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[Ipu uMnyIBCHO-TyTOBOM CBapKe MPU MOJTHOM IPOIUIABICHUH CThIKA CBAPOYHYIO BAHHY
MOXHO HPEACTaBUTh T'E€OMETPUYECKOM Moebio, HuMeromel cdepudeckyro ¢opmy [1].
PaccmotpuM cnydaid, Korga Ha CBapOYHYK) BaHHY B IPOLECCE CBAPKH JICWCTBYIOT CHJIA
nasyenust qyru F,, cuna tsokectu F, , Cuila IOBEPXHOCTHOIO HATsOKEHUs F),, U CUJIa BA3KOIO
Tpenus F,, (puc. 1); npu BeinonHeHun yciosus (1) npoBucaHue CBApOYHON BaHHBI Z = Z,,.

VYcnoBue paBHOBECHsI CBAPOYHOW BaHHBI B 00I1IEM BUJIE 3aIIMCHIBAETCS YPAaBHEHUEM:

2 F =0 (1)

Trac E — CHIJIBI, HeﬁCTByIOIHHC Ha CBAPOYHYIO BaHHY.
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k — ko3 PuImeHT IPONMOPIHOHATLHOCTH;
Vo — CKOPOCTb JBIKEHHSI CIIOEB PACIIaBICHHOTO METAaJIIa.

2a

i,
he -

Fon

Pucynok 1 — Cepraeckast Mojelb cBapodHoi Banubl: [, — cuna nasnenus ayru; I ¢ — CHJIA TSDKECTH

CBapO‘IHOﬁ BaHHBI; Fem — CHJIBI BA3KOT'O TPCHUSA ITPU KoJIeOaHUU BaHHBI; Fn » — CHJIBI IIOBEPXHOCTHOT'O

HaTSDKCHUS ¢ HApYKHOU U BHYTPEHHEH [TOBEPXHOCTU CBAPOYHOM BaHHBI; (I — IOJYIUMPHUHA CBAPOYHON BaHHBI,
m,,, — NPUBE/ICHHAA Macca CBApOYHOH BaHHEI; O — TOJIIMHA CBAPUBAEMOTO METAIIA;  — MPOBUCAHHE

cBapouHoOii BarHbI [Spherical welding pool model: F, — arc pressure force; F . — gravity of the welding pool;

Fm — viscous friction force when the bath oscillates; F’ . — surface tension forces from the outer and inner

surfaces of the welding pool; a — half-width of the primary bath; m,, — reduced mass of the welding pool;

O - thickness of the metal being welded; 7 — sagging welding pool]

z(x)
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Sj[z(x ~ 0)] 3)
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JluHaMyKa IOBENEHUs CBApOYHOM BaHHBI IIPHM BapHalUy JEHCTBYIOIIUX Ha HEE CHUII
OINPEIEAETCS YPABHEHUEM:

N
m, -z"= Z P “)
i=1
Hcnonb3ys BeipakeHns (2) u mosaras, 4ro:

2=zgtAz; I, =1y Al 5

MOYHO 3aITMCaTh JTHHEAPU30BAHHOE BRIpAXKEHHUE I YpaBHEHUS (4):
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m” " +
T Ay +4.,,.5.,7.M
2 (a2_Z0 )2

Az =2-k-(I, +Al) (6)

Pesynprat pemenus ypaBHeHus (6) Ipu CKa4kooOpa3HOM M3MEHEHHH CBAPOYHOI'O TOKA
B MOMEHT BPEMEHH t; IPUBE/IECH HA PUCYHKE 2.
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Pucynok 2 — I'paduk konebanuii cBapouHOil BAHHBI IPH CKAUKE CBAPOYHOIO TOKA B MOMEHT BPEMEHU 1 :
a — 3aKOH U3MEHEHMs CBAPOYHOI0 TOKa; 6 — rpaduk kojebanus cBapouHoil Bauuel; [, /; — cBapOUHbIit TOK

