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CIIOCOB MOBBIIIEHUS TPOYHOCTU CBAPHBIX COEIUHEHUI
TPYb U3 TEPMOIIVIACTUYHBIX IIOJIMMEPHBIX MATEPHUAJIOB

H. I1. CTAPOCTUH, M. A. BACUJIBEBA, O. A. AMMOCOBA, E. B. JAH3AHOBA®*, I". B. FOTBIH

OI'bYH Unctutyt npodnem Hedtu u raza CO PAH, yn. Oxrsadpsckas, 1, 677980, r. SIkyrck, Poccus

s ceapku HazpemuiM UHCMPYMEHMOM 8 pacmpyd mpy6 u3 mMepMONIACMUYHBIX NOIUMEPHBIX
Mamepuanos npednodtcen Cnocob NOBbIUEHUS NPOYHOCIU NOAYHACMbIX C8ApHLIX coedunenul. Cywnocmo
CBAPKU 6 YCIOBUAX HUSKUX MEMNEPAMYP OKPYIHCAIOWE20 030YXa COCTOUM 68 NPed8apUMenbHOM HOO002Pese C
2paoueHmubiM pacnpeoeneHuemM memnepamypsbl 8 KOHYax ceapugsaemvix mpyd. Hccnedosanu OunHamuxy
memMnepamypHo2o nois npu nooozpege KOHYa mpyovl ¢ 6HymMpeHHeu, a My@mol ¢ 6HeuHel NOBEPXHOCMU
cmopon. C nomowpio paciuema onpeoenuny HpOOOINCUMENbHOCIb NPed8apuUmenbHo20 nooozpesd, npu
KOMOpOoU 00Cmu2aemcs pacnpeoeienue memnepamypbl ¢ MEHbUUM SPAOUEHMOM HA CIMAOUuU KpUCmaiiu3a-
Yuu MepMOnIACMUYHO20 MAMEPUALA CEAPHO20 WEA, YMO 00YCI08IUBACH YMEHbUEHUE MEeMNePAMYPHbIX
Hanpsaxcenuil U nogviuieHue npounocmu  coeounenus. C  HOMOWDBIO  NOJYYEHHBIX — Pe3VIbMamos
MAMeMamuiecko2o  MOOeIUpo8anusi  Npoeeau  C6apKy  HazpemviM — UHCMPYMEHMOM 8  pacmpyo
noaunponunenosvix mpy6 mapku PPRC, PN20 63%10,5 npu pasmuunvix memnepamypax okpyscaroujezo
6030yxa. Dpdexmusnocms UCHONL306aHUA NPEOSAPUTNENLHO20 NOO0PEBA C 2PAOUEHIMHBIM PACHpeoeeHueM
memnepamypvl npu ceapke Uccied08dau ¢ NOMOWbIO OPUSUHATLHOU MeMOOUKYU OnpedeneHus npoyHOCHu,
KOMOopas, OMAu4aemcs mem, 4mo npu UCHbIMAHUAX paspyuienue oopasya npoucxooum UMeHHO No Mecmy
CNAABNIEHUSL MAMEPUANA C8APHO20 COeOUuHeHUs. Pe3yibmamul ucnvimanuii NOKA3AAU, Ymo npeosapumenbHbiil
nooozpes ¢ epadueHmHbIM pacnpeoeienuem memnepamypel npu ceéapke npu HUKUX MeMNepamypax
OKpYdHCcaroujeco 6030yxXa N0360Js1em NOGbICUNb NPOUHOCMb C8apHblx coedunenutl na 10—12%, no cpasnenuio ¢
NPOUHOCMBIO CEAPHBIX COCOUHEHUT, NOTYHEHHBIX NO 0elICMEYIOUWUM HOPMAMUBHBIM OOKYMEHMAM C8apKu mpyo.

KiroueBble c10Ba: cBapka HarpeTbIM MHCTPYMEHTOM B PacTpyO, MOJMIIPONMICHOBas TpyOa, MpelBapUTEIbHBIN
MOJIOTPEB, TPAANEHTHOE paclipe/ielieHHe TeMIepaTypbl, HU3KHE TeMIepaTypsl OKPY)KaloIlero
BO3/lyXa, apKTHYECKNI KIIMMAaT, UCITBITAHUS CBAPHBIX COSANHEHUH.

METHOD FOR IMPROVING THE STRENGTH OF WELDED JOINTS
FOR PIPES OF THERMOPLASTIC POLYMER MATERIALS

N. P. STAROSTIN, M. A. VASILEVA, O. A. AMMOSOVA, E. V. DANZANOVA*, G. V. BOTVIN
Institute of Oil and Gas Problems of Siberian Branch Russian Academy of Sciences, Oktyabrskaya St., 1, 677980, Yakutsk, Russia

For welding with a heated tool in the socket of pipes from thermoplastic polymeric materials, a method
has been proposed for increasing the strength of the resulting welded joints. The essence of welding in condi-
tions of low ambient temperatures consists in preheating with a gradient temperature distribution at the ends
of the pipes being welded. The dynamics of the temperature field is investigated when the end of the pipe is
heated from the inside, and the coupling from the external surface of the sides. Using the calculation, the du-
ration of preheating is determined, at which the temperature distribution is achieved with a smaller gradient
at the crystallization stage of the thermoplastic material of the weld, which leads to a decrease in tempera-
ture stresses and an increase in the joint strength. Using the obtained results of mathematical modeling,
welding of PPRC, PN20 63 x 10.5 polypropylene pipes with a heated tool at various ambient temperatures
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was car-ried out with a heated tool. The effectiveness of the use of preheating with a gradient temperature
distribution during welding was investigated using an original method for determining strength, character-
ized in that, during testing, the destruction of the sample occurs precisely at the place of fusion of the materi-
al of the welded joint. The test results showed that preheating with a gradient temperature distribu-
tion during welding at low ambient temperatures makes it possible to increase the strength of welded
joints by 10-12% compared to the strength of welded joints obtained according to the current regula-

tory documents for pipe welding.

Keywords: welding with a heated tool in the socket, polypropylene pipe, preheating, distribution of tempera-ture
gradient, low ambient temperatures, arctic climate, testing of welded joints.

