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Jhyybkuti HayionanbHull MexHiYHUl yHigepcumem

OIIHKA E®OEKTUBHOCTI POBOTH30BAHOTI'O 3BAPIOBAJIBHOI'O
KOMILUIEKCY 3 YPAXYBAHHSIM CTABLIIBALI TEIUIO®I3UYHUX
ITAPAMETPIB TEXHOJIOTTYHOTI'O ITPOLHECY

Y cmammi pozenanymo ouyinroeannsa egpexkmuenocmi pooomu30eanozo 36aproeanbHo20 KOMHJIEKCY 3 YPaxy8aHHAM
cmabinizayii mennogizuunux napamempie mexmon02iunozo npouecy. Oo6rpynmosano, wio eghexkmugnicms podomusayii
36apI06AHHA OOYINLHO GU3HAYAMU He JUuUie 3ad NPOOYKMUBHICHIO, MPYOOMICIMKICII0O ma mepmMiHoM OKyRHOCmI, a il Yyepe3
cmaodinbHicms cmpymy, HaAnpyu, Wi6UOKOCHI nepemiujenns NajabHUKa, 0y2080i eHepzii ma JiHIIHO20 MEn106KIA0CHHS.
3anpononoeano po3paxynHKkosy cxemy, AKA ROG’A3YE cmaodinizayilo mMpackmopii incmpymenma 3 ymoeamu @HopmyeanHs
36aplo6aIbHOT 6aHHU, 2e0Mempiclo wea, pienem OpaKy ma eupoOHuuol0 pesynvmamugnicmio./[na oouici cmanoapmuoi
36apI08ANILHOT ONEPayii NOKA3aH0, WO CKOPOUEHHs Yacy OCHOBHO20 36APIOGANHs 3 5 00 3 X6 3a He3MIHHUX 3HAYEHb CIMPYMY
150 A i nanpyzu 18 B 36invuiye wieuokicms nepemiujenna nanvHuka 3 3,33 0o 5,56 mm/c. 3a yux ymoe oyzoea emnepzia na
00uHUYI0 006s1cunu 3menutyemuvca 3 0,810 oo 0,486 k/Ioc/mm, moomo na 40,0%. Ile niomeepoicye neodxionicms y3200icenozo
Kepy8anHa CMpPyMoOM, HANPY2010 Ma WEUOKICIIO 01A cmadinizayii mennogizuunux ymosy pooOmu308anomy npoueci.
Bcmanoeneno, wio pobomusayis smeHuye cepeone gioxunenns ceomempii wiea 3 2,5 00 0,8 mm, cmandoapmmne gioxunenns — 3
1,2 00 0,3 mm, a iimogipuicms depexmy — 3 0,10 oo 0,03. 3a mpusanocmi cmanoapmnoi onepayii 10 xé npodyxmuenicmeo
PYUHO20 36apI06aHHs cmaHosums 48 wim. 3a 8-200unHy 3miny, moodi sk 3a poo6omusosanoi onepayii mpueaicmio 6 xé — 80
wm./3miny. Bunyck npuoamnoi npodykuii 3 ypaxysanuam 3Huxicenns opaxy 3pocmac 3 43,2 0o 77,6 wm./3miny, moomo na
79,6%. Ompumani peyriomamu noKasyloms, w0 6UPOOHUYUI Ma eKOHOMIUHUIL ehexkm pobomusauii gpopmyemuca uepes
NOEOHAHHA CKOPOYeHHA Yacy onepauii, cmaodinizauii mennogizuunux ymos npovecy ma nioguuieHHa NOEMOPIOBAHOCHI
AKocmi 36apHo20 3’€OHANNA.

Knwuoei cnosa:pobomuszosane 36aprosanhs, 36apioganbHull KOMIIEKC, MENI06KIA0eHHs, 0Y208a eHepeis, menaoQizuyHi
napamempu, SIKICmb wed, nPOOYKMUeHicmb, piselb Oepexmy.

L. Samchuk, S. Karpus, N. Huliieva, V. Sychuk

EFFICIENCY ASSESSMENT OF A ROBOTIC WELDING SYSTEM CONSIDERING
STABILIZATION OF THERMOPHYSICAL PARAMETERS OF THE TECHNOLOGICAL
PROCESS

The article examines the evaluation of the efficiency of a robotic welding system with consideration of the stabilization of
the thermophysical parameters of the technological process. It is substantiated that the efficiency of welding robotization should
be determined not only by productivity, labor intensity, and payback period, but also by the stability of current, voltage, torch
travel speed, arc energy, and linear heat input. A calculation framework is proposed that relates the stabilization of the tool
trajectory to the conditions of weld pool formation, weld geometry, defect rate, and production performance.For a standard
welding operation, it is shown that reducing the primary welding time from 5 to 3 minutes while maintaining constant values
of current at 150 A and voltage at 18 V increases the torch travel speed from 3.33 to 5.56 mm/s. Under these conditions, the arc
energy per unit length decreases from 0.810 to 0.486 kJ/mm, i.e., by 40.0%. This confirms the necessity of coordinated control
of current, voltage, and speed in order to stabilize heat input in the robotic process.It was established that robotization reduces
the average deviation of weld geometry from 2.5 to 0.8 mm, the standard deviation from 1.2 to 0.3 mm, and the probability of
defects from 0.10 to 0.03. For a standard operation duration of 10 minutes, the productivity of manual welding amounts to 48
units per 8-hour shift, whereas a robotic operation with a duration of 6 minutes ensures 80 units per shift. Taking into account
the reduction in defects, the output of acceptable products increases from 43.2 to 77.6 units per shift, i.e., by 79.6%.The obtained
results demonstrate that the production and economic effect of robotization is achieved through the combination of reduced
operation time, stabilization of the thermophysical conditions of the process, and improved repeatability of welded joint quality.

Keywords:.robotic welding, welding system, heat input, arc energy, thermophysical parameters, weld quality, productivity,
defect rate.

I[MocTanoBka mpodieMu. 3BaprOBaHHS 3AJIUIIIAETHCS OJTHUM i3 TOJIOBHUX TEXHOJOTIYHHUX MPOIECIB
y MamuHOOYAyBaHHI, OYIiBHUIITBI, TPAHCIIOPTHOMY BUPOOHHUIITBI Ta BUTOTOBJICHHI METaJIOKOHCTPYKITIH.
SxicTh 3BapHOTO 3’€qHAHHS OE3MOCEPEAHBO BILTMBAE HA MIIlHICTh, JOBIOBIUHICTh 1 HaIIHICTh BUPOOY, a
BIIXVWJICHHS PEXKHUMIB 3BapIOBaHHS MOXYTh CIIPUUMHATH Je(DEKTH, JOJATKOBI BUTPATH HA BHUIIPABICHHS
OpaKy Ta 3HIKEHHS MPOTyKTUBHOCTI BUPOOHHUIITBA.