IIpU paBHOBECHUU CBapO‘IHOfI BaHHBI 1 ITOCJIC CKaYKa TOKa; Z), — [IPOBUCAHUC CBapO‘IHOﬁ BaHHBI

Zmax 1 Zyem

Ipu €€ paBHOBCCHUHN, MAKCUMAJIbHOC 1 YCTAHOBUBILIECCH t — BpEMs IEPEXOAHOTO ITpoLecca,

nep

Al =1; -1y =(0,02...0,05) - Zycr [The oscillation graph of the welding pool when the welding current jumps at
atimef; : a—is the law of welding current variation; b — graph of welding bath oscillations; , I, I; — welding

current at equilibrium of the welding and after a surge current; z;, — sagging of the welding pool

Zmax ¥ Zyem

at its equilibrium, maximal and steady; ?,,,— time of transition; Al =1I; —I; =(0,02...0,05)-z

nep ycT ]
CpapoyHasl BaHHa ¢ MOMEHTAa BPEMEHHU (| COBEPILIAET 3aTyXarolue kojaedanus. Yacrora
U aMIUIUTy/a KojeOaHWi CBapOYHOM BaHHBI 3aBUCAT OT MapaMmeTpoB O, 1M, G, a. Jlerko
MOKa3aTh, YTO YMCIIO KOJI€OaHHUI CBApOUHON BaHHBI PaBHO:
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[TpuaIMn paboOThl CHCTEMBI KOHTPOIS MPOIUIABICHHS] CTHIKA C HCIIOJB30BAHHEM
nH(popMaIuK 0 KOJeOAHHUSIX CBAPOYHOW BAaHHBI 3aKJTFOYACTCS B BO3JICHCTBUU Ha CBAPOYHYIO
BAaHHY KpaTKOBPEMEHHBIX (HECKOJbKO MWLIIMCEKYHJ]) HWMIIYJIbCOB ToOKa. Yacrota u
aMITTUTy1a KojeOaHuii CBapOYHON BaHHBI 3aBHCAT OT €€ Macchl. Macca CBapOYHOW BaHHBI
(GYHKIIMOHATBHO CBsi3aHAa C T[JIyOMHOW mporuaBieHus cThika. Cioydail HEmoaHOTro
MPOIJIABIICHHS CThIKa COOTBETCTBYET CBApOYHOW BaHHE C Majoil Maccoi. [Ipu Bo3aeicTBrM
UMITyJTBCOM TOKa B HEW BO3HUKAIOT CBOOOAHBIE KOJEOaHUs MalOl aMIUTUTYABl U OOJIBIION
4acTOTHl. [IpW MOTHOM MPOTUTABJICHWH CTHIKA CBAPOYHAsl BaHHA MMEET OOJBINYI0 Maccy, U
MOCJIE BO3JCUCTBUS KPATKOBPEMEHHOIO HMMITYJIbCA TOKa B HEM BO3HHMKAIOT 3aTyXaroIIUE
KoJieOaHus ¢ OOJIBIIION aMIUTUTYION U MEHBIIEH YacToToi. Ha mpakTuke, Korma ©MeeT MecTo
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Mepexo/i OT HempoBapa CThIKa K MOJHOMY MPOIUIABJICHHIO, YacTOTa KoJjeOaHUN CBapO4HOI
BaHHBI CTyIIeHYaTO u3MeHsiercs B npezaenax ot 150 go 50 ' (puc. 3). KonTposab uaMeHenus
4acTOThl KOJIeOaHUI CBApOYHOIl BaHHBI MO3BOJSET IMONYYUTh HHGOPMALUMIO O KauecTBE
(hopMUpOBaHHS I1BA B TIPOIECCE CBAPKH.