BBenenue

CyIecTByIOIIE TEXHOJIOIHH CBAapKU W3MCIHH W3
MOJIMMEPHBIX MAaTEpUaioB IMO3BOJIAIOT MOJydYaTh Kade-
CTBEHHBIC CBapHBIC COCIMHEHUS NPH IOJOKHUTEIbHBIX
TeMIepaTypax OKPYKaroLIero BO31yXa, YTO OrpaHH4H-
BAaeT MOHTaX IOJUIPONMUICHOBBIX TPYO, NpOBENCHHUE
pEMOHTA TOJIMMEPHBIX HM3JIENIUi HAa OTKPHITOM BO3/yXe
IPU HU3KHX TeMIleparypax, B YCIOBHSX apKTHYECKOTO
KJIMMATa.

CBapka TOJMIIPONWICHOBBIX TpPyO, LIMPOKO
MPUMEHSIEMBIX B CHUCTEMaX XOJIOJHOTO U TOPSYETo
BOJIOCHA0)XEHHS, MPOU3BOIAMTCS HATPETBIM HHCTPY-
MeHTOM. [locne Toro kak TemiepaTrypa HOBEPXHOCTH
KOHIIOB TPY0 JOCTHIHET TEMIEPaTyphbl TEKYYEeCTH H
IUTaBJICHUS. TEPMOIUIACTa, WHCTPYMEHT YyHAIAIOT, a
COCIUHAEMBIC MOBEPXHOCTH NMPHBOAST B KOHTAKT H
OXJIAXKJAIOT Ha OTKPBITOM BO3/yXe 10 GpopMupoBaHus
CBapHOro IIBa. PexUM CBapKu MOJHUIPONHICHOBBIX
TpyO MpH JOMYyCTUMBIX TeMIIepaTypax OKpYKaloIIero
BO3JlyXa pErJIaMEHTUPOBaH HOPMATHBHBIMHU JIOKY-
MEHTaMH, COIJIACHO KOTOPHIM B CIIy4asX HEOOXOAUMO-
CTH TIPOBEJICHHsI CBAPKH MPH OTPULATENILHBIX TEMIIepa-
Typax BO3JyXa pabOThl PEKOMEHAYETCS! BBITIOJHATH B
YKPBITHSIX C 00€cIIedYeHHEM NPEeABapUTEIHHOTO 11010~
rpeBa 30HbI cBapku [1-2]. TlockoJabKy MOJHMMEpHBIC
MaTepHagbl MMEIOT HHU3KYIO TElJIONPOBOJHOCTh, B
YCIOBHSAX HHM3KHX TeMIIepaTtyp MNpeIBapUTeIbHbII
[IOJIOTPEB MOKHO OCYLIECTBHUTH B JIOKAJIbHOW 00JacTH
Ha KOHIIaX CBapuBaeMbIX TpyO, NMPUMEHss AJSA CO-
KpalleHUs NPOJODKUTEIbHOCTH CBAPKH HHCTPYMEHT
C TEMIIepaTypoil BBIIIE TEMIIEPATyphl OKPYKAIOLIETO
BO3JyXa M HIXXE TEMIIEPaTypbl pa3MAIrdeHHs I0JIU-
nponuiena. [Ipu 3ToM mocie npeaBapUTeIbHOrO I0-
JorpeBa HEOOXOJWMO OXJaXICHHE Ha OTKPBITOM
BO3JyXe JJIsi BHIPAaBHUBAHUSI TEMIIEpaTyphl, OJIM3KOE
K OJHOPOAHOMY, AN OOecHeueHHs KaueCTBEHHOTO
CBAapHOTO COEJIMHEHHUs B 3aJaHHOM MHTepBaje. [Ipo-
[[eCC OIIAaBICHHUA IIPU HTOM INPOBOIUTCA COIJIACHO
periaMeHTUPOBAHHOMY PEXUMY MpPH CBAapKe C Mpej-
BAapUTEIBHBIM IOJOTPEBOM H OXJIaXKICHHEM CBapHO-
0 COSAWHEHHS B TEIUIOM3OJLUOHHON Kamepe,
obecrnevynBaroIIeil IPOTeKaHHe TEIUIOBOTO Ipoliecca
B 30HE TEPMHYECKOTO BIHMSIHHS COCIUHCHHS IO 3a-
KOHOMEPHOCTSIM, OJIM3KHM IUHAMHKE TeMIIepaTyp-
HOTO IIOJII NP CBapKe B HOPMAJbHBIX YCIOBHSIX.
[IpoyHOCTH CBapHOrO COEIMHEHHUS COOTBETCTBYET
MPOYHOCTH COCIAMHEHUs, IMOJYYEHHON MNpu aomy-
ctumoii temmeparype [3].

Heab padoTbl — wHCcIeNOBaHHE TUHAMHKH
TeMIIEpaTypHOTO TOJA MPU CBApKe MOJUIPOIUICHO-
BBIX TpyO B pacTpy® mpum HU3KHX TeMIIepaTypax H
ompeneiaeHne Ccrnocob0B IOCTHKEHHS pacmpeiene-
HHUSI TEMIIEpaTyphl ¢ MEHbIIEH HEOJHOPOIHOCTHIO HA
CTaJuu KpHCTAJUTM3AIMKH MaTepHaja CBapHOTO IIBa,
00yciaBiauBaONIeld CHI)KEHUE TEPMHUYECKHX Hamps-
XKEHUH B TEpPMOIUIACTE U TOBBIIIEHHE IPOYHOCTH
CBapHOTO COEUHEHHUS.

MarteMaTH4ecKoe MOJC/JTHPOBaAHUEC
npeaBapuTeJbHOI0 moaorpesa

IIpu cBapke B yCIOBHUAX MOJIOKHUTEIBHBIX TO-
IMyCTHMBIX TEeMIEpaTyp OKpY)Kalomero BO3IyXa
(OB) yMeHBIINTh HEPABHOMEPHOCTD paclpeeIeHus
TeMIepaTypsl JOCTATOYHO CJIOKHO BBHUAY BEPXHETO
OTPaHUYCHUS MaKCHUMaJIbHO IOCTHXHUMOM TeMIiepa-
Typel OB u, cienoBarenbHO, TEeMIEpPaTyphl TOBEPX-
HOCTe# cBapuBaeMbIx TpyO u My¢Thl. [Ipu Temmepa-
Typax OB HuXe JONMYyCTUMBIX IS YCICIIHOW CBAPKH
MOKHO OCYIIECTBUTh IPEABAPUTEIbHBIA HEPAaBHO-
MEpHBIN (FpaAUeHTHBII) MOAOTPEB KOHILa cBapuBae-
MO#l TpyObl MU My(]TBHI, 4TO MO3BOJISET MOJYYHUTHh Ha
CBapUBAaEMBIX MOBEPXHOCTIAX TeMIIepaTypy B IOMY-
CTHMOM ISl CBapKH WHTepBaye. [ paTueHTHBIN
HarpeB OOBIYHO MPHUMEHSIOT IIPU MPOM3BOJCTBE 3a-
TOTOBOK  WM3JICNHNA, WCIONb3ysS HWHIYKIHOHHBIC
HarpeBaTeNd, KOTOphie Hambosnee >PHEKTUBHBI B
YCIOBHSX CEPUHHOTO M MAacCOBOTO IIPOW3BOJICTBA.
Jlns HarpeBa MOBEPXHOCTEH MpH CBapKe MOJHUIPO-
MUJICHOBBIX TPYO IIMPOKOEC MPUMEHEHUE IMOIYYIIH
HarpeBaTelud cO CMEHHbIMU Hacaakamu [4, 5].