Pyune 3BaproBaHHs Ma€ BUCOKY THYYKICTh, OJTHAK WOTO pe3yIbTaT 3HAYHOIO MIPOIO 3aJICKHUTH Bif
kBaJidikamii, crabibHOCTI pyxiB 1 (QI3UUHOrO CTaHy 3BaproBajibHHKA. Uepe3 1ie CKIagHO 3a0e3MeUUTH
OJIHAKOBY MIBUIKICTh NMEPEMIIICHHS MaJIbHUKA, CTa01JIbHE MOJIOXKEHHS BIJIHOCHO IIIBa Ta MIOBTOPIOBAHICTh
TEIJIOBOTO BILIMBY Ha METasl. YHAC/IIOK IIbOrO 3MIHIOIOTHCS YMOBH (hOpPMYBaHHS 3BapIOBaIbHOI BaHHH,
MPOIIaBJICHHSI, TEOMETPisl IBA Ta HIMOBIPHICTH MOSBU A€(EKTIB.

PobGoTn3oBani 3BaprOBaIbHI KOMIUIEKCH JAIOTh 3MOTY 3MEHIIWUTH BIUIMB JFOJCHKOTO (akKTopa,
CTaOUTI3yBaTH TPAEKTOPIIO PyXy IHCTPYMEHTY, MiITPUMYBaTH 3aJlaHy IIBHJKICTh 3BapIOBAaHHS Ta
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3a0e3redyyBaTi MMOBTOPIOBAHICTh TEXHONOTTUYHUX pexkuMiB. OCOOIMBOro 3HaYEHHS MPH I[bOMY HaOyBae
KOHTPOJIb TEeIOMI3HYHUX MapaMeTpiB Mpolecy, 30KpeMa CTpyMy, HAlpyTH, HMIBHIKOCTI IepeMillieHHs
NaJbHUKa Ta JIiHIAHOTO TermoBoro edekry. Came Wi mapamMeTpd BU3HAYAIOTh TEIUIOBUH CTaH 30HHU
3BapIOBaHHSA, YMOBH (OpPMyBaHHS IIBa, PO3MIpH 30HM TEPMIYHOIO BIUIMBY Ta CTaOUIBHICTH SIKOCTI
3BapHOTO 3’€nHaHHsA.Ilonpu momupeHHss poOOTH30BAHOTO 3BaprOBaHHS, HOro e(eKTUBHICTH YacTo
OIIHIOIOTh TEPEBAKHO 332 EKOHOMIYHUMH a00 BHUPOOHWYMMH TIOKa3HUKAMH: IPOAYKTHBHICTIO,
TPYAOMICTKICTIO, piBHEM Opaky Ta TEpMiHOM OKymHOCTi. BomHowyac HeZOCTaTHBO BpPaxOBYETHCA, IO
eKoHOMiuHHH edekT poboruzaiii GopMyeTbcs He JMIIEe Yepe3 CKOPOUYCHHS yacy orepariid, a i depes
cTabuTi3amiio TeIo(pi3nIHUX YMOB MPOLECY, 3MEHIICHHS Jiana30Hy MapaMeTpiB IIBa Ta ITiBUIICHHS
MOBTOPIOBAHOCTI ~ sikocTi.ToMy  akTyanbHUM €  JOCHIIKEHHS e(EeKTUBHOCTI  pOOOTH30BAaHOIO
3BapIOBAJILHOIO KOMIUIEKCY 3 ypaxyBaHHSAM cTa0inmizamii Temo(Qi3nYHuX MapaMeTpiB TEXHOJIOT1YHOIO
mporiecy. Takuii miaxig Jae 3MOry IMOB’S3aTH TEXHIYHI MapaMeTpPH 3BapIOBaHHs 3 SAKICTIO 3’€JHAHHS,
piBHEM Opaky, NPOAYKTHUBHICTIO Ta EKOHOMIYHOIO JOLUJIBHICTIO BIPOBAKEHHS POOOTHU30BaHUX
TEXHOJIOTIYHUX CHCTEM.

Meta po00OTH — OLIHUTH BIUIMB YNPOBA/KEHHS POOOTH30BAHOTO 3BapIOBAJILHOTO KOMIUIEKCY Ha
CTaOUIBHICTB TETI0(I3NYHUX TTapaMeTPiB MPOIIECy, SIKICTh (JOPMYBaHHS 3BAPHOTO IIBa, MPOAYKTHBHICTS i
TEXHIKO-€KOHOMIUHY €()eKTUBHICTh pOOOTH 3BapIOBAILHOI JLTBHUII.

3apaui gocaigxeHHs:

1. CopmyBaTu cucteMy HOKa3HUKIB ISl OLIHIOBaHHSI pOOOTH30BAHOTO 3BAPIOBAHHS, 110 TIOETHYE
Tero(hi3uyHi, SIKICHI, BUPOOHMYI Ta EKOHOMIYHI TTapaMeTpH.

2. BusHaunTH NiHIHHWA TEIUTOBUI MpoIiec A1l pyIHOTO Ta POOOTH30BAHOTO 3BaPIOBAHHSI.

3. OuinuTy cTabiNBHICTh (HOPMYBaHHS 3BApHOTO IBA 33 BIIXUICHHSM T'€OMETPUYHUX MapaMeTpiB,
CTaHJaPTHUM BiIXWUJICHHSM i KOe]illieHTOM Bapiartii.

4. BcraHoBuTH BIUIMB poOOTH3allii Ha TPOMYKTHUBHICTH, TPUBANICTh LUKy, PiBEHb Opaky Ta
3aBaHTAKEHHS 00JIaTHAHHS.

O0’exT AocaigKeHHS— TpoleC pOOOTHU30BAHOTO JTYTOBOTO 3BAPIOBAaHHS B YMOBaX IMPOMHUCIIOBOTO
3BapIOBAJIbHOI'O KOMIUIEKCY.

IIpenmer nmociaimKeHHsi— BIDTUB cTa0Lmi3amii Temioi3MUHUX TMapaMeTpiB poOOTH30BaHOTO
3BapIOBaHHs, 30KpeMa CTPYMY, HalpyTrH, IIBUIKOCTI MEepeMillleHHs Ta JiHIIHOTo TEIUIOBOTO MpoIiecy, Ha
SKICTh 3BapHOTO 3 €HAHHS, PiBEHb OpaKy, MPOAYKTHBHICTh 1 TEXHIKO-€KOHOMIUHY €(eKTHBHICTH
BIIPOBAKEHHSI pOOOTH30BAHOTO KOMILIEKCY.