%
Iy
300

_tﬁ:@&:@f@ﬁ@

250

200

150

100

50

0 i ] 1 1 ] 1 1 1

48 50 52 54 56 58 60 62 64 66 I,A

Pucynox 3 — I'padyik n3MeHeHus 4acTOThI KoJieOaHUH CBapOYHOI BaHHBI ITPU M3MEHEHUH TJIyOHHBI
IIPOIUIABJICHHUS CThIKA B 3aBUCUMOCTH OT U3MEHEHM ToKa AexKypHoit nyru [The graph of the variation of the
oscillation frequency of the welding pool with a change in the depth of penetration of the joint versus the change
in the current of the pilot arc]

OcmmorpaMMbl HAPsDKEHUH Ha pUCYHKE 4 OTpakaioT MHQOpMAIHIO 0 KoJeOaHUsIX
BHEIIHEr0 3€pKajla CBApOYHOM BAHHBI MPHU BO3IAEHCTBUU MUMITYJIbCA TOKA C aMIUIMTYIOM .
N3MeHenue HampspKeHUs Oyrd IIPU [EPEXOAHOM IPOLIECCE BBI3BAHO HM3MEHEHUEM JUIMHBI
JyTY U3-3a KOJIeOaHMs TOBEPXHOCTH CBApOYHOUM BaHHBI [2].
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Pucynoxk 4 — OcimyutorpaMMbl TOKa U HANIPsDKEHUS (2, 0) U COOTBETCTBYIOIIMI UM YaCTOTHBIH CIIEKTP
KoJeOaHui CBApOYHON BaHHBI [T CITy4aeB HETIOTHOTO MPOTIABICHHS CTHIKA (B) U TIOIHOTO MPOTLIABICHHS
cteika (r) [Oscillograms of current and voltage (a, b) and the corresponding frequency spectrum of welding pool
oscillations for cases of incomplete penetration of the joint (c) and complete penetration of the joint (d)]
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YyBCTBUTEIBHOCTh CHCTEMBI MO HAINPSDKEHUIO IYTH K KOJICOAHUSM IMOBEPXHOCTHOTO
CJIOSl CBapOYHOW BaHHBI BHINIC NMPU BEJICHWH TMpOIlecca CBAPKM HAa KOPOTKOW nayre. Jlms
BBIJICJICHUST KOJICOAHWIN HANpPsDKEHUS TP BO3JICHCTBHHM HA CBAapOYHYI) BAHHY KaKIOTO
UMITyJIbCa HWCIONB3YEeTCS PA3HOCTHBIM CHUTHAT MEXKIY TEKYIIMMA W HOMUHAIBHBIMU
3HAYCHUSIMHU HANPsDKCHUH TyTH (MIPUHITUAIT KOMITEHCAIuH) (puc. 5).

»

Tox

Tox
Tok

- ;
g g
=7 g
E =
R € |

y T |

T T T T T 1} r T T T T N T ol

0 005 01 015 02 025 03 0 005 &1 015 02 025 03
Bpems, ¢ Bpess, ¢
pe a POALR, &

Tox

HanpsaxcHue

0 005 O0i 015 ¢2 0,25-03 g
Bpewms, ¢

Pucynok 5 — OciusuiorpaMMbl TOKA W HAMTPSKEHHUSI IPU UMITYJILCHO-{yTOBOM CBapKe C JOMOJHUTEIbHBIME
KPaTKOBPEMEHHBIMU HMITYJIbCAMHU BO30YKACHUsI, KOJeOaHUil CBApOYHOM BaHHBI: @ — HEIIOJIHOE MPOIUIABIICHUE
CTBIKa (HempoBap); 6 — HopMaJIbHOE NMPOIUIABIICHHUE CTHIKA; B — TIOJIHOE MPOTUIABIEHHE CTHIKA C IPOBHCAaHUEM

mBa (ciny4ai, 6nmm3kuit k mpoxory) [Oscillograms of current and voltage during pulsed arc welding with
additional short-term excitation pulses, welding pool oscillations: a — incomplete penetration of the joint (lack of
welding) b — normal penetration of the joint; c — complete penetration of the joint with sagging of the seam
(a case close to the burn-through)]