Jns mostydeHus rpaUcHTHOT'O paclpe/ielCHUs
TeMIepaTypsl MpU TPEABAPUTEILHOM MOJOTPEBE
CBapUBaeMBIX TPpyO M My(THI MPHU HU3KUX TEMIIepa-
Typax OB, HCHONB3yIOT CMEHHBIE HAcaaKu (THJIB3Y
U JOpH), B KOTOPHIX IMOJICPKUBAIOT IMOCTOSHHYIO
TeMIepaTypy Tn.g. HecTanmoHapHoe TemMmepaTypHoOe
moje TpH MPeIBAPUTEIHHOM MOJOTPEBE TPYOBI C
BHYTPEHHEH IOBEPXHOCTH, a MY(TH C HapyKHOU
noBepxHocTH (puc. 1, @) ONMKUCHIBAIOT ypaBHCHUEM TEIl-
JIOTIPOBOTHOCTH B NWJIMHAPUICCKUX KOOPAUHATAX:
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Pucynok 1 — Cxema pacuera rpaaneHTHOrO moporpesa (a) u pactpy6Hoii capku (6): 1 — mydra, 2 — Tpyda
Fig. 1 — Scheme for calculating the gradient heating (a) and socket welding (6): 1 — coupling, 2 — pipe

C HAYaJIbHBIM YCJIOBUEM!

T(r,z,0)=T,,, )

TPAaHUYHBIM YCJIOBHEM Ha MOJ0TPEBaEeMOI TOBEPXHOCTH:

T(rz,)=T,,, (rz)ely, 3)
1 Ha CBOOOIHBIX TIOBEPXHOCTAX G = 8% :
gp
aT
%%G:—“(TL;—%)- (4)

3necs T(r, z, t), °C — Temnepatypa TpyObl B MO-
meHT Bpemenu t; Ci(7), Jx/(kr-°C ) — ynenbHast Tel-
noemkocth; pi(T), Kr/m3 yAenbHas MJIOTHOCTS;
M(T), Br/(M-°C) — KO3 QHUIMEHT TEeNIONPOBOIHOCTH;
Tokr, °C — temmneparypa OB; Tnug, °C — Temmnepatypa

HArpeBaTeNLHOTO JJIEMEHTa; tgp, ¢ — MPOIOIDKUTEIh-
HOCTH TPAJMEHTHOTO TOJOTPEBa; I, Z — MUIUHAPUYIC-
CKHE KOOpPAWHATHI; [ gp, — IOJOTPEBAEMBIEC IIOBEPXHO-

cTH TpyO W My(]THI, Zo, MM — JUIHHA TPYOBI. 3amagy
peliagu YUCICHHO METOJIOM KOHEYHBIX pa3HOCTell Jist
nosmmnponmwieHoBoit Tpyosr PN 20 ¢ HapyXHBIM ana-

MeTpoM ¢ = 63 MM NpHU CIEAYIOMUX UCXOIHBIX JaH-

HeIX: Ry = 21,0; R, = 31,5 MM — BHemHU# paauyc
TpyOBl M BHYTpeHHHUH paguyc MypTsl; Rz = 41,5 mm;
1=022 Br/(xr'K); p1 = 862 Kr/m®;

c1 = 1500 JIx/(kr-K); Thag = 80 °C; Toxr = —40 °C. B
pacderax NpPUHATO, YTO My(Ta MOIOrpera CMEHHOU
HacaJIkoW Ha JUIMHY, PAaBHOW HIJWMHE caMOW MYy(QThI

CMEHHOH HacagKu IS

Zmyt = 60 mm. [nyOuny masa Ipaz

nojorpesa TpyOBl ONpenessuI CIeIyIonM 00pa3oM:

|paz =1,66- |rastr , rae Irastr — riybuna pactpyoa.
Jnst Tpy6sl ¢ quametpoMm @ = 63 MM riiyOuHa pactpyba
paBHa Irastr =28 MMm.

Ha puc. 2 npezncrasieHo pacnpeneneHue Temiiepa-
TYpHI B CT€HKax TpyOsI (a) 1 My(dTHI (6) mpu HomorpeBe
HarpeBaTeNlbHbIM HHCTPYMEHTOM ¢ Temieparypoii 80 °C
B MOMEHT JocTikeHus Temneparyps! 20 °C Ha cBapuBa-
eMBIX MOBEPXHOCTSX. [IpOIOIDKUTEFHOCTH TPaTHeHTHO-
ro mozorpesa lgp = 420 ¢ — mst TpyOsr; tgp= 360 ¢ —
st MyQTeL. [l OTHOBPEMEHHOro Havana Iporecca
HarpeBa (OIUIABJICHUS) TPaJAMEHTHBIH II0JIOTPEB TPYOBI
ciieryer Hadath Ha 60 ¢ paHble. AOCONIOTHAS pa3HOCTh
TeMIlepaTyp Ha BHELIHUX W BHYTPEHHUX HOBEPXHOCTSIX
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Pucynok 2 — Pacripezenenue temrieparypsl B Tpyoe (@) u Mmydre (6) B MOMEHT OKOHYaHHs TPaIMEHTHOro rojorpesa npu temneparype OB T, =—40 °C
Fig. 2— Temperature distribution in the pipe (a) and coupling (6) at the time of the end of the gradient heating at the ambient air temperature T, =—40°C

MydThl U TpyOBI nOCKe nogorpesa cocrasisier 60 °C.
[onyueHHoe rpagMeHTHOE pacupeseieHHe TeMIepaTy-
pBl TpU  BO3JEHCTBMM CMEHHBIMHM HacaiKaMu IS
oILIaBIIeHUs OyAeT CIOCOOCTBOBATH MOIYYECHUIO Oolee
OJHOPOAHOIO PacIpeeNeHus TeMIIepaTyphl Ha CTaAuu
OXJIXKIECHUS U GOPMHUPOBAHHS CBAPHOTO IIIBA.