AHani3 ocraHHix gochaimkeHb Ta myOJaikaunid. B poOori [1] 3amponoHyBamu airoputMm
poboTtuzoBaHoro weaving welding i3 miaTpuMaHHSIM MOCTIHHUX TEIJIOBUX MapaMeTpiB 4epe3 aJanTHBHE
TUTAaHYyBaHHS MIBUAKOCTI, OHAK pO0O0Ta 30cepeKeHa epeBaXHO Ha KEPYBaHHI TPAEKTOPIETO 1 HE MTOETHYE
TEIUIOBY CTaOUIBHICTh 3 EKOHOMIYHOIO e(peKTHBHICTIO Ipouecy. Y mpaii [2-3] cucreMaTu3yBajid CydacHi
HampsIMH  pOOOTHU30BAHOTO 3BAPIOBAaHHSA, 30KpeMa 1HCIEKLil0, MOJETIOBaHHSA, MOHITOPHHT Ta
aBTOMATHU3AIlII0, MPOTE OIS Mae€ IIUPOKHA XapakTep i He (POpMy€e IMUTICHOI METOIWKH KiJTBKICHOTO
OITiHIOBaHHS €()EeKTHUBHOCTI KOHKPETHOI 3BapIOBAbHOT KOMIPKH. Y IOCTIDKEHHSIX [4] pO3TIISIHYIH
ONTUMI3alliI0 apaMeTPiB aBTOHOMHOTO 3BaplOBaHHs 3 BUKOPUCTAHHSAM CTATHCTUYHHUX, CEHCOPHUX Ta Al-
MIIXO/IB, ajle OCHOBHUHM aKICHT 3po0JICHO Ha SKOCTI W aIanTHBHOMY KepyBaHHI, a HE Ha 3B’SI3Ky MIX
TEIUIOBKJIAACHHSIM, OpakoM 1 OKYIHICTIO poOOTH30BaHOI cucTeMu. ABTopu TyOmikamii [5] mokazamum
CKJIaJHICTh MPaBHJIBHOTO BU3HAueHHs gross heat input B OyroBoMy 3BaproBaHHI Ta BIUIUB MOXHUOOK
KaJOPUMETPUYHUX METOJIB, IO € BAXIUBUM i1 O0EPEKHOTO BUKOPHCTAHHS PO3PAaXyHKOBOI GOpMyIH
TEIIOBOTO TIPOIECY Y MPUKIATHUX JOCTIDKEHHAX. Y Tpami [6] y3araJlbHIIN MiTX0Id 0 TEIUIOBOTO i
CTPYKTYpHOT'O MOJEJIOBaHHS JyrOBOTO 3BApIOBAHHSA, BKIIOYAIOUM TEMIEpaTypHi mois, Aedopmarii ta
3aJIMIIKOBI HANpYXXEHHS, OJHAK Il MOJEINi 3A4eOUIBIIOro He IHTErpoOBaHi 3 MUTAHHSIMH POOOTH30BaHOI
peaiizaiii nporuecy. JocmiKeHHs BUKJIAASHI B [7] 1OBEIU JOIUIBHICTH TEIJIOBOI'O MOHITOPUHIY 3aHBOT
YaCTUHH 3BapIOBaJbHOI BAaHHU 3a JOMIOMOIOIO JIBOKONIPHOI MipOMETpii, ajie 3arporOHOBaHMH ITiJIXi]
notpedye CHeuiasi30BaHOTO BHMIPIOBAJLHOTO OOJNIaAHAHHS Ta HE 3aBXOU NPUAATHUHA UIS THUIIOBOT
MPOMHCIOBOI KOMipKkH. ABTOpU [8] 3amporoHyBasu TPOTHO3YBAaHHS MPOIIaBICHHS iH(pauepBOHUM
TEIUIOBUM IPOMIHHSAM, MAaIIMHHAM 30poM 1 ANN-Mozaem o, o0 HiATBEPIKYE IEPCHCKTUBHICTD
TEIUIOBI31{HOr0 KOHTPOJIIO, O/IHAK TaKa cucTeMa NoTpedye N0AaTKOBOI Bamigamii Uil pi3sHUX MaTepialiB i
peXuMIB 3BaproBaHHsi. Y mpaui [9] BHKOHATM CHCTEMAaTHYHHHA O] pOoOOTH30BAHOTO 3BAPIOBAHHS B
MOPCBHKHX KOHCTPYKIIISIX 1 MOKA3aJIM MepeBaru aBTOMaTU3allii JJisl IKOCTi, POJLyKTUBHOCTI Ta O€3IeKH, ae
raimy3eBa crienudika 0OMexXye 3aCTOCYBaHHS B IIMPOKiH MaIIMHOOY/iBHIN raiy3i BUpOOHHIITBA. ABTOPU
npaui [10] y1ockoHamuIu METOIMKY PO3PaxyHKY OKYIMHOCTI MPOMHUCIOBHX pOOOTIB, HAroJOUIyIOYM Ha
notpebi BpaxyBaHHS IIMPIIOr0 HAOOpy BUTpAT 1 3ao0lIa/KeHb, OJHAK IXHIM MiAXiJg HE aeTani3ye
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TEXHOJIOT1YHI MPUYKUHU (HOPMYBaHHS €EKOHOMIYHOTO e()eKTy Y 3BaproBaHHi. ¥ c¢tatTi [11] mopiBHsIIN pydHe
i aBTOHOMHE ITiHIHE 3BapIOBAaHHS 32 TOYHICTIO, SKICTIO Ta TPUBAJICTIO OMEpPAIlid, MPOTE MTOCITIIKESHHS
CTOCYETBbCA CIEU(PIYHOTO THUIy MOOUIBHOTO 3BapIOBAIBHOTO poOOTAa 1 HE OXOIUIIOE TOBHOLIHHY
NPOMHCIOBY pOOOTH30BaHy KOMIpKy. Y pesyibTarax JociipkeHb [12] 3ampomnonyBamu —smart
manufacturing-mmiaxix g0 onTuMizaliii po60TH30BaHOTO 3BaprOBaHHs 3 BUKopHcTaHHAM CAD, MaiHHOTO
30py Ta reinforcement learning, ame Mozenb Mae MEPEBAXKHO AITOPUTMIYHHIA XapakTep i morpedye
00epexXHOTO 3aCTOCYBaHHA [UIsl BHUPOOHMYMX EKOHOMIYHUX OIIHOK. Y mpami [13] momamm
(dyHIaMEHTaIbHUN OINMUC MPOMUCIOBUX POOOTIB, TXHIX 3aCTOCYBaHb, POOOYMX KOMIPOK, iHTErpamii Ta
MpOrpaMyBaHHs, OJHAK IIe JUKEPEIOo € 0a30BUM POOOTOTEXHIYHUM PO3/IIIIOM 1 HE PO3KPUBAE CIICILiaIbHY
Terwto}i3uKy 3BaproBaNIbHOrO mporecy. Y mpaisix [14—16] po3risiHyTO MpOEKTyBaHHS TEXHOJOTTYHOTO
OCHAII[EHHS 1 MITbOBHX MEXaHI3MIiB MAaHIMyJTIOBaHHS JJs BUPOOHHYHM CHUCTEM, IO Ja€ PO3MIUpPEHi
MOJKJIMBOCTI JIJIs 3a0€31eUeHHs] HOBUX TIOTPIOHUX XapaKTepUCTUK (PYHKIIOHYBaHHS TOTIOMIXKHOI YaCTHHU
poOOTH30BaHOT 3BapIOBABHOI KOMIpPKH, 30KpemMa OasyBaHHs, (Qikcarii, TO3WIIIOHYBaHHI Ta
MaHiIyJIIOBaHHs 3arotoBkamu.Y poOorax [17, 18] 3ampornoHOBaHO MeEXaTpPOHHI NPHUCTPOI 3aTHCKY
MWIIHAPUYHUX 00’ €KTIB, IO CIPHUIE MOKIMBOCTI PO3BUTKY MEXaHi3MiB JUIsl peallizalli HOBUX PEXHUMIB
¢ikcarii Ta MaHITyJTIOBaHHS 00’ €KTOM 3BapIOBaHHS.