JIss OBBIIIEHUS] YYBCTBUTEIBLHOCTH K M3MEHEHMIO MPOIIIaBJIEHHs CThIKa Ha paboune
UMIYJAbChl TOKAa M  HaNpsHKEHUS OT MCTOYHMKA MUTaHWS JAYTM  HaKJIaJbIBalOT
KpaTKOBpEMEHHbIe  (HECKOJIBKO  MIJUIMCEKYHJl)  MMITYJIbChl, HE  BIMSIOIIME  Ha
MPOIUIABISIONIYI0 CIHOCOOHOCTh JYr'M, HO TOBBIIIAIOIIME KOJeOaTeabHBIH XapakTep
CBapOYHON BaHHBI, — TAK HA3bIBAEMbIE UMITYJIbCHI BO30YKACHUS.

Henocratkom crioco6a KOHTPOJIS INTyOUHBI MPOTUIABIEHUS SIBISIIOTCS MaJlble U3MEHEHUS
HanpsbkeHus: nyru (He 6onee 0,5 B) mpu koneGaHMM MOBEPXHOCTH CBAapOYHOW BaHHBL [lis
HAJEKHOTO JIETEKTUPOBAHUS MaJblX H3MEHEHHUI HampsyKeHHsl YT CIEIyeT MPOBOAUTH
CBapKy CO CTaOMIM3UPOBAHHBIM HCTOYHHKOM MHUTAHUS JIyTM Ha MUHUMAJIbHOM HAaIPsDKEHUH
oyrd (KOpoTkasi JUIMHA AYTH), M Jy4lie B cpene reius. YyBCTBUTENBHOCTH crocoda
M3MEHSETCS IIPU MIEPEXO0/IE Ha CBAPKY B PA3JIMYHBIX MPOCTPAHCTBEHHBIX MOJIOKEHHSIX.

Hpyroii crioco6 MHAUKaMU KojieOaHUH CBapOYHOM BaHHBI, KOTOPBIM oka3zaics Oojee
Ha/IeKHBIM Ha TPAKTUKE, 3aKII0YAaeTCs B MCIOJIb30BaHUU (POTOJMOAHBIX ONTHYECKHX
yCTpOHCTB [3, 4].

1) Ontnueckuii natuuk. Jns u3mepeHust KojeOaHMI CBapOYHON BaHHBI B CHCTEME
KOHTPOJISI MCIIOJIB3YEeTCS NPUHIUI ONTUYECKOro oOOHapyxkeHMs. JlaHHas TeXHOIOrus
U3MEPEHUs MPHUJIACT CHCTEMe OONBIIYI0 HAaIEKHOCTh M MPOCTOTY mpuMeHeHus. CBapouHas
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BaHHA MMeEET OJIECTANIYIO (3epKaJbHYI0) TTOBEPXHOCTH, (hopMa KOTOPOU Mo Mepe KoneOaHmit
U3MEHSIETCA, MOJAYJIHPYsS. OTPaKEHHBIM cBeT Oyru. JlaHHas MOAYJSIUS COCTOMT M3 ABYX
3¢ (HeKTOB: MOIYISAIUN U3-3a U3MEHEHUS CKPBITOM COCTaBISIONIEH MIMHBI IYyTH U U3MEHEHUS
(GhOpMBI CBapOYHOW BaHHBI, KOTOpasl JCUCTBYET Kak 3epKayio. Ecu MOMECTUTh BXOJHOM
O0BEKTUB ONTHYECKOrO BOJIOKHA JUIsi cOOpa 4acTH MOIYJIMPOBAHHOTO CBETa BOJIU3U 30HBI
CBapKH{ U MepeaTh Mo HeMY u3NydeHue Ha hotoanon (puc. 6), TO JAEKTPUUECKUN CUTHAI OT
dorognona Oynmer conaepkarb MHGPOPMAIMIO O YacTOTe KoJeOaHUs CBApOYHOW BaHHBI
CurHanpl, TOJYYEHHbIE TaKMM OOpa3oM, HMMEIOT HHM3KHE YypoBHU mnomex. Konebanus
CBApOYHOW BaHHBI (OPMUPYIOT Ha BbIXOAEe (OTOAMONA YETKUH HIIEKTPUYECKHM CHUTHAI,
KOTOPBIH BIIOCJIEICTBUN aHAJIU3UPYETCS C IOMOIIbIO KOMIIBIOTEPA.

|

Hanpasnenude ceaprn

.

