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MMPABUJIA MAIIMHHOMW OLHEHKU MPAKTUYECKHUX
HABBIKOB 1 PAH’KUPOBAHUSA KOHKYPCAHTOB

«ARC CUP» IWC

«Arc Cup» International Welding Competition



1. OBHIME ITOJIOKEHUSA

1.1. IlpaBuna pernamMeHTUPYIOT HOPSIOK MAIIMHHOW OLEHKH MPAKTUYECKUX HABBIKOB U
paHKUpOBaHMsI KOHKypcaHToB. [IpaBuiia sBistoTcst nononHeHueM pasgena VI Assessment on
Test Pieces, Technical File.

1.2. IlpaBmia npeaHa3HaueHbI 111 OOBEKTUBHON M TOCTOBEPHOW OIICHKH MPAKTUYECKHUX
HaBBIKOB KOHKYPCAHTOB B HOMHMHALMX:

- Shielded metal arc welding (SMAW/111);

- Gas metal arc welding (GMAW/135);

- Argon tungsten-arc welding (GTAW/141);

- Oxygen-acetylene flame welding (OFW/311).

1.3. IlpaBuna He NpUMEHSIETCS NPU OLEHKE MPAKTUYECKUX HAaBBIKOB KOHKYPCAHTOB B
HomuHarmu Welding of Finished Products.

1.4. TIlpaBuia OCHOBaHbI Ha CpPaBHEHHMH PACUETHOM 3TalOHHON (OpMBI JIMLEBOH U
KOPHEBOM MOBEPXHOCTH CBapHOro I1Ba ¢ (opMol HU(POBBIX PEIUIMK JULEBOH U KOPHEBOM
[IOBEPXHOCTU CBapHOIrO IIIBa, IIOJIYYEHHbIX C IpPUMEHEHHEeM TexHonoruu 3D nasepHoit
JUArHOCTUKU (opMbl MoBepxHOcTH cBapHoro mBa (3DLD) u mo3BONSIIOT paHXHPOBATH
NpaKkTUYeCKHe HaBbIKU KOHKYpcaHToB 1o Muaekcy Kanupukanun Craprmuka (WQI).

1.5. 3nauenus WQI nHaxonsarcs B untepBaie 0 < WQI < 100. 3nauenne WQI=100
XapaKTepU3yeT BBICHIMN YpOBEHb MPAKTHUECKUX HABBIKOB KOHKYPCAHTAa, €ro CIIOCOOHOCTH
(dhopMHPOBATh ATATIOHHBIN CBAPHOM IIIOB.

1.6. IIpaBuna HE yUHUTBIBAOT:

BHyTpeHHHUE aedekTsl cBapHoro mBa meronamu Y 3K (Ultrasonic) u PK (X Ray);

TpeOOBaHNs, HE CBSI3aHHBIE C YMEHUEM CBaplIUKa (JOPMUPOBATH JIMLEBYIO U KOPHEBYIO
MOBEPXHOCTh CBAPHOTO IIIBA.

1.7.  MamnHHas onieHKa o TexHosoruv 3DLD npoBoauTCsl TEXHUYECKUMU
Cpe/ICTBaMHU M IPOTrPaMMHBIM 00€CTIeYeHHEM CIIEUATIbHO pa3paboTaHHBIMU IS IPOBEICHHS

«Arc Cup» IWC u Bemonusiercsa 3DLD skcnepramu.



2. TPEBOBAHMSI K ITPOBEJIEHUIO MAIIIMHHOM OIIEHKH 11O
TEXHOJIOI'MHA 3DLD

2.1. B TexHonorumueckux kaprax Ha cBapky (WPS) nomxHBI OBITH NpPUBEIACHBI
JIOITyCTUMBIE Pa3Mephl IIUPHHBI U BBICOTHI JIMLIEBOW U KOPHEBOW MOBEPXHOCTH CBAPHOTO IIIBA
KCC (Test Pieces).

2.2. Jlns npoBeieHusl MalllMHHOM oleHKHU 110 TexHosoruu 3DLD npenbsasisitores KCC
(Test Pieces), BBINOJIHEHHbIE KOHKYPCAHTAMU B COOTBETCTBUE C TEXHOJOTHYECKOM KapToW Ha
ceapky (WPS) u ynosnerBopsitoiue BceM TpeOOBaHMIM, U310keHHBIM B Technical File.