OTxe, HasgBHI JOCTI[UKEHHS [JOCTaTHHO IIOBHO PO3KPHBAIOTH POOOTH30BaHE 3BAPIOBAHHSA,
OTNITUMI3AIIiI0 TapaMeTPiB, TEINIOBE MOJICIIIOBAHHS, MOHITOPHHT 1 PO3paxyHOK OKYITHOCTI, aie Ii HalpsMu
MEPEBAXHO  PO3MIIAAIOTECS  OKpeMo. HemocTaTHRO — OmpanboBaHMM — 3ANMIIAETHCS  KOMILJIEKCHE
OIIHIOBaHHS, Yy SKOMY CTaOiIBHICTh TEIIOBOTO e(eKTypOOOTH30BAHOTO 3BapIOBAIBHOTO IMPOIECY
0e3mocepeTHRO OB’ I3YETHCA 10 SKOCTI IIBA, PiBHANE(PEKTY, MPOTyKTHBHOCTI Ta EKOHOMIYHOI TOITBHICTI
BITPOBA/IXKEHHSI pOOOTU30BAHOTO KOMILJIEKCY.

MeTtoauka nochaig:keHHs. J(OCIiPKeHHS BHKOHYBAJIM Ha OCHOBI TMOPIBHSJIBHOTO OITIHIOBAHHS
py4YHOTO Ta POOOTH30BAHOTO AYTOBOTO 3BapIOBAHHA 33 TEXHIYHMMH, TEIDIOMI3MYHUMH, SKICHAMHU Ta
CKOHOMIYHMMH ITOKa3HUKaMU. SIk 0a30BHI ClieHApiil PO3IJISAaNd TPAJAMIIIMHE PYYHE 3BApIOBAHHS, a K
MOJIEpHI30BaHUN METOJ— BHKOPHCTaHHS POOOTH30BAHOTO 3BAPIOBAILHOIO KOMILIEKCY, IO 3a0e3mnedye
MpOrpaMoBaHe TEepPEeMIIIeHHs MaJbHUKa, CTaOLTi3allil0 TPAEKTOPii Ta MOBTOPIOBAHICTh TEXHOJIOTIYHHX
pexumiB (puc. 1).

OnepaTop i TexHonoriHe
3aB[1aHHA

!

CucTEMa KepyBaHHA

/ procTIRRRHTD KNTTENS)

TPOMUCNOEHI PoGOT

TMO3MLIOHED 3arOTOBKNH

. l

3aco0n Gesnekn

| CeHCopH |

KepoBaHi NapameTpn CTpyM
Hanpyra WBMAKICTL

— /

| DOpPMYBaHHA 383PHOTO LB

3aroToBKa

3BapIoBanbHMIA NanNbHUK

KUHTDUJ’Ib AKOCTI

OuiHKa edeKTMBHOCTI
KoMnnexcy

e

MPOaYKTHEHICTL

PiseHb Gpaky CTa0ineHICTE TENNOBKNAREHHS EKOHOMIMHHA ekt

Puc. 1.CTpykTypa poG0TH30BaHOI0 3BAPIOBAJILHOI0 KOMILJIEKCY SIK TEXHOJIOTIYHOI CHCTEMU
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Terutodi3nynuii cTaH MPOLECY OLIHIOBAIM 338 PO3PaXyHKOBHM ITOKA3HUKOM JIIHIHHOTO TEILIOBOTO

edexTy:

q= (UD, (1)

ne: Q- miHiHuE TeroBui edekt, x/MMm; 1 — koediuieHT edekTuBHOCTI Teronepenadi; U —

Hanpyra ayru, B; [ — 3BaproBaibHuil cTpyM, A; V— MIBUIKICTH 3BaprOBaHHs, MM/C. Takuit miaxia 103BOJISIE
00’eqHaTH CTAOUTBHICTD KEPOBAHHMX ITapaMETPiB POOOTH3O0BAHOTO IPOIECY 3 YMOBaMH (OPMYBaHHS
3BapIOBAJILHOI BaHHU Ta SIKICTIO IIBa.PiBHOMIpHICTH NHpoOLECY OLIHIOBAaJM 32 BiJHOCHOI MiHJIUBICTIO
OCHOBHHX ITapaMeTpiB 3BaproBaHHs. J[JIs1 ITbOr0 BUKOPHCTOBYBAIN KOShIIIIEHT Bapialtii:

CV=(o/x) 100%, (2

Jie: ¢ — CTaHJapTHE BiAXWJICHHS MapaMeTpa; X— Horo cepenHe 3Ha4eHHs. [y NOpiBHAHHS pyYyHOTO
Ta POOOTH30BAaHOI'O 3BaplOBaHHA aHajdi3yBanu 3MiHy CV 1uig IIBHMAKOCTI NepeMillleHHs, JiHIHHOTO
TEIUIOBOTO e(heKTy Ta reOMETPUYHHX MapaMeTpiB IIBa.

SIxicTb 3BapiOBaHHs OLIHIOBAJIM 3a PiBHEM Opaxy, IOBTOPIOBAHICTIO T€OMETpIi 1IBa Ta CTa0lIBHICTIO
(hopMyBaHHS 3BapHOTO 3’ €qHaHHSI. BUpoOHNYY e(eKTUBHICTh BU3HAYAIM 33 TPUBANICTIO TEXHOJIOTIYHOTO
UKy, TPOAYKTHBHICTIO, TPYAOMICTKICTIO OIepamiii i 3aBaHTaKEHHAM oOnaaHaHHsI. ExoHOMiuHY
e(EKTHBHICTH OIIHIOBAJIH 33 PIYHUM €KOHOMIYHUM €(PEKTOM i OPIEHTOBHUM TEPMiHOM OKYITHOCTI:

Tw=K/Ey, 3)
ne: Tpp — TepMmiH OKymHOCTI, pokiB; K — mouaTkoBi iHBecTHIiiHI BUTpaTH, rpH; Ey — piunuit
CKOHOMIYHMH e()eKT, TPH/PIK.

PesynpTatn TOpIBHAHHS y3aradpHIOBAJIM Yy BHIIIAAI TaOmuOb, y SIKUX Ui PYYHOro Ta
poboTH30BaHOTO 3BaproBaHHs mopiBHIOBanu napamerpu I, U, v, qi(piBeHb nedekTy, TpUBaNiCTh LUKITY,
MPOAYKTUBHICT, BUTPATH). [HTEpIIPETAII0 pe3yabTaTiB BUKOHYBAIU 3 MO3MIIii TOTO, IO €KOHOMIYHHI
edexT poboTu3zanii GopMy€eThCS HE JIMIIE 32 PAXYHOK CKOPOUEHHSI TPYAOMICTKOCTI, a i yepe3 cTadimizamito
TeIo(i3MYHIX YMOB MPOLECY, 3MEHIICHHS BiIXWICHb SAKOCTI Ta 3HIDKEHHS BUTpatr Bia nedexrtis./lms
OILIIHIOBaHHs BIUIMBY PoOOTH3allli Ha TEIIo(i3HuHI MapaMeTpu IpOoIeCy PO3MIIHYTO OAHY CTaHAApTHY
3BapIOBaJIbHY OIEpalliro. 3arajbHa TPUBAIICTh OINEPALii JJIs1 PyYHOIro 3BaproBaHHs craHoBHIa 10 XB, a 11
poboTtuzoBanoro — 6 xB. st TernodisHuyHOro po3paxyHKy BpaxOBaHO caMe Yac OCHOBHOT'O 3BapIOBAHHS,
OCKIUIbKM JTIHIHHUHA TEIUIOBHH e(QeKT BU3HAYAETHCS MapaMeTpaMy IYI'M Ta IIBUAKICTIO MEpeMilleHHS
naJbHUKA M1 9ac popmyBanus mBa.[IpuitHsITO, 1110 TPUBAIICTH OCHOBHOTO 3BapIOBAHHS CKOPOUYYETHCS 3 5
xB g0 3 xB, T00TO0 Ha 40%. Takuii piBeHb CKOpPOUYEHHS BIANOBITAE CYYACHUM JIOCIHIHKCHHAM
aBTOMATH30BaHOTO JIHIMHOTO 3BaplOBaHHS, Ji¢ BCTaHOBICHO mpuOMM3HO 40% 3MEHIICHHS 4acy INpH
BUKOPHCTaHHI 3BaproBaibHOTO podoTa [10].