Pucynok 6 — Cxema yCTaHOBKH ONTHYECKOTO IATYMKA HA CBAPOUYHOIl ropernke: 1 — cBapovHast roperika;
2 — 00BEKTHUB; 3 — ONTHYECKOE BOJIOKHO; 4 — MOBEPXHOCTh CBapouHOU BaHHHI [Installation scheme of the optical
sensor on the welding torch: 1 — welding torch; 2 — lens; 3 — optical fiber; 4 — surface of the welding pool]

Peann3anus curnana ¢ (oToanoa U €ro CIeKTp sl Cilydasl HEIOJIHOTO MPOILIABICHUS
CThIKa (HEempoBapa) MoKa3aHbl Ha PUCYHKE 7.
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PucyHnox 7 — BpeMeHHO# 1 4aCTOTHBIH I'pa)MKH 110 OCHWLISIIUA CBAPOYHON BaHHBI IIPH HETIOTHOM
IIPOILIaBJICHHUH, ITOJy9IEeHHBIE TP 00padOTKe CUrHajia Ha BBIXOje onTHieckoro naryuka [Time and frequency
charts for the oscillation of the welding pool with incomplete penetration, obtained by processing the signal at

the output of the optical sensor]
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2) Unadopmamnus o 9acToTe KojJeOaHUH CBAPOYHON BaHHBI, MPUCYTCTBYIOIIAS B CUTHAJIE
or ¢Qortoanona, ompexpensercs mnpeodpaszoBanneM @Dypbe € MOMOIIBIO  CIEIUATBEHOTO
mporpaMmmMHoOro obecrieueHus [5].

[Tpumeps! criektpa @ypbe, MOIyUYEHHBIE ISl IBYX TUIIMYHBIX peanu3aluil (IIOJHOTo U
HEIOJHOTO TIPOIUIaBJICHUS] CThIKAa), IMOKa3aHbl Ha pucyHkax 4 u 5. IlpeoOpazoBanue
OCYILECTBIISICTCS C TIOMOIIBIO TEXHOJIOTHH OBICTporo mpeobpazoBanusi Oypwe (BIID).

OnpenenuB 4acTOTy KoJieOaHHUI CBApOYHOI BaHHBI, CHCTEMa KOHTPOJIS MPOILIABICHUS
CTBIKa BBIPA0ATHIBACT COOTBETCTBYIOLIEE KOPpPEKTUpYyomee BozaeiicTBue. Kemaemoe
3HaYeHHE YaCTOTHI B repliax MOJIy4yaroT MPOCThIM pacyeToM 1o Gopmye (8):

o, -const

f =Tt ®)

m

rae T — Macca BaHHBI,
Ox — IOBEPXHOCTHOE HATSXKEHHUE MaTepuaa,;
KOHCTaHTa (DOPMBI JUIsl PEATbHBIX CBAPOYHBIX BaHH MPUOIM3UTEIHHO paBHA €IUHHIIC.

W3 ypaBHeHus (8) sicHO, yTO 4eMm OoJblle Macca BaHHBI, TEM HH)XXE YacToTa €€
konebanuii. CiaenoBaTelbHO, €clu TPeOyeTCsl BHIOIHUTEL CBAPKY C MOJIHBIM MPOILJIABICHUEM,
HY)KHa CBapouHas BaHHa Oosbiel Maccol. CormacHo gopmyie (8) yactora KojieOaHUN TaKoM
BaHHBI OyJIeT CHIKEeHA. Maccy cBapO4HOI BaHHBI MOXKHO OLEHUTH 10 dopmyie (9):

2
mzphﬂd

1 ; €))

rJie  p — IJIOTHOCTB;
h — TonmuMHa cBaprBaeMoOro MaTepuana;
d — quameTp cBapOYHOM BaHHHI.

