE MIEPBOHAUAIBHO MOJIYUEHHO-
ro 3HAUYEHMUs, CHEeNaTh BBIBOA O BO3MOXXHOCTH CTAOHIIBHOTO
[IOJIyYeHUs] TAKUX 3HAUEHUI IPOUYHOCTU He IMIpeCTaBIIsIeTCs
BO3MOXKHBIM. [IprHMMAasg BO BHUMAaHHe HaJUyue CBapHBIX CO-
€[IMHeHUI C HeBBICOKOH MPOYHOCTBHIO IPU ITepBOHAYATIbHOM
OIIpe/iesieHuH TapaMeTPOB KOHTPOJIBHBIX KapT, HEOOXOIUMO
[IPOBECTH IOIOJIHUTEIbHbIE HCCIefoBaHusl (GopMUpOBaHUS
XapaKTepUCTHUK CBAPHBIX COeIUHEHUI, TIOYYeHHBIX KOHTAKT-
HOI CBapKO¥i.

CpenHee 3HaueHHe IOMOJHUTEIBHBIX BBIOOPOK 00pasIoB,
UBrOTOBJIEHHBIX POOOTU3UPOBAHHOM CBAPKOM C IPOBOJIOKOI
WS Weldeship, anamoruuHoit mpoBoJOKe s U3rOTOBJIEHUS
00pasuoB IepBoHAUaIbHON cepun (cepuu 2 u 3 HA puc. 4),
[IOMafal0T B YCTAHOBJIEHHBIN AMANA30H, HECMOTPSI HA TO, YTO
€ro MIMpUHA 3HAYUTEIbHO Y3Ke, YeM LIMPUHA AUAara3oHa It
PYYHOM M KOHTAKTHOI CBAapKu. BBIOOpOYHOE CTAHAAPTHOE
OTKJIOHEHHEe TaKKe IONafaeT B YCTAaHOBJIEHHBIN AMAIa3OH.
Ob6paruaer Ha cebs BHUMaHKe OIU30CTh TIOKA3ATENei OO
HUTEJIBHOM BBHIOOPKU 3 K IepBOHAYAIBHO YCTAHOBJIEHHBIM
3HAYEHUSIM KOHTPOJIBHOI KapThl. ITO CBUJETEIbCTBYET O CTa-
OMJIbHOCTH IIpoLecca pOOOTU3UPOBAHHOM CBAPKU U [TO3BOJIS-
€T C/IeJIaTh IIPeIBAPUTEIbHBINM BHIBOJ 00 aleKBATHOCTH IIEPBO-
HAYaJIbHO IIOJIYUYEHHBIX [IapaMEeTPOB KOHTPOJIBHBIX KAPT JJII
POOOTU3UPOBAHHOM CBAPKHU.

CpenHee 3HaYeHUE JOMONIHUTENBHOM BHIOOPKU 06pasioB 1
IUig pOOOTU3MPOBAHHOM CBApKU UMeeT OoJiblliee 3HAUEHUE,
YyeM BepxHsASA KOHTPOJIbHAA IPAHMUIA, IPU BHIOOPOUHOM CTaH-
JApTHOM OTKJIOHEHHUU B HIDKHENl YaCTH YCTAHOBJIEHHOTO
JUana3oHa KOHTPOJIbHOM KapThl. Takoe 3HAUeHue CpeHero
3HAUeHHs 00YCIOBJIEHO UCIIONIb30BAHMEM CBAPOYHOI MIPOBO-
noku ESAB AristoRod u He CBUIETEIbCTBYET O HECTAOWIBHO-
CTHU mpolecca poOOTU3UPOBAHHOM CBApKU. Ui craTthucThde-
CKOTO YIpaBJIeHus TPOIeCCOM POOOTU3UPOBAHHOM CBAPKU C
HCIIOJIb30BAHKMEM 3TOM CBAPOYHOM IIPOBOJIOKM Lieecoodpas-
HO TIOBTOpeHHe 1-To 3Tama OmpeneseHHs MepBOHAUAIbHBIX
[1apaMeTpoB KOHTPOJIbHBIX KApPT.