BukjiaieHHsI OCHOBHOro Matepiajy mociigxkeHHsi. PoOOTH30BaHMI 3BaprOBAlbHUN KOMILICKC
PO3TIIANAETECS SIK TEXHOJIOTIYHA CHCTEMa, IO MOEAHYE MPOMUCIOBHI POOOT, 3BapIOBANbHE IXKEPENo,
MAJIGHUK, CHUCTEMY IMO3HIIIOHYBaHHS 3arOTOBKH, 3acCOOM IPOTPaMyBaHHS TPAEKTOpii Ta eIEeMEHTH
KOHTPOJIIO TlapaMmeTpiB mpoliecy. Ha BiMiHy Bil pYYHOTO 3BaplOBaHHsS, Taka cHCTema 3abe3rnedye
MTOBTOPIOBAHICTh IOJIOKEHHS TMajJbHUKA, CTaOUTBHICTh IIBHAKOCTI IMEpEeMIllleHHS Ta MEHIIWH BILTUB
JFOJICHKOTO (hakTOpa Ha GopMyBaHHS 3BapPHOTO IIBA.

lonoBHMM  TerIOGi3MYHUM TMOKAa3HHKOM Ipoliecy € JiHiiMHWE TeruoBuil edekt (), sk
BU3HAYAETHCS CTPYMOM, HANPYTOI0, IIBUAKICTIO MEPEMillleHHS MaTbHUKA Ta KOe(ilieHTOM eeKTUBHOCTI
tertonepenadi. s poOOTH30BaHOTO 3BaplOBaHHsS OCOONHMBO BAXKIMBOIO € HE JIMIIE BEJIMYUHA ), a U
CTaOUTBHICTH IIHOT'O TTOKA3HUKA B3JIOBXK TPAEKTOPIT IIBa. 3MEHIIICHHS KOJIMBAHb IBUIKOCTI Ta TOJI0KCHHS
MajgbHUKAa Ccopuse OimbIn  piBHOMIpHOMY (DOpPMYBaHHIO 3BaplOBAIbHOI BaHHHU, CTAOUTBHIIIOMY
MPOIIABJIICHHIO Ta 3HM)KEHHIO WMOBIpHOCTI NOsiBM AedekTiB.IIopiBHSIHHS pydHOro Ta poOOTH30BaHOTO
3BapIOBaHHS [OILIJIBHO BHUKOHYBaTH 3a YOTHPMa IPyIaMH IMOKa3HHKIB: TEIUIO(MI3MYHUMH, SKICHHUMH,
BUPOOHHUYMMH Ta KOHOMIYHMMH. J10 Teriohi3MUHMX [MOKA3HUKIB HAJIE)KaTh CTPYM, HAIpyra, IMIBUIKICTh
3BaplOBaHHA 1 JiHIHHUE TeruioBuid egekT. SIKiCHI TMOKa3HUKH OXOIUTIOIOTh PpiBEHb JAe(eKTy,
MOBTOPIOBAHICTh TreoMeTpii IBa Ta CTaOUIBHICTE (opMyBaHHS 3BapHOro 3’€AHaHHS. BupoOHMui
MOKAa3HUKH XapaKTePU3yIOTh TPHUBAIICTh TEXHOJOTIYHOTO IHKIY, MPOAYKTHBHICTH i TPYAOMICTKICTh
orepauiii. EKOHOMIUHI MOKa3HUWKM BiOOpakalOTh BUTPATH, €KOHOMIUHMHA e(eKT i TepMiH OKYIHOCTI
poOOTH30BaHOrO KOMIUIEKCY. BrmuB crabimizanii Temnogi3nyHuX mapaMeTpiB Ha SIKICTh 1 epeKTUBHICTH
POOOTH30BaHOTO 3BAPIOBAHHS HABEJICHO HA pHC. 2.

Po3paxyHOK mpupoCTy MPOAYKTHBHOCTI
AP=(P1—P0)*x100%, 4)
ne Po=48 mr./3MiHy — IPOAYKTUBHICTH JJO BIPOBAHKCHHS;

P1=80 mIT./3MiHy — IPOAYKTUBHICTb IIiCJIsS BIPOBAKCHHSI.

AP=((80—48)/48)x100%=66,7%.
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Omxe, IPOAYKTUBHICTE 3pociia Ha 66,7%.

PoboTtnaosanmin
3BAPIOBANBHUIA KOMMMEKC

'

CraBinisauia TpaexkTopii
nanbHWKa

!

Cra6inizauia wenakocTi
3BapOBaHHA

Crabinizauia nonoxeHHs
nansHuKa

'

MoeTOpIOBAHICTE
TEXHONOM4YHOro pexuMy

Y3rogmeHe KepyBaHHA
CTPYMOM Hanpyro Ta
LWBWAKICTHO

!

Crabinizauia gyrosol exHeprii

'

Crabinisauis niHifHoro
TennoBKNageHHA

!

CrabineHiwe dopMysaHHa
3BaplBanbHOl BaHHK

'

PieHOMipHiwe nponnaeneHHs

MeHwi sigxuneHHa reomeTpii
wea

CrabinkHiwa 3oHa TepmivHoro
BNNMBY

!

3HWKEHHA piBHA aediekTis

'

3pocTaHHA BUXoaY NpWaaTHoi
npogykuii

MigBMLWEHHA NPOAYKTUBHOCTI

3MeHWeHHA BTpaT Big Bpaky

Puc. 2. Bnius crabinizanii TemiogisuaHuX napaMeTpiB Ha SIKICTh i eeKTHBHICTD
POGOTH30BAHOIO 3BAPIOBAHHSA

Po3paxyHOK CKOpOYEHHS TPUBAIOCTI TEXHOJIOTTYHOTO IUKITY

At= ((to—tl)/ to)X100%,

MinBULLEHHA TEXHIKO
eKoHOMIYHOT ethekTuBHOCTI
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ne t=10 XB — TPHUBAJICTh NHUKIY IO BIPOBADKEHHS;, [1=6 XB — TPHBANICTb ITUKIY IIICIIA

BIIPOBAIPKCHHA.