TenoBoii nponecc CBApKH

IIpu nomyctumerx Temmeparypax OB cBapka mo-
JUMPOIMICHOBBIX TPYO B pacTpyd OCYIIECTBISIETCS
CIeIyIoNIM 00pa3oM:

— C TOMOIIBIO HAarpeBaTeNIbHOTO YCTPOMCTBA, CO-
CTOSIILIETO W3 THIIB3bl U JJOPHA, ¢ Temnepatypoit 260 °C
MPOBOJST HarpeB BHYTPEHHEH MOBEPXHOCTH pacTpyoda
My(QTBl U Hapy>XHOW MOBEPXHOCTU KOHLA TPYOBI B Te-
YEHUH PErJaMEeHTUPOBAHHOTO BPEMEHH;

— TpyOy ¥ My(Ty C OIUIaBICHHBIMU TOBEPXHOCTSIMH
CHHMMAIOT C HarpeBartelield, COeIUHSIOT APYT C APYTOM M
OXJIOXKJIAIOT Ha OTKPBITOM Bo3ayxe. Bpemsi Mexiy cHsi-
THEM HarpeBatesii M COEAMHEHHEM TpyO cocTaBisieT
MPOJIOJDKUTENFHOCT TEXHOJIOTHYECKOHN May3bl.

[Ipu TemmepaTypax BO3QyXa HHXE HOIMYCTH-
MBIX PEKOMEHIYETCS MpEeABapHUTENIbHO MOJ0TPETh
KOHeN TpyObl U My(QTy A0 TOIMYCTHMOHN ISl CBAPKH
TEeMIIepaTyphl, BEIACPKATh ONPEeICHHOE BPEeMs IS
BBIPAaBHUBAaHUS TEMIIEpaTyp, MPOBECTH HArpeB IO-
BEPXHOCTEH W coeauHeHHE TPyObl ¢ My(dTOH, Kak
IpHU IOIMyCTUMOHN Temmeparype. OxyiaxkgeHUe cBap-
HOTO COEJUHEHHUS PEKOMEHAYeTCsS IPOBOIUTH B

TEIJIOU30JISILIMOHHON Kamepe. TeopeTH4ecKH Mmoka-
3aHO, YTO IPH IOJOIPEeBe C OTHOPOIHBIM paclpere-
JeHUEeM TEeMIepaTypbl U OXJaXJCHHH B TEIUIOH30-
JSLUOHHON Kamepe TEIUIOBOM IpoLecC IPOTEKaeT
[0 3aKOHOMEPHOCTSM, COOTBETCTBYIOIIUM H3MEHE-
HUIO TEMIEPAaTyphl IPH CBapKe B YCIOBHAX IOITY-
CTUMBIX 7151 cBapku Temmneparyp OB [6].

CornacHo pacyeTHOU cxeme (puc. 1, 6) 060-
3HauuM () ob6sacTh cTeHkH My(dThl u TpyObl. Hecra-
[UOHAPHOE TeMIepaTypHOE MoJie IPU CBapKe ¢ ydue-
TOM TEIUTOTHI dazoBoro MpeBpalLICHUs
(kpUcTaIIH3alk) B HHTEpBalie TEMIEpPaTyp OMH-
CBIBAIOT ypaBHeHHeM [8]:

[C(T)_p_l_mo% ddX_cha_T = div (/1 grad T),

ot %)

rzeQ,0<t<t,

C HaYaJbHBIMH M KPaeBBIMH YCIOBUSAMH, KO3 PUIIH-
€HTHl YPaBHEHHsS BBIPAXKAIOTCSA CIEAYIOIUMHU COOT-
HOUICHUSAMU:

c(T)=p'c" + X, (T)~(p’c’ —p*c*),

AMT)=2"+ X (T)-(4 -47), ©

c,p , A uc,p' A" — ynensnas TemioemkocTh
(Ix/(xr-°C)), mnotHOCTh (Kr/M%) M TENIONPOBOAHOCTH
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(Bt/(M-°C)) st TBepaoM W KUAKOM (a3bl MaTepuaia
TpyOBI cootBeTcTBeHHO, 7, °C — Temmeparypa; Xc, —
crenenb kpuctamanocty; L1%0% Jh/kr — ynenbnas
TerioTa (a3oBOro MpPEeBpaIleHus IOJHOCTHI0 KPUCTAJ-
JIMYECKOTO HOJIMMEPA.

CTel’IeHL KpI/ICTaJ'IJ'II/I‘IHOCTI/I nonnnponnneﬂa
OTIpeessi o popmyJie:
Xg, T<T,,
T
I q(u)du
X (T)=4Xg -, T,<T<T. 7)
VT
0, T>T,

rae q(T), BT/r — 3aBUCHMMOCTH TEIJIOBOTO IMOTOKA OT
TEMIIEPATYPhl, OTHECEHHAsT K €JMHHUIIE MACcChl Belle-
CTBa, perucTpupyemas AudQepeHHaTbHbBIM CKaHH-
pytorum kanopumerpom (ACK); Ts, 71, °C — Temme-

paTypsl
MaKCHUMajbHas CTENEHb KPHUCTAIITUYHOCTH HCCIEIY-

o0
conmgyca ®  mkBHayca; KXo oo —

eMoro mnonuMmepHoro martepuana; V., °C/c — cko-
pocTh u3MeHeHus Temmneparypsl. Cie0BaTelbHO,

0, T<T,,
. —q(T
oo Xe _ —a(m) ) T, <T<T,. (8)
dT A
0, T=T

=,

[Ipenmaraemplii MOAXOJ OMUCAHHUS JUHAMHUKHU
TeMIEPaTypHOTO IIOJA IPHU CBAapKe YUYUTHIBACT TEIl-
70Ty (ha30BOr0 MpPEBpAIICHHS, HCIOJB3YS JTaHHBIC
JACK n QyHKIOHIO CTENEeHH KpHCTAUIMYHOCTH. [lpu
9TOM HE pPeIIaT YpaBHEHWE KHMHETHUKH KPHCTAJIIH-
3alMH TojimMepa, Kak B paborax [7-8]. Ucmons3o-
BaHUE (DYHKIUU CTCICHH KPUCTAJTUYHOCTH MO3BO-
JUJIO0  y4ecTh, HAmpuUMep, YTO  MOJHUITHIICH
KpUCTAJTIN3YETCAd YaCTUYHO W J0JId KpUCTAJLJIN4YC-
CKO#l 4acTH HE MPEeBBIIACT MAKCUMAILHOTO 3Ha4e-

o0
HUS Xc . 3amady ompenesieHUs NTHHAMHUKH TeMIIe-

paTypHOrOo Todsi TpH pacTpyOHOH cBapke B
pa3sIUYHBIX YCIOBHSX pPEIIaTd METOAOM KOHEYHBIX
pa3HocTel.