2.3. Ha KCC (Test Pieces) TpyObl uist pacriosioskeHusi oceid PF KOoHKypcaHT AoimkeH
0003HAYUTh MApKEPOM JIMHHIO B TMOJIOKEHUH «12 4acoBy», IUIsl pacnojoxeHust ocel Tpyd H-
L045, PC nomxkeH ykaszaTh CTPENIKON HarpaBlieHHe HakJIoHa ocu TpyOs! k 3emiie. Ha KCC (Test
Pieces) mmactun B monoxennn PC u PF KoHKypcaHT 1oikeH OO0O3HAYMTh MapKepoM
HalpaBJIEHUE OCH HAKJIOHA CBAPHOT'O I111BA K 3€MJIE CTPEJIKOM.

2.4. lnga Kaxaoro KOHKypcaHTa IO pe3yJibTaTaM MAallUHHOW OLIEHKH JOJDKEH OBITh
chopmupoBaH cepTuduKar B 35ekTpoHHOM Bue (IIpunoxkenue 1).

2.5.MamuHHas OLIEHKa BBINOJHAETCS B COOTBETCTBUE C METOAMKOM, NMPUBEIECHHOW B

[Tpunoxxenuu 2.

3. PAHJKHPOBAHHUE KOHKYPAHTOB «ARC CUP» IWC

3.1. PamxupoBaHue y4aCTHUKOB KOHKYpCa OCYIIECTBIseTCS 1Mo 3HaueHusM WQI mis
Bcex KCC (Test Pieces) 1 B HOMUHAIMAX, YKa3aHHBIX B 1. 1.2, BBIMOJIHEHHBIX KOHKYPCAHTOM.

3.2. AGCONIOTHBIM YEMIHOH B KaX/10i HOMHUHALIMY, YKa3aHHOMU B 11.1.2, onpenensercs
[0 MaKCHMAaJIbHOMY cpefHeapudmernueckomy 3HadeHuto WQI, paccuntaHHOMY Al BCeX
KCC, BbINOTHEHHBIX KOHKYPCAHTOM 10 YCJIOBUIO KOHKYpCA.

3.3. Jlns monBeneHUss WUTOroB KOHKypca (opmupyercs pelTHHroBas Tabiauna
yuacTHUKOB «ARC CUP» IWC, B koropoil mpuBeneHsl 3HaueHus WQI s nuueBoil u
KOpHEBOI nmoBepxHocTu cBapHoro miBa kaxaoro KCC (Test Pieces) u cpenneapupmernyeckoe

3Havenue Juist Bcex KCC (Test Pieces), BEINOTHEHHBIX KOHKYPCAHTAMH.
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’ : ‘ CERTIFICATE

Awarded to a participant of Langfang-2019 «ARC CUP» International Welding Competition

Vladimir Korolev

Team Russia
Test piece code 261
Welding process Gas metal arc welding (135)
Material Group 1.1
Joint type and weld type Tube (T) Butt weld (BW)
Diameter, thickness (mm) 133, 10
Welding position %
PC
Filler material AWS ER70S-6
Proof No (WPS) 135-BW-1-T10-PC
Joint design, welding sequence | WPS according to EN ISO 15608

Welder Qualification Index (WQI) obtained using 3DLD technology

Visualization of deviations from the reference form. above reference
Face WQI 90.74 e below reference

R ——— . £ i —— e ~—— . ol AL Il AN o — e ey
Root WwQI 82.89

3DLD Expert Dmitry Anikin




[Tpunoxenue 2

METOAUKA OHEHKH ITPAKTUYECKHNX HABBIKOB CBAPIIIUKOB

1.TEPMUHBI U OITPEJEJIEHUA

B Hacrosiell METOJUKE HCIIOJIB3YIOTCS CIEAYIOUINE TEPMUHBI U ONPEAETICHMUS:

WQI — mudpoBoii MHACKC KBaTU(HUKAIMKA CBapIIMKA, OMPEACIIeMbId MO TEXHOJIOTHUU
3DLD. [udpossie 3nauenus WQI moryt 66116 0T 0 10 100.