BriBoas1

JI7s OlleHKU IepBOHAYAIBHBIX [TapaMEeTPOB KOHTPOJIBHBIX
KapT, HeOOXOAMMBIX JIJIS pea/IU3alliK KOHIEIIUY CTATUCTAYe-
CKOTO YIIPaBJIeHHs IPOLIECCAMU, FApaHTUPOBAHHO 00eceyuu-
BAIOIMMU 3a/laHHbIE XaPAKTEPUCTUKU KAueCTBa IIPOAYKIIUH,
[IPOBEJIeHbl UCCIEA0BAHMS HECYIIEeH CIOCOOHOCTH CBAPHBIX
COeIMHEeHUI apMOKApKaCoOB, M3TOTOBJIEHHBIX PYYHOI, KOH-
TAKTHOH U pOOOTU3UPOBAHHOM CBAPKOIL.

VCTaHOBJIEHO, UYTO XapaKTep pacrpeneieHus] 3HAYeHHI
MIPOYHOCTH 1T PYYHOM M KOHTAKTHOM CBApKU OTIMYAETCS
OT HOPMAJILHOTO pacIipejiesieHus], paclpesiesieHrne 3HaueHHUi
[IPOYHOCTH I POOOTU3UPOBAHHOM CBADKYU UMeeT BUJ, O/I13-
KUM K HOPMaJIbHOMY.

[TokazaHo, YTO IS CBAPHBIX COEAUHEHUE, U3TOTOBIEHHBIX
pO6OTU3MPOBAHHON CBAPKOIi, 3HAUEHNWE BHIOOPOUHOTO CTaH-
JIApTHOTO OTKJIOHEHUSs HirKe Ha 22%, ueM I PYyYHOU U KOH-
TAKTHOM CBApKH, YTO O3HAYAET MEHBIINI pasdpoc 3HAUEHUI
MIPOYHOCTH IJIs1 pOOOTU3UPOBAHHON CBAPKU II0 CPABHEHUIO C
PY4YHOI1 U KOHTAKTHOI CBApKOI.

[ToKka3aHo, uTO AJI pOOOTU3UPOBAHHOM CBAPKU XapaKTepH-
CTUKU pacrpefieieHus] 3HaYeHUN MMPOYHOCTH JIOIIOJIHUTEb-
HBIX BHIOOPOK 06PAa3II0B [OMaAal0T B IEPBOHAYAJIBHO YCTAHOB-
JIeHHbIe TUaIla30Hbl KOHTPOJIBHBIX KAPT, YTO CBUIETEIbCTBYET
0 cTaOMILHOCTH IIPOIEecca pOOOTU3UPOBAHHOM CBAPKHU U BO3-
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MOXXHOCTH HCIIOJIb30BAHUSI II€PBOHAYANIBHBIX I1apaMeTPOB
KOHTPOJIBHBIX KapT.

[lpu UCIONB30BAHUU I POOOTU3UPOBAHHON CBAPKU CBA-
pounoit npososioku ESAB AristoRod cpenHee 3HaueHue mpoy-
HOCTHU Ha 28% BBIIIIe CPEAHEro 3Ha4YeHUs MIPOYHOCTH IIPU UC-
[0JIb30BAHUM CBApouHOit mpoBosoku WS Weldeship u taxske

BBILIIE 3HAUYEHUS BEPXHE KOHTPOJIbHOM I'PaHUIbI KOHTPOJIBHOM
KapThl CPEeIHUX 3HAYEHUH Ui pOOOTU3MPOBAHHON CBAPKH.
B cBSI3U € 3TUM AJIS1 CTAaTUCTUYECKOTO YIIPaBJIeHUs IIPOLleCCOM
POBOTU3UPOBAHHOM CBAPKU 3TOM IPOBOJIOKOM I1e1ecoobpas-
HO IIpOBeJleHHe OTAe/IbHBIX UCCIe0BaHUN JIJIsl YCTaHOBJICHUS
IepBOHayYasIbHBIX IapaMeTPOB KOHTPOJIBHBIX KapT.
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