OYHKIUU TEMJIOBOrO0 MOTOKA K €JUHMILE MAacChl
BEIIECTBA PETHCTPUPOBAIM, UCNONB3Ys uddepeHun-
aJbHbII CKaHUPYIOIIUH KaJIOpUMETP (JACK)
«DSC 204 F1» («NETZSCH», TI'epmanust) mnpu [uc-
KpPEeTHBIX 3HAYEHUsIX TeMmImepaTypbl. B pacuerax wuc-
MI0JIb30BAJI HENPEPBIBHBIE (DYHKIMN TEIUIOBOTO ITOTOKA
TPH CKOPOCTH HU3MeHeHus TtemmepaTypsl 40 °C/muH,
MOJTyYeHHbIE  allpoKcuManued  Kyowdeckum  B-
crmaitiom [9]. Ha puc. 3 mpeacTaBiieHB UCTIONB30BaH-
HBIe B pacdeTax (YHKIUH TEIUIOBOTO IIOTOKA TIPH
OIUTABJICHUH ¥ KPHCTAJUIN3AIHH TTOJIUITPOIIHIICHA.

Pacnpenenenue Temmepatypsl B Tpyoe U mMy(dhre B
Ha4yaJIbHBI MOMEHT BpeMeHH (lgp) NMPUHMMANTU PaBHBIM

pacrnpeiesIeHII0 TEMIIePaTyphbl MOCIe 3aBePLICHHUSI TPaii-
EHTHOTI'0 MoJIorpeBa. B pexuMe Harpea Ha OILIABIISEMBbIX

TMOBEPXHOCTSIX U Topuax Tpyost 1 Mydrsr (1) 3anaBamm
YCIIOBHSI TIEPBOTO pojia C TeMIepaTypoi TN . YcrnoBue

KOHBEKTHBHOTO TemiooOMena ¢ OB ¢ temmepatypoit T,

3a/laBajii B PCIKUME TEXHOJIOTHYECKOM Tay3bl.

g, Br/r
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2 1\
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U TUIaBJICHUU MOJIMIIPOIIMIICHA OT TEMIIEPATYPhI
Fig. 3 — Dependences of heat flow during crystallization and melting
of polypropylene on temperature

B pexume oxyakneHHs B 30HE KOHTAaKTa BHEIIHEN
CTEHKH TpyObl U BHYTPEHHEH TTOBEPXHOCTH My(THI 3a/1aBa-
T YCTIOBHE WNICAITBHOTO TEIUIOBOTO KOHTAKTa. YUHTHIBAS
HI3KYIO TEIIIONPOBOAHOCTH TOJIMIPOIIAICHA, IPHHSITH, YTO
Ha HEKOTOPOM YIaJeHWH Z» OT 30HBI CBAPKH TEMIIEpaTypa
TpyOBI HE MIBMEHSETCS Ha IPOTSHKEHNH BCETO BPEMEHH TIPO-
TeKaHus Tporecca. Ha BHyTpeHHel MOBEpXHOCTH TPYOBI
TIPH HAarpeBe, Tay3e W OXJIKICHAN 33/IaBaJIN YCIIOBHE HIle-
AJILHOTO TeIUIoBoro koHrakTa ¢ OB, a mpu r = 0 ycnoBue
OrPaHUYEHHOCTH PEIICHUSL.

IIpu Bcex pexumax Ha HE KOHTaKTHpYOIIEi
BHYTPEHHEH MOBEPXHOCTH MYy(]THI 3aqaBany ycJIOBHUE
U/leasIbHOTO TeryioBoro koHrtakra ¢ OB, a mpu r = 0
YCIIOBHE OTPaHWYCHHOCTH pemeHus. Ha cBoOOIHBIX
OBEPXHOCTSIX TpyObl U My(Te G, = 0D/I" mpoucxo-

AT KOHBEKTUBHBINA Terioodmen ¢ OB.

Pacuer TeruoBoro mporecca cBapKu ¢ IpaiueHT-
HBIM I10JI0TpeBOM 110 (opmynam (5, 6) MPOBOIMIN IS
nosumnponuieHoBoi Tpyosr PN20 63x10,5 npu temre-
parype OB munyc 40 °C. Pac4eTsl npoBoAWIN TIPH CiIe-
nyromux ganubix: Ri = 21,0; Rz = 31,5; Rz = 41,5mm;

A =040, A'=020 Br(xrK);, p =862

P =702 kMm% C =1500; C =1900 Jhw/(xrK).
JnHa o61acTi HarpeBaTeIbHOr0 MHCTPYMEHTa 28 MM.
Ha puc. 4 kak BapuaHT pemeHus oKa3aHo U3MEHe-
HHE BO BPEMEHH TEMIIEpaTyphl B CTEHKE TPYObI Ha paccTo-
suarn 14 MM ot Topria u 0,5 MM 0T GOKOBOW HApyKHOM T10-
BEPXHOCTH IPH CBApKE C IPATNCHTHBIM ITOZIOTPEBOM.
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Pucynok 4 — M3MeHeHHe BO BpeMEHH TeMIIEpaTyphl B CTEHKE TpyObl Ha paccTosHuM 14 MM oT Topua u 0,5 MM 0T 60KOBOH HapyXKHOH ITOBEpX-