IIpakTHYecKkHe HABBIKH CBAPIIMKA - CIOCOOHOCTH CBapIiiMka (HOpMHUPOBATH JIULIEBYIO
U KOPHEBYIO IIOBEPXHOCTb CBAapHOIO WIBa, 3aJaHHbIX B WPS - pasMepax, cBapOuyHBIX
MaTepHuaiax, IpoCTPaHCTBEHHOM IOJI0KEHUH, XapakTepu3yembie UG poBbIM nHIeKcoM WQI;

Texunosioruss 3DLD — mpoueaypa ONEHKH MPaKTHYECKUX HABBIKOB CBapIIMKa 1O (opme
JMILIEBOIl M KOPHEBOW IMOBEPXHOCTH CBApHOIO I1IBAa, OCHOBAHHAs HAa CpPaBHEHHM LU(PPOBBIX
peruk  (GOpMBI TIOBEPXHOCTH CBAapHOTO IIBa, MOJYYCHHBIX JIA3€PHBIM CKaHUPOBAHHEM C
STaJIOHaMH, PACCYMTAHHBIMU 110 PU3UKO-MaTeMaTH4ECKOM Mosienu (puc. 1).

Iudposas peniuka popMbl NOBEPXHOCTH - KOOPAUHATHI TOYEK MOBEPXHOCTU CBAPHOTO
1IBa, U3MEPEHHBIE C UCIIOJIB30BAHUEM JIA3€PHOIO CKAaHUPOBAHUS U 3alIUCAHHBIE B DJIEKTPOHHOM
BUJIE.

Stadart max

Standart min

Stadart max _— Sdeviat Sstand

Weld
) Sstand

Standart min

Sdeviat

a 0
Puc.1. Cxema cpaBHEeHHUs TUPPOBON PEIUTHKH (POPMBI CBAPHOTO IIBA C ATAJIOHOM
a- JUT CTBIKOBOTO I11Ba, O- JIJIsI YTJIIOBOTO IIIBA.

2.IEJIb METOJIUKH

2.1. Hacrosiiast MeToauka pa3paboTaHa B LEJsX:

- OOBEKTMBHOM M JOCTOBEpHOM OLEHKM IPAKTUYECKUX HABBIKOB KOHKYPCAHTOB,
XapakTepu3yeMoi IM(ppoBbIM HHAEKCOM KBamudukanuu ceapumka (WQI);

- oOecrieueHHsl CONOCTABJICHHSI U TPOCIEKMBAEMOCTH YPOBHS NPAKTHYECKUX HABBIKOB
KOHKypcaHToB npu nposegeHnu «ARC CUP» IWC.



3. IOPAAOK OIHEHKU ITPAKTUYECKUX HABBIKOB

3.1.  Ilocne BBINONHEHUS KOHKYPCAaHTAMH 3aJaHHUS B COOTBETCTBUE C TpeOOBaHUSMU
Technical file u WPS, KCC (Test Pieces) nepenatorcst 3DLD skcniepraM 171 OLICHKH.
3.2. Ilepen cxanupoBanueM 3DLD skcnepT BBOAUT B IPOrpaMMy MCXOJHBIE JaHHBIE,

HeoOxonumble ans ompeneneHuss WQI KoHKypcaHTa U BBIIOJHSET CKaHHUPOBaHUE
TUIEBOM U KOopHEBOU moBepxHocTu cBapHoro mBa KCC (Test Pieces), ¢ mpuMeHeHuemM
obopynoBaHus 1 J1azepHoro ckanuposanus Plate and Tube (Puc. 2 a, 0, B).

B

Puc.2. O6opynoBanue nis mazepHoro ckanupoanus KCC

a- TULIEBOM U KOPHEBOW MOBEPXHOCTU CTHIKOBOI'O CBAPHOTO I1IBA MJIACTHH;
0- IUIIeBOI U KOPHEBOM MOBEPXHOCTH CBAPHOTO IIBA TPYO;
B- JINLIEBOI MOBEPXHOCTH YIJIOBOTO IIBA TUIACTHH.



3.3. Iloce okOHYAaHMSI CKAaHUPOBAHUS MpPOrpaMMa aBTOMATHYECKU BHU3YyaJlU3UPYET Ha
MOHUTOpPE KOMIIBIOTEpa IU(PPOBYIO PEIUIUKY JHIIEBOH M KOPHEBOH IOBEPXHOCTH
ceapnoro mBa KCC (Test Pieces), BbimonHenHoro kounkypcantom (Puc.3a,6,8). Jlanubie
ckaHupoBanusd 3DLD »skcnepT coxpaHseT B QJIEKTPOHHOM BHJAE JUISL  KaXIOro
KOHKYpCAaHTA.