piBHS

At=(10—-6) /10 x100%=40%
OTke, TPUBANICTh TEXHOJIOTTYHOTO UKy 3MeHIunacs Ha 40%.
Po3paxyHok 3MeHIICHHSI piBHS Te()EKTYy.
AOCOITIOTHE 3MEHIIICHHS OpaKy:
ABaps =Bo—B1=10—3=7 B.11. (6)
BignocHe 3MeHIIIEHHS OpaKy:
ABre= (BO_Bl)/BO x-100%, (7)
AByrei= (10—-3)/10 x-100%=70%.
Otxe, piBeHb OpaKy 3MEHIIMBCS Ha 7 BiICOTKOBHX MYHKTiB, 200 Ha 70% Bif MOYaTKOBOTO PiBHS.
Po3paxyHok npupocTy npuaaTHOL MPOTYKIIii.
KinpkicTh TpumaTHOT IPOAYKIIii 1O BIIPOBAIKCHHS:
Qo=Po(1-Bo), (8)
0=48(1-0,10)=43,2 mT./3minHy.
Q:=80(1-0,03)=77,6 mir./3miHy.
AQ=((77.6—43.2)/43.2)x100%=79,6%.
Otke, BUITYCK NPUAATHOT MPOAYKLii 301bIyeThest Ha 79,6%.
Po3paxyHoK 3MiHU 3aBaHTaKEHHS 00JIaHAHHS
AK; = (Kzl—Kzo)/Kzoxloo%, (9)
ne Kzo=65%, Kz1=85%.
AKz=(85-65)/65 x100%=30,8%.
AbcomroTHe 301IbIIeHHS CTAaHOBUTH: 85—65=20 B.1I.
OTxe, 3aBaHTaXKCHHs 001aTHAHHSI 3pociio Ha 20 BiJICOTKOBUX MYHKTIB, a00 Ha 30,8% Bix 6a3zoBoro

Po3paxyHOK CKOpOYEHHs OTPeOHr B IEpCOHAI
AN=(No—N1)/No x100%, (120)
1e No=4 ocodu, N1=2 ocobu.
AN=(4-2) /4 x-100%=50%.
OTxe, moTpeda B 00CITyroByt0UOMY epcoHaii 3MeHIryeTscst Ha 50%.
Ternno¢iznuHe MOSICHEHHS OTPUMAHUX pPeE3yJbTAaTIB OOIPYHTOBAHO PO3PaXyHKOBOIO

MOEILIIO.

14 po3paxyHKy BUKOPUCTaHO TUIIOBHI peXHM aBTOMaTH30BaHOro 3BaproBaHHs: [=150 A, U=18 B,

v=3.33 mm/c, mo BiamoBigae arcenergy E=0,810 x/[x/mMm. CraOimizaiio Hporecy OILIHEHO dYepes
3MEHIIICHHS CEPEeIHLOTO BiAXMICHHS mBa 3 2,5 mo 0,8 MM, cragmapTHoro BiaxmiueHHS 3 1,2 mo 0,3 mwm,
koedimienTa Bapiauii 3 48% 10 37 % Ta iimoBipHocTi AedekTy 3 0,10 mo 0,03.

HpHﬁMa€M0, J11(0) HOpiBHIO(JTLCH OJHaKOBa JOBXXHHaA IIIBa L, a CKOpPOYCHH:A YacCy OCHOBHOI'O

3BapIOBAaHHA 3 5 70 3 XB JIOCATAETHCS 32 PAXyHOK 30UIBIICHHSI IMIBUIKOCTI IMEPEMIMECHHS TaJbHUKA. J1is
MOJENBHOIO PO3PAaXYHKY BHUKOPUCTAaHO THUIOBUM PEXHM aBTOMATHU30BAHOTO 3BapioBaHHS: [=150 A,

U=18

B, v=20 cm/xB, T00TO 3,33 MMm/C.
two=5 xB, tw1=3 xB; V=20 cM/x8=200 Mm/xB=3,33 Mm/c.
JloBkrHa miBa i1 MoaeibHol onepaitii: L=votw=200-5=1000 Mmm
[IBuAKICTE POOOTH30BAHOTO 3BAPIOBAHHS JIJIS TIET CaMOi JOBKUHH II1BA:
vi=L/ tw1 = 1000/3 = 333,3 MmMm/xB=5,56 MmMm/c.
OTxe, MBHUIKICTH MEPEMIMIECHHS TATHHUKA 3PDOCTAE Y:
v1/Vo = 5,56 / 3,333 = 1,667 pasu.
Po3paxyHOK AyTrOBOi eHEprii Ha OJUHHUITIO TOBKHHH.
J1s IHKEHEPHOI'0 PO3PaxyHKY JOLIILHO BUKOPUCTOBYBATH CIIOYATKY TyrOBY €HEPIilo:
E=Ul/v (11)
ne E—~ nmyroBa eHeprisi Ha OJWHUIIO NOBXUHH, J[x/mm; U — wmampyra, B; I — ctpym, A;

V — IIBUJIKICTh 3BapIOBAHHS, MM/C.

MM/C:

JlJis pyqHOTO BapiaHTy:
En=1073-18-150/3,3= 0.810 kJIx/MM
SAx10 micis poOoTH3aLil 3ATUIITUTH TOH CaMUI CTPYM 1 HaIIpyTry, ajie 301LIbLIINTH IBUIAKICTH 10 5,56

E;n=1073-18-150/5,66= 0,486 xJx/MM
BignocHa 3MinHa:
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AE=((0,486—0,810)/0,810) x100%=-40%.

OTxe, TPOCTE CKOPOUYCHHS Yacy OCHOBHOT'O 3BapIOBaHHA 3 5 10 3 XB 0€3 KOPHUTYBaHHS PEKUMY
3MEHIIy€ OYrOBY CHEpPril0 Ha OJUHHUINI0 JOBXHMHM NpuOnu3Ho Ha 40%.1le o3Hauae, mio miABHIICHHS
LIBUIKOCTI pOOOTH30BaHOTO 3BapIOBaHHS came MO co0i He rapaHTye CTaOlIBHOCTI TeMIO(i3UIHUX YMOB
dhopmyBaHHS 1IBA.

YMoBa ctabiizalii TerIoBoro mporecy.

JlinifHWITEIDIBUIIPOIIEC MOXKHA TTO/IATH SK:

g=nE=nUl/v (12)

me M — JiHIAHE TeIUIOBKIaAeHHA. OCKiIbKH TOYHE BH3HAYCHHS (DAKTHYHOTO TEIUIOBKIIAICHHS

3aJIeKUTh BiJ] YMOB IpOIIeCy, MaTepiaily, pO3MipiB 3pa3ka Ta TEIUIOBHX BTPAT, Oro moTpiOHO TPaKTyBaTH
0bepexHoO.