HOCTH IIPH TeMIIepaType oOKpyxkaromniero Bozmyxa —40 °C

Fig. 4 — Change in time of temperature in the pipe wall at a distance of 14 mm from the end and 0.5 mm from the side outer surface at an

ambient temperature —40 °C

B pa6ote [10] moka3aHo, 4TO MaTeMaTH4eCcKas
MOJIeNIb C IpeJJIaraéMbIM CIIOCOOOM ydeTa TEIUIOTHI
(a3oBOro mepexoja B MHTEpPBaJIe TEMIEpPaTyp COOT-
BETCTBYET peajJbHOMY TEIUIOBOMY HpolLeccy IpH
9J1eKTpOMY(TOBOH CBapKe NOJUITUICHOBBIX TPYO.
[Ipu cBapke B pacTpy0, B OTIHYUE OT IESKTPOMY(D-
TOBOW CBapKH, NOCJE OIJIaBICHUS IOBEPXHOCTEHN 10
COCAMHEHUS TPYOBl M MY(THI BBIIEPKHUBAIOT TEXHO-
JIOTHYECKYIO Tay3y, IpU KOTOPOH OIIaBICHHBIE MO-
BEpXHOCTH CBOOOAHO oxjaxnaroorcs. IIpum cBapke
MOJIMMIPONIJICHOBBIX TPyO0 B pacTpyd TMpOIECCH
OIUIABJICHUS U OXJAXKJEHHUS aHAJIOTUYHBI TEINIOBOMY
npoueccy IpH CBapKe ¢ IOMOINBI0 MYy(T C 3aKiai-
HBIM HarpemaTejieM, T. €. IpejjaraeMas MaTeMaTH-
yeckasg MOJedb J0JKHA €ro aJeKBaTHO OIHUCHIBATH.
B cBs3M ¢ 3TUM C IOMOIIBIO TEMJIOBU30pa MCCIEI0-
BaJIl MpOLECC OXJAKIACHUS IPH TEXHOJOTHYECKOH
nay3e. HarpeB moBepxHOocTH wHccleqyeMOd IOJH-
MIPOTIMJICHOBOH TPYOBI OCYIIECTBIISUIM HarpeBaTellb-
HBIM YCTPOHCTBOM C TEMIIEpATypOi Ha IOBEPXHOCTH
runb3bl 260 °C B Teuenue 24 ¢ npu tremneparype OB
7°C. Ha pwumc. 5 mnpencrtaBieHBl TEpPMOTPaMMBbI
OIUIABJICHHOW MOBEPXHOCTH TPYOBl B Hayajie U KOH-
I[e TeXHOJIOTHYECKOH May3bl MPOJOJIKUTEIHHOCTHIO
4 c. Tlpu TEeXHOJOTUYECKOW IMay3e XapakTepHO pe3-
KOe CHMXEHHE TeMmepaTypsl moBepxHoctu ¢ 209 °C
no 178 °C, kotopoe ¢ JOCTAaTOYHON AJis MpakThye-

CKOTO HCHOJIb30BaHUSA TOYHOCTHIO OMHCHIBAETCS CO-
OTBETCTBYIOIICH pacueTHOM 3aBUCHMOCTHIO (5).

Ha puc. 6, a npeacTaBieHsl XapakTepHbIE KPUBbIE
W3MEHEHHS TEMIIEpaTypsl 110 pajuycy B CEpeAnHE pac-
TpyOHOTO COEIMHEHHMS, TOJyYCHHOTO CBAPKOHM IIPH JO-
nyctumoit Temneparype OB 20 °C (puc. 6, a) u ¢ rpa-
JIMEHTHBIM TIOIOTPEBOM KOHIIA TpyOBI M MYy(TH C
OXJIKJIEHUEM B TEIJIOM30JIALMOHHON KaMmepe MpH TeM-
neparype munyc 40 °C (puc. 6, 6) B pa3nniHble MOMEH-
1ol Bpemenu. Cornacno panabiM JICK kpucrannmzams
Marepualia CBapHOTO IIBa HAYWHAETCS MU TeMIIepaTy-
pe 150 °C u 3aBepmaetca mpu 80 °C Ha MOBEPXHOCTH
coenHEHUs TpyObl ¥ My(THI. ['paineHTHBIN MOJOTpEB
oOecrieunBaeT Ha CTaJUM KPHUCTAJUTM3AIMU MaTepHaia
CcBapHOTrO IBa OoJjiee pPaBHOMEPHOE paCHpeesCHUE
TEMIIEpaTypbl, YeM IIPU CBapKe MpPH AOIYCTUMOM TeM-
neparype, 4To OOyCJIOBIMBAET CHIXXEHHE OCTATOYHBIX
TeMIepaTypHbIX HanpsbkeHuid. [Ipu cBapke 0e3 mozo-
rpeBa IpH JONYCTHMBIX TEMIEpaTypHBIX IMpeneiax B
MOMEHT 3aBEpILICHUS KPUCTAIM3ALUN Pa3HULA TeMIIe-
partyp Ha BHEUIHUX M BHYTPEHHHUX MOBEPXHOCTSX CTe-
HOK TpyObI U My(THI coctaBiusier 45 °C (puc. 6, a, xpu-
Bast 3). IIpu cBapke ¢ rpaJeHTHBIM IOJOTPEBOM 3Ta
pasuumna coctapiser 20 °C (puc. 6, 6, xpuBas 3). Ilpu
CBapke B HWHTEpBaJe JOIYCTHMBIX TEMIIEpaTyp KpH-
CTAJUTM3alunsl HAaUMHACTCA 4epe3 3 C Iocie NMPUBEACHUS
TpyOBl M My(]THl B KOHTaKkT M 3aBEpIIACTCS NPUMEPHO
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Pucynok 5 — TepMorpamMMbl OIUIABICHHOW TOBEPXHOCTH TPYObl B Hayase (@) U KOHLE TeXHOJIOTHYECKOH T1ay3bl IIPOIODKUTEILHOCTBIO 4 ¢ (6)
Fig. 5— Thermograms of the melted surface of the pipe at the beginning («) and end of the technological pause for 4 seconds (6)
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PucyHok 6 — M3MeHeHne TeMiepaTypsl [0 paauycy B CepeuHe pacTpyOHOTO COSIMHEHHUS MOTy4YeHHOrO: @) CBApKOM MpPH JOIyCTHMOI TeMIepaType
20°C B paznmunble MoMeHTbI BpemeHn: 1-0 ¢; 2-3 ¢; 3—80 ¢; 4-6 mMuH npu temmnepatype Bosayxa 40 °C; 6) rpaJMeHTHBIM [OOTPEBOM KOHIIA TPYObI
My(}TBI ¢ OXJIa’KICHIEM B TEIUION30IIIIOHHON Kamepe Ipu Temieparype —40 °C B pasmudHbie MOMEHTHI BpeMeHu: 1-0 ¢; 2-5 ¢; 3-7 mun