B)
Puc. 3. Bmyanmuzanus nundpoBoit perumku JUIeBoi (a), KopHeBO# (0) MOBEPXHOCTH
CTBIKOBOT'O CBapHOTO IIIBa U JIMIIEBOH (B) MOBEpXHOCTH yriaoBoro cBapHoro msa KCC.

3.4. Onpenenenne WQI BbInonHAETCS MPOrpaMMoi aBTOMaTHUYECKH 110 popmyIie:
DEVIAT
wor 10(1_ 5
- "~ TQSTAND
N ‘3 S
rnue
WQI - nanekc kBanudukanuu cBapImka;
N =Lw/dLw + 1 - Komu4ecTBO U3MEPEHHBIX CEUEHUI CBAPHOTO I1IBA C IIIarOM U3MEPEHUs
dLw > 1 mmM;
Lw — nnuHa cBapHOro msa;
J — HOMEp TeKyIEero 3HaueH!sl, U3MEPEHHOTO NONEPEYHOT0 CEYEHUs CBAPHOTO 111Ba;



SSTAND _ pomae 3Taiona
SPEVIAT __ aBcommoTHOE OTKJIOHEHHE IUIOMIAH j - TO CEYECHHMS TIOBEPXHOCTH CBAPHOIO IIBa OT

Iomanay 3TajloHa, KOTOPOE ONPEACTIACTCA 110 (bOpMy.]'IC:
B

SjDEVIAT _ IZ?AWAT(x)dx . TIe
0

Z]PEV]AT(x) - abCOoIIIOTHAS BETMYMHA OTKIOHEHHSI (DOPMBI TOBEPXHOCTH CBAPHOTO IIIBA B j-OM
CCYCHUH OT BHEIIHEH M BHYTpEeHHEH (OPMBI ATaJOHA, KOTOpast ONpeessieTcs 1o Gopmyie:
ZSTANDmin (x) _ ZJF (X) ]’lpu Z:: (x) < ZSTANDmin(x)
ZPV(x) =128 (0)-Z () mpu ZE(x) > Z5TMN(x)
0 npu ZSTANDmin(x) < ZJF (X) < ZSTANDmaX(x)

B — mmpuna ckanupoBanus B uHtepsaie oT 30 1o 70mm;

ZFj(x) — n3MepeHHble 3HAYEHHs KOOPAMHAT TIOBEPXHOCTH j — IO MONEPEYHOTO CEUEHHs] CBAPHOTO
mBa ¢ maroM dx = 0,1... 0,5Mm;

Z, X — KOOpJMHATHI B cucTteMe koopauHat Z0X;

ZSTANDmax i) __ xpuBasi, ONpe/IeNIoNIas BHEITHIOW (OopMy 3TaJOHA CBAPHOTO IIBA;

ZSTANDmin () __ xpuBasi, ONpeeNnsionias BHyTPEHHIOK (OpMy TaIOHa CBAPHOTO IIBA.

Buemmntoro Z5ANPmax )y puyTtpenmioro ZSANPMIn () hopMBl STalOHHBIX KPHBBIX
CBAapHOTO IIIBa B JIOOOM MPOCTPAHCTBEHHOM IIOJIOKCHUHM BBIYHCISIOT B COOTBETCTBHE C
ycTaHoBJIeHHbIMU B WPS nonycTiuMbIMu 3HaUE€HUSMU IIUPUHBI (€) ¥ BBICOTHI (g) CBApHOIO I1IBa
C yd4eroM (PM3MKO-MEXaHMYECKHX CBOWCTB paCIUIaBICHHOTO METalUla PEHICHHEM HWHTETPO-
muddepeHIaTbHOTO YpaBHEHHUS:

ﬁz_k0+Coi5

/
j Sint dA
dl a;

0

rae

[ - paccrosHMe OT Ha4aIBLHON TOYKHU JTAIOHHOW KPHBOM JI0 TOYKU pacdeTa M3MEPEHHOE BIOJb
KpUBOM, 3HaUeHue [ n3menstorcs ot 0 1o L;

L - nnuHa 3TalloHHOM KPUBOM CBApHOTO IIBA;

dl — mar nuddepeHmpoBaHus BAOJIb ATAIOHHON KPUBOM,

d/. -11ar UTHTETPUPOBAHUS BJIOJIb 3TAJIOHHON KPUBOIA;

7(l) - YroJl HaKJIOHA KacaTeJIbHON 3TAIOHHOW KPUBOM K TOPU30HTY, B pACUETHOM TOUKE;

ko - KpUBH3HA STaJIOHHOW KPUBOM CBapHOTO IIBa B HAa4aJbHOM TOUYKe, ompenenseMas B XOJe
pELICHUS YPaBHECHUS

ak - (U3MKO-MEXaHMYECKOe CBOWCTBO pAacCIUIaBIEHHOTO MaTepuaja CBapHOro IiBa -
KalWUIsIpHas IOCTOSHHASL.