J1s 30epeKeHHsI CTaIoro Termioro e)ekTy moTpioHo:

Qiz=Co- (13)

U1|1/V1 = Uo|o/Vo,

Skimo ne=n1, Tomi:

3BiacH:
U1l1= Uolo vilvo, (14)
U11:=18-150-1,667=4500 Br.
IToyaTkoBa 1yroBa NOTYXHiCTh:
Po=Uolo=18-150=2700 Br.
HeoOxinHa notysxHicTh a1t 30epesxkenns B =0.810 x/Ix/MM mpH IIBUAKOCTI 5,56 MM/C:
P1=4500 Br.
[Ipupict HeoOXinHOT AYTOBOI MOTYKHOCTI:
AParc=4500—-2700/2700x100 %=66,7%.
Po3paxyHKOBY OIiHKY BIUTUBY poOoTHu3alii mogano y Tabmurr 1.
Tabn. 1
Po3paxyHkoBa oniHka BIVIMBY po0oTH3anil Ha IIBHAKICTH 3BapIOBaHHs, AYTOBY €HEpPrilo Ta
YMOBHM cTa0li3anii Teni0Boro npouecy

Pobomuzosane .
Pyune Pobomuszosane 36aproganns 3i
Hoxasmux 36APIOBAHHS seapiosansl 6es cmabinizayicro (q))
P xopexyii (U) % 1
Yac OCHOBHOI'O 5 3 3
3BapIOBaHHS, XB
JoBxuHa 1miBa, MM 1000 1000 1000
IIBuakicTh, MM/C 3,33 5,56 5,56
Crpym, A 150 150 BU3Ha4YaeThess WPS
Hanpyra, B 18 18 BHU3Ha4YaeThess WPS
§¥r03a notyxHicte (UI), 2700 2700 4500
Jlyrosa  enepria  (E)), 0,810 0,486 0,810
KJK/MM
Bignocna 3mina (Ej), % — - 40,0% 0%

Le#t pesynpTar 03HaYae, MO0 CKOPOUYCHHS Yacy OCHOBHOTO 3BaproBaHHsS Ha 40% came mo coOi He
rapaHTye CTaOUIbHOCTI TEIUIO(MI3MYHUX YMOB. JSIKIIO POOOTH30BAHHM KOMILICKC JIHIIE 301IbIIye
LIBUIKICTh IMEpeMillleHHs NainbHuKa, ane He kopurye U, | a0o iHImI mapameTpu pexumy, JTiHIHHUN
TEIUIOBHN €(eKT 3MEHIIyeThes. Lle Moxe 3MIHUTH YMOBH NMPOIUIABIICHHS, IIUPHHY 1B, 30HY TEPMIYHOTO
BIUIMBY Ta WMOBIpHICTh AedekTiB. TakuM YHMHOM, JIOTIKY 3MIH MOXKHA IPEICTABUTH y BHIJISII
MOCIIIOBHOCTI: poboTu3alis — crabimizanis v, U, I — cradimizamis ql — ctabiabHilna reomMeTpis Ipa —
3HWKEHHS piBHA AedekTHocTi Lle BinnoBigae cyyacHUM poOOTH30BaHUM MiIX0AaM, Y SIKUX MiATPUMAaHHS
CTaJIOTO TEIUIOBKIIAJICHHSI MOYKE 3a0€31eUyBaTHCS aJIJAIITUBHIM TUIAHYBAaHHSIM IIBHJIKOCTI Ta TPAEKTOPIi

[Noka3HHUKH SKOCTI.

Otpumanuil pe3ynbTaTr HOKaszye, MO ePEeKTUBHICTb POOOTU30BAHOIO 3BAPIOBAJILHOTO KOMILIEKCY
MOBHHHA OLIIHIOBATHCS HE JIUILE 32 CKOPOUEHHSIM TPUBAJIOCTI omepauii, a i 3a 3MaTHICTIO MATPUMYBAaTH
cTalOinpHui TerutoBuit edekt. Came crabimizaris cmiBBigHomeHHs Mix U, I ta v € Temnodizuunoro
OCHOBOIO MiJBHILECHHS MOBTOPIOBaHOCTI (hopMyBaHHs IBa. HenpsmuMm miATBepIKEHHSIM cTadimizammii
MpoIIeCy € MOKPAIICHHA CTAaTUCTUYHUX IMOKAa3HWKIB sKOCTI mBa. CepenHe BiOXWICHHS reoMeTpii IBa
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3meHimIocs 3 2,5 10 0,8 MM, ctanmaptHe BigxuwieHHs — 3 1,2 10 0,3 mm, a iiMoBipHICTh aedekty —3 0,10
1o 0,03.
3MEHIIIEHHS CePEeTHBOT0 BiIXMIICHHS I11Ba;
Ad = (2,5-0,8)/2,5%100%=68%.
3MEHILIEHHS CTaHAAPTHOTO BiXUICHHS:
Ao=(1,2-0,3) /1,2x100%=75%.

3MeHIIeHHS WMOBIPHOCTI e eKTy:

Apq=(0,10-0,03)/0,1x100%=70%.

Po3paxyHKOBO BCTaHOBIICHO, III0 CKOPOUYCHHS YaCy OCHOBHOTO 3BapPIOBAHHS 3 5 10 3 XB 32 HE3MIHHHIX
3HaYeHb CTPYMYy Ta HAMpPYTH MPHU3BOJIUTH JO 30UIBIICHHS IIBUAKOCTI TEPEMIIICHHS MNalbHUKA Ta
BiJIMTOBITHOTO 3MEHIIIEHHS TyTOBOi eHeprii Ha oxaunuIio gosxunan 3 0,810 no 0,486 x/x/MM. Pazom 3 Tum
PUCYHOK 3 TIOKa3ye, IO IpH pOOOTH30BAHOMY 3BapIOBaHHI 31 CTaOUTI3AIl€I0 TETUIOBKIIAICHHS IyroBa
SHepris MiATPUMYEThCS Ha piBHI pyuHoro 3BaproBaHHs (0,810 k/x/MM) 3a paxyHOK Y3rOI>KEHOTO
KEepyBaHHS CTPYMOM, HAPYTOIO Ta MIBUIKICTIO IEPEMIIIICHHS NMalbHUKA. TakuM YMHOM, poOoTH3aIis 0e3
KOPEKIIiT pPeXuMy MPHU3BOJIUTH JO 3HWKCHHS TCIUIOBKJIAJCHHS, TOIl SIK POOOTH30BaHE 3BaprOBaHHS 31
crabimizamiero 3a0e3neuye 30eperKeHHsT HEOOXITHUX TeIUIo(pi3NIHUX YMOB (hopMyBaHHS mBa. HermpsMum
MiTBEPHKSHHSM iABUILEHHS CTa0lIBHOCTI MPOIIECY € 3MEHIICHHS CEPETHhOTO BiIXMIIEHHS 1mBa Ha 68,0
%, cTaHgapTHOrO BigxuiaeHHs Ha 75,0 % i iimoBipHOCTI nedexty Ha 70,0 %

0.9
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=

x 0.6 4
=

= 0.5 4
—
&

I 0.4 4
[}
o

S 0.3 4
>

= 0.2 4

0.1 4

0 -

L] T T T
PyuHe Bes kopekuii 3i crabinizaujero

Puc. 3. IlopiBHSIHHSI AYTOBOI eHePrii HA OAMHMIIO JOBKUHH VIS PYYHOI0 3BapIOBaHHS,
POGOTH30BaHOI0 3BAPIOBAHHS 0€3 KOpeKUii peskuMy Ta po00TH30BAHOT0 3BAPIOBAaHHS 3i
cTadimizanicro TenIoBKIaAeHHSA

Sk BUAHO 3 pHUCYHKa 3, poOOTH30BaHE 3BapIOBaHHA 0€3 KOPEKIl PEKHMY CYIPOBOIKYETHCS
3MEHIICHHIM JyroBoi eHeprii npuOiusno Ha 40 %, 110 MOXKE HEraTUBHO BIUIMBATH Ha TIIMOUHY
MIPOIIaBJICHHs Ta cTabinbHICTh (hopMyBaHHS 11Ba. BonrHOYac BUKOpHCTaHHS cTa0imi3amnii TeIIOBKIaICHHS
JO3BOJISIE MIATPUMYBaTH IYrOBY €HEPril0 Ha PIBHI PYYHOro 3BaplOBaHHSA, 3a0e3Medyloud HeoOXimHi
Terio(pi3uyHI YMOBH MPOLIECY Ta IiABHIIECHHS TOBTOPIOBAHOCTI SKOCTI 3BAPHOTO 3’ €JHAHHSI.