Fig. 6 — Temperature variation along the radius in the middle of the socket connection obtained by @) welding at a permissible temperature of
20 °C at different points in time: 1-0 s; 2-3 s; 3-80 s; 4-6 minutes at an air temperature —40 °C; 6) gradient heating of the end of the pipe and
coupling with cooling in the thermo enclosure at a temperature —40 °C at different points in time: 1-0 s; 2-5 s; 3—-7 min
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yepe3 1,5 MUH, TOT/Ia Kak MPU CBapKe C TPAJUCHTHBIM
MTOJIOTPEBOM KPHCTAILIH3ANs HAaUMHAETCA depe3 5 ¢ U
3aBepuIaeTcs yepe3 / MuH. PacueTsl MoKas3bIBaroOT, 4TO
IpU  CBapKe IOJIMIPOIMICHOBBIX TPYO IHaMeTpom
63 MM IIpH IOMYCTUMBIX TEMIIEpaTypax B pacTpyO mpu
nmomyctumort  temneparype +40°C ¢ ecTecTBEeHHBIM
OXJIaX/ICHHEM B TEUCHHE DPErJIaMEHTHPOBAaHHOIO Bpe-
MeHH 6 MHUH TeMIIepaTypa B CBApHOM IIIBE CTAHOBUTCS
pasHoi#t 80 °C (puc. 6, a, xpuBas 4). CregoBaTeIbHO,
BpeMsI OXJIQXKJCHHUS COOTBETCTBYET MOMEHTY 3aBepIlle-
HUS TIPOLIECCa KPHCTAILTH3AIHH.

IIpu cBapke paccmMaTpHUBaeMBIX TPYO C TpagueHT-
HBIM TIOJIOTPEBOM BpeMs OXJIQKICHHS HE3HAUHTEITHHO
MIPEBEIIACT PETIIAMEHTHPOBAHHOE U COCTABIICT 7 MUH
(puc. 6, 6). Kpome TOro oTMeTum, 4tro B MOMEHT 3a-
BEpIICHUS KPUCTAUIM3AIMM MaTepuajlia CBaApHOTO IIBa
pacripezienieHie TeMIeparyp 1o TOJIMHE CTEHOK TPYObI
u My(QTHI IIPU CBapKe € IPaJUEHTHBIM MOJAOTPEBOM IIPH
HU3KOM TeMIlepaTrype U IpU JOIYyCTUMOM TeMIepaType
OB 40 °C mpakTH4ecKy COBIAJAIOT.

OueHka KavyecTBa CBapHBbIX coeTUHEeHMI

Jdust  oueHKH A(PGEKTUBHOCTH pa3paboTaHHBIX
TEXHOJOTHUH CcBapku Tpy0 W3  TEPMOIUIACTHHBIX
MOJMMEPHBIX ~ MaTEpPHalIOB  TPOBOIAT  pas3sIMuHbIC
UCTIBITAHMS I OLIEHKH Ka4eCTBa CBapHBIX COCINHEHUH
[11-15]. B TO ke Bpemsi, CYIIECTBYIOIIME METOIUKA
UCTIBITAHUN CBapHBIX COeIMHEHU M ABJISIIOTCSA
MalTOMH()OPMATHBHBIMKM, a B HEKOTOPBIX CIIydasx
00BEKTUBHOM WH(M)OPMAIINH TPAKTHICCKH HE JafoT [16—
17]. Jlnsg KOIMYECTBEHHOW OLIEHKH IIPOYHOCTH pac-
TpyOHOTO CBapHOTO COCIUHEHHS IOJIMIIPONMICHOBBIX
TpyO TpOBENM HWCIBITAaHHS pPacTsDKEHHS 00pasloB Ha
C/BUT 110 HOBOW MeTonuke. OOpasipl BeIpe3ain U3 cBa-
peHHbIX TpyO. CyTh METOAMKHM 3aKJIIOYAeTCs B CIENy-
roteM (puc. 7):

— MCHBITHIBAJIM HAa PacTSDKEHHWE CTaHJIApTHBIA 00-
pasel, T1e uccieryeMoe pacTpyOHOe CBapHOE COeHEe-
HHE PaCIIOJIOKEHO MOCepeINHE 00pasIa,;

—Ha MypTe 1 memanmm Hampes 2, mapaieqbHBIN
Kpato My(QThI, TIyOMHOI OoJee OIUTaBICHHON CTEHKH
My(}TBI, HO He 6OJIee TOMIUHBI CTEHKH;

—Ha BHYTPeHHEH CTeHKe TpyObl 3 p;emamu
Hajipe3 4, mapajuiebHbIH Kparo TpyOsl, TIyOnHO# Oosee
OIUIABJICHHON CTEHKH TPYOBbI, HO HE 0OJee TOJIIIHHBI
CTEHKH TPYOBI;

— pacCTosHUE MEXIY Mpope3siMu 2 U 4 paccCUuThI-
BaJI TAaKMM 00pa30M, 4TOOBI IUIOLIAlb CEYCHUS UCTIBITY-
€MOM 4acT A pacTpyOHOTO CBapHOTO COCAMHCHHUS ObLIa
PaBHOW WJIM MEHBIIIE, YeM IUIOIIAb MUHUMAIBGHOTO TI0-
MIepeyHOro cedeHHs oOpas3la BHE 30HBI pPacTpyOHOTrO
COEJMHEHNSI.

[Ipu ucnbITaHUAX PacTSHKEHHUEM Ha CABUT pas3py-
meHne odpasna MPOU30MIET 10 CBApHOMY IIBY B 00JIa-
CTH A, TaK KaK IPOYHOCTh CBAPHOTO YYacTKa COEIHMHE-
HUS TpyObI, KaK IPaBUIIO, MEHbBIIE, YeM IPOYHOCTH
y4acTKa CTEHKH OCHOBHOTO MaTepHaa.

HcnbiTeiBaan CBAPHBIC COCAUHCHUA, MOJYYCHHBIC
IIPX Pa3JIMYHBIX PEXUMaxX CBAPKHU IOJUIIPONMICHOBBIX
Tpy0. Pe3ynpTaThl HCHBITAHUN TIPUBEIEHBI HA PHC. 8.