& - yTOJI MPOJOJIBHOTO HAKIIOHA CBAPHOTO IIBA;

@ - YroJil IIOIIEPEYHOI0 HAKJIOHA CBAPHOIO I1IBA.

Z(x) - ypaBHEHHE, ONHCHIBAIOIIEE OSTAJOHHBIE KPUBBIC CBApPHOTO II1BA, 3aIlMCHIBACTCS B

napameTpuueckon popme {Z (l ), x(l )} Y IMeeT BUJI:

l
xzj.(Cos @ Cos T+ Sing Sint)dA
0 0<I<L
Z:I(—Sin(pCos r+COS(pSinr)dl
0

[Tnomank 3TaioHa PaCCUUTHIBAIOT 1O (hOpMYyIIe:

GSTAND _ EmJ'aX [ZSTANDmax (x) - ZSTANDmin(x)]dx

0



[IpumMeps! pacdeTHBIX STAJIOHHBIX (POPM CTHIKOBBIX CBapHBIX IBOB (butt weld) nmpuBeneHb B
Ta6mume 1, yrinossix mBoB (fillet weld) B Ta6mure 2.

PacueTnbie sTanonnsie popmel cThikoBoro miBa (butt weld)

Tabmuna 1.
N Pacuernas Pacyernas popma 3Ta10HA
n/m IMoso:xenne BBINYKJIOCTH
CTBIKOBOI'0 O | @ | gmrornyrocrs
CBapHOro IBa (g3)TasIoHa, 3D 2D
MM
1
Huxnee (PA) 0 0 2,00 —
2
I'opuzoHTanbHbIN ‘

Ha BEPTUKAIbHOU 0 | 90 2,75(-0,13)
wiockocTH (PC)

’ [Totonounoe (PE) 0 | 180 2,15

4
Himxnee 45 0 2,02 55

: =
['opu3oHTanbHbBIN

Ha nnocxgcm o1 45 | 90 2.44
yriom 45° k R
TOPHU30HTY b




Pacuernrbie sTamonnbie popmel yriosoro msa (fillet weld)

Tabnuma 2
Ne Pacuernas ¢popma 3TasioHa
o/a Pacuernas
IHono:xxenue S BBINIYKJIOCTh
YIJIOBOI'O @ | g,BornyrocTh
CBApHOIo mBa (g3pTanona,
MM 3D 2D

Huxnee PB) |0 |0 | +1,08(-0,38)

Hwuxuee B

WIOOYKY» 0 |45 +0,51

(PA)

Horomotwoe 1| 150 | +1,47(-0,76)
(PD) 9 b

IToTromoynoe B

AN
7
\
ZaN
BN

0 |225 +0,56
«JIOJIOUKY»
Hwuxaee 4510 +0,90(-0,20)
3.5. [Iporpamma aBTomaTnuecku omnpezenser WQI u BuzyanusupyeT OTKIOHEHUS (OpPMbI

MMOBEPXHOCTH CBAPHOTO IIIBA OT JTaJOHA, OKpPAITUBas UX Pa3HbIMU I[BeTaMu (puc.4).

Code A212 above reference
ebelow reference
Face WQI=96,05
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Root WQI = 93,86

Puc.4 BusyanusupoBaHHbIe OTKIOHEHUS (HOPMBI TOBEPXHOCTEH CBAPHOTO IIBA OT ATAJOHA.




3.6. Ceptudukar OICHKM  MNPAKTHUYECKUX  HABBIKOB  KOHKypcaHTa  (OpPMHpYET,
pacneuaTsiBaeT U noanucsisaetr 3DLD skcnepr.

3.7. Omnpenenenue nobenurencii 1 pedTuHronas tadnuia ydyactHukoB « ARC CUP» IWC
BBITIOJIHSIFOTCS aBTOMATUYECKHU.