HoBu3Ha AOCHIIKCHHS TOJNSIra€ B YAOCKOHAJICHHI MiAXOMy O OIIHIOBaHHA €()EeKTHUBHOCTI
POOOTH30BaHOTIO 3BapIOBAIBHOIO KOMIUIEKCY LIUIIXOM MO€IHAHHS BUPOOHUYMX, SKICHUX, EKOHOMIYHHX 1
Termo(i3NUHUX MOKA3HUKIB mpoliecy. Ha BiMiHy BiJ MiXOiB, Y SKUX €(PEKTHBHICTH POOOTH30BAHOTO
3BapIOBaHHS OLIHIOETHCS TIEPEBAYKHO 32 MPOAYKTHBHICTIO, TPYAOMICTKICTIO 200 TEPMiHOM OKYITHOCTI, Y
poOOTI epeKTUBHICTh TOB’s3aHO 31 CTabimi3aliero JIHIHHOrO TEIIOBOTO e(eKTy, IO BHU3HAYAETHCS
Y3rO/KEHUM KEPYBAaHHSM CTPYMOM, HAmpyrolo Ta IIBUAKICTIO NEpEeMILICHHS NajbHUKA. Y poOoTi
MOKa3aHo, 10 CKOPOUYCHHS Yacy OCHOBHOTO 3BapIOBaHHS 3 5 710 3 XB 32 HE3MiHHHUX CTPyMy Ta Hampyru
MPU3BOJIUTH JI0 3MEHIIIEHHS AyroBoi eHeprii Ha ofguauIto goBxuan 3 0,810 mo 0,486 x/x/mMmM, ToOTO Ha
40,0%. Lle oOrpyHTOBYE HEOOXITHICTH HE JIMILE IMiABUILECHHS IIBUIKOCTI POOOTH30BAaHOTO 3BapIOBAHHS, a
i cTabinizarii Termodi3naHUX mapaMeTpiB MPoLecy.

VYIOCKOHAJIEHO PpO3paxyHKOBY CXEMY OI[iHIOBaHHS pOOOTH30BAHOTO 3BaplOBaHHS, y SKil
TEXHOJIOTIYHUHN eeKT MOAaHO Yepe3 MOCHTiIOBHICTh: cTadlmi3amis TpaeKkTopii manbHUKa — cTabuTizalis
HIBUJKOCTI 3BaploBaHHA — y3rojpkeHe kepyBanHs U, I, v — cra0imizamisi TemiaoBoro edexkry —
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3MEHIICHHS BIIXWJICHb I'€OMETpii IIBa — 3HIKEHHS PiBHA JedekTHocTi. [IpakTuuHa BIAMIHHICTH
3aMpoNOHOBAHOTO MIiAXOAY IOJIATa€ B TOMY, IO BiH JI03BOJIAE MOSCHUTH SKOHOMIYHY €()EeKTHBHICTh
POOOTH30BaHOTO KOMIUIEKCY He JIMIIEe CKOPOYEHHSIM 4acy omepaii, a i miJBUILIECHHSM TOBTOPIOBAHOCTI
Tero(i3nyHIX YMOB ()OPMYBaHHS 3BapHOTO LIBA.

Bucnorknu.

1. ChopmoBaHO crcTeMy OIiHIOBaHHS €)EKTUBHOCTI pOOOTH30BAHOTO 3BaPIOBATIBHOTO KOMILIEKCY,
sKa TOEJHYE TEIUIo(i3uyHi, SIKICHI, BUPOOHNYI Ta €KOHOMIYHI MOKa3HUKH. J[0 TOJIOBHHX MapaMeTpiB
BiJTHECEHO CTPYM, HANPYyTy, MIBUJKICTH MEPEMIIIEHHS MAILHUKA, TYTOBY €HEPTil0 Ha OJWHUIIIO TOBXKHHY,
TMHIMHUA TerUIOBMIA e(eKT, BiIXWICHHS TreoMeTpii IBa, piBeHb Opaky, MPOAYKTHBHICTH 1 TEPMiH
OKYITHOCTI.

2. Po3paxyHKOBO BCTaHOBJICHO, L0 CKOPOUYCHHS 4Yacy OCHOBHOI'O 3BaploBaHHA 3 5 10 3 XB 3a
He3MIHHMX 3HaueHb cTpyMy =150 A i manpyru U=18 B 30inbl1ye MBUAKICTD MepeMillleHHs TalbHAKA 3
3,33 mo 5,56 mm/c. 3a TakuX yMOB AYroBa €HEPTis HA OJUHUINO JOBXWHM 3MeHInyeThes 3 0,810 mo 0,486
kJx/Mm, ToOTO Ha 40,0%. Lle miaTBepKY€E, MO MiABUINEHHS IBUIKOCTI POOOTH30BAHOTO 3BApPIOBAHHS
notpedye y3romkenoro kepyBanus U, [ Ta v s crabinizanii TemmoBoro mporiecy.

3. Tlokazano, mio craOimizaiiss POOOTH30BAHOTO TPOLECY CYMPOBOKYETHCS TOKPALICHHSIM
MMOKA3HUKIB SKOCTi 1mBa. CepefHe BiIXWIEHHS TeoMeTpii mBa 3MeHmmmiocs 3 2,5 mo 0,8 MM, T00TO Ha
68,0%; cranmaptHe BinxwieHHs — 3 1,2 10 0,3 MM, ToOTO Ha 75,0%; fimoBipHicTh nedekty —3 0,10 mo 0,03,
100TO Ha 70,0%. Lle cBimunuTh Mpo MiABUIIEHHS MOBTOPIOBAHOCTI (hopMyBaHHS 3BapHOTO 3’ €JHAHHSL.

4. 3a TpuBanocTi cranaapTHOI oreparii 10 XB IPOIyKTHBHICTh PyYHOTO 3BapIOBaHHS CTAHOBUTH 48
mT. 32 8-TOAMHHY 3MiHY, a 3a TPUBAJIOCTI poOoTM30BaHOi omepamii 6 xB — 80 mr./3miny. [Ipupict
MPOAYKTHBHOCTI CTAaHOBHUTH 606,7%, a BHITyCK NMPHIATHOI MPOAYKIIi 3 ypaXyBaHHSM 3HIDKECHHS Opaky 3
10% mno 3% 36impmyerscs 3 43,2 mo 77,6 mT./3mMiHy, TOOTO Ha 79,6%. OTXe, epeKTUBHICTH
POOOTH30BaHOTO 3BAPIOBATBHOIO KOMIUIEKCY (DOPMYETHCS HE JIUILE 32 PAXyHOK CKOPOUEHHS TPUBAJIOCTI
ormeparlii, a W 4epe3 crabuTi3aMil0 TEIUIOMI3MYHUX YMOB MPOIECY Ta MiJABUIIEHHS SKOCTI 3BApPHOTO
3’€IHAHHS.
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