A
2 2
4 ﬁ\:l
\ 1 A MU
M
3
1

Pucynok 7 — OOpasen ans ompeaeieHHs NPOYHOCTH
pacTpyOHOIl cBapku NpH pacTsDKCHHH (HaIpaBICHHE YKa3aHO
CTpEIKaMHU)

Fig. 7 — Sample for determining the strength of socket welding under
tension (the direction is indicated by arrows)
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Pucynox 8 — Paspymatomee HampspkeHHE 0OpasLoB M3 CBapHBIX

COCAMHEHHI MOIUIPONHICHOBBIX TPYO, MOMyYEHHBIX MPH Pa3INYHBIX
pexumax cBapku: 1 — temmeparypa OB +13 °C, cranmapTHas cBapKa;
2 — temnepatypa OB +40 °C, cranmapTHas cBapka; 3 — TeMIepaTypa
OB —45 °C, rpaiiieHTHBIN TOAOTPEB, OXJIAKICHHE C TEIIOM30ISLMCH;
4 — temmeparypa OB —45 °C, rpagueHTHbIH MOROTPEB, OXJIAKACHUE
0€3 TEIUIOU30JIALUU

Fig. 8 — Destructive stress of samples from welded joints of polypro-
pylene pipes obtained under various modes: 1 — Ambient temperature
(AT) +13 °C, standard welding; 2 — AT +40 °C, standard welding; 3 —
AT —45 °C, gradient heating, cooling with heat insulation; 4 — AT —45°C,
gradient heating, cooling without heat insulation

3akiaouenue

Pa3paborana MaTemMaTHieckasi MOZIEb TPAAUEHTHOTO
pacrpeziesieH!st TEMITEPaTyphl B CTEHKE TPYObI B Iporiecce
HarpeBa. Mcronp3oBaHWE  MaTeMaTW4ecKoW  MOJENH
TEIUIOBOTO TpOIEcca CBAPKH IONUIIPONMICHOBBIX TPYO B
pacTpy0 TO3BOMIIO pa3paboTaTh U MOJEIUPOBAHI
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TEPMOTPAJIMCHTHBI ~ METOJ  TOBBIIICHUS — MPOYHOCTH
CBapHBIX COCIMHEHUH TPy0 U3 KPHCTAUIM3YIOLIMXCS
TEPMOIUIACTUYHBIX  MOJMMEPHBIX ~ MATepHAIOB  TIpU
OTpHILIATENBHBIX TeMIepaTypax OB.

Ha nprmepe moMHUIpoMHiIeHOBBIX TPYO KCIIepUMEH-
TANBHO MMOKA3aHO, YTO MPEABAPUTENBHBINA TDaJUCHTHBIN
MOJIOTPEB  TPYO, OOCCTICUMBAIOIINI TPH  OXJIAXKICHUH
YMEHBIIICHHE TEMIIEPaTyp B CTOPOHY CBapHBAEMbBIX IIO-
BEPXHOCTEH TO3BOJISET YBEJIWYHTH MPOYHOCTH CBAPHBIX
COCIMHEHU B pacTpyO, MOMyYECHHBIX MPH HU3KHUX TEMIIe-
parypax OB na 10-12%.

O0o03HayeHus

JACK — nuddepeHnnanbHeI CKaHUPYIOIIUH Kalopu-
Mmetp; OB — oxpyxarommii Bo3nyx; Ci(7), Jix/(kr-°C) —
yaenbHas TemioeMkocth; €7, Jhk/(kr-°C) — ynemnbHast
TEIJIOEMKOCTb JUIsl KMJIKOW (a3bl Marepuaia TpyObI
(MyQTe); L190% Ji/kr — ypmensHas Temora (Ga3oBoro
NPEBPAIIEHHS TTOJTHOCTHIO0 KPUCTAJUINYECKOTO IOJIMMe-
pa; lpaz, MM — ryOHHA Ma3a CMEHHOM HACAIKH ISl T10-
norpesa TpyObl (MydThI); lrastr, MM — TiyOuHA pacTpy-
6a; Ri, MM — BHYTpeHHUU pamuyc TpyObl; Ry, MM —
BHEITHUI pagnyc TpyObl U BHYTPEHHUH pagnyc My(QTEHI,
Rs, MM — BHemHU# paanyc MyQThI; I, Z — IMUITUHAPH-
yeckue koopaunatel, ((T), BT/r — 3aBucumocTts Tel-
JIOBOTO MOTOKA OT TEMIIEPATyphl, OTHECEHHAs K CIMHU-
e Macchl BEIIIECTBA, perucTpupyemast
muddepeHInanbHBIM - CKaHUPYIOIIUM  KaJIOPUMETPOM
(ACK); T(r, z, t), °C — temmeparypa TpyObl B MOMEHT
Bpemenu t; 7, °C — temmneparypa nukBuayca; Tn, °C —
TeMIleparypa OIUIABIEHMS; Ingg, °C — Temmeparypa
HarpeBaTeNbHOro 3yeMeHTa; Tokr, °C — Temmepatypa
OB; Ts, °C — Temmeparypa comnmryca; {gp, C — Ipomo-
JKUTEIBHOCTh TPAJUESHTHOTO ITOIOTPEBA; Z2, MM — JUTH-
Ha TpyOHI; C-, JIx/(kr-°C) — ymempHas TEIUIOEMKOCTH
Ut TBepAoi (as3el Matepuana Tpyosr (MydTHI); L gp, —
MOJIOTPEBAEMbIC MTOBEPXHOCTH TPYO W My(TH; [N —
HarpeBaeMble IOBEPXHOCTH TPYO M My(THI IpH OILIaB-

nenuu; Ai(7T), Bt/(M-°C) — koadduimenT Teruonpo-
BomHoctH; A-, BT/(M:°C) — TEIIONpOBOJHOCTD IS
TBepAoil  ¢a3pl  Mmarepuanma  TpyObl  (My(dTHI);

2, Bt/(M-°C) — TemIonpoBOAHOCTh IS SKUIKOU (a3bl
matepuana Tpyosl (Mydrer); pi(T), kr/M— ynenbHas
IIOTHOCTB; p~, KI/M°> — IIOTHOCTb IS TBEPAOH (hazbl
marepuana Tpyosr (MydrhI); V1,-°C/C — CKOPOCTH W3-
MEHEHHs TeMIepaTyphl; p*, Kr/M3— MIoTHOCTH s

KHUIKOH (ha3el Marepuana Tpyos! (My¢pTsl); Xc — cTe-
o0
NeHb KpUCTALMYHOCTH; X — MakCHMalbHas CTe-

MEeHb KPUCTAUIMYHOCTH HCCIEAYEMOTO MOJIUMEPHOTO
marepuarna.
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