C yuerom ypaBHenus (9) hopmyna (8) Oyaer uMeTs BU:

o
x 10
v poh (10)

IIpy  UMIyIbCHO-AYTOBOM  CBApKE  HEIUIABALIMMCA  DJIEKTPOAOM C  IOJIHBIM
. 3
MPOIUIABIEHUEM CTHIKOBOT'O COEIMHEHUS U3 aycTeHuTHOoU cranu npu p = 8000 kr/M” u o4 = 1

¢dopmymna (10) npumer Bux:

100126
d-Jh

Jns mBa mupuHOM 7 MM M TONIMHOM IulacTMHbl h = 3 MM pacueTHas 4YacToTa
KoJebaHuit cBapouHoit BaHHKI coctaBiser f =31 ',

qDYHKI_[I/IOHaIII)Ha CX€Ma CUCTEMBI YIIPABJIICHHUA ITPOINIABJICHHUEM CTBIKA IO OCHHUJIIAIWN
CB&pO‘IHOfI BAaHHBI IPUBCACHA HAa PUCYHKC 8.
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PI/ICyHOK 8 — q)yHKL[I/IOHaJ'ILHaSI CX€Ma CUCTEMBI YIIPABJICHUA MPOIIIABJICHUEM IO OCHHUIAINN CBapO‘IHOfI BaHHBbI
[Functional diagram of the penetration control system for welding pool oscillation]

B cucreme uis peanu3aniii UMITYJIBLCHO-TYTOBOM CBApKH HEILIABSAIIUMCS JJIEKTPOJIOM
WCIIONIb3YETCSl MHBEPTOPHBINA ympaBiseMblii uctoynuk nurtanus (YUII), obecneunBaromuit
CTaOMIIM3aIUIO ITAPaMETPOB TOKA M HATIPSHKEHUS HA YPOBHE 33JJaHHBIX YCTABOK Uepe3 MaHeb
yIpaBlIeHUs WMIU OT KommbioTepa. KomebGaHus cBapouHOl BaHHBI B KaXKJIOM IHKIIE
UMITYJIECHO-TYyTOBOW CBApKH BBI3BIBAIOTCS KPATKOBPEMEHHBIMU HMITYJIHCAMHU BO30YKICHUS
JUTATEIBHOCTRIO 2...3 MC, HAKJIaJbIBACMBIMH Ha PabOYMii MMITYyJIbC B HadaJle W KOHIIE €ro
JEHCTBUS B KaXIOM LUKIE cBapku (puc. 9). Mudopmarus o koaebaHUIX CBApOYHON BaHHBI
CHUMAETCS ONTHYCCKHMH WU JIEKTPUICCKUMHE (IO HANPSDKCHHIO JyTH) Aardukamu. Cxema
00pabOTKH CUTHAJTIOB B CUCTEME YIIPABIICHHUS BKIFOUAET CIEAYIOUIUE dTAIBI:

— (UIbTpALMIO CUTHAJIOB C IIOMOIIBbIO HU3KOYAaCTOTHOTO GuiibTpa [6];

— 3aIIMTy CXEMbl TpeoOpa3oBaHUs CHUTHAJA OT: MOIIHOW aJAUTUBHOW MOMEXHU C
MTOMOIIIbIO OJIOKA TaTbBAHUYECKON Pa3BsI3K B IU(GPOBOM U aHATIOTOBOM YacCTsIX CUCTEMBI [7];

— ouu(dpOBKY CUTHAJIOB U IMEpelayy UX 4epe3 YCTPOHCTBO cBsizu ¢ o0bekToM (YCO)
JUTSl 9aCTOTHOM 00paboTku B KoMmbtoTepe [8];

— YacTOTHYIO O0pa0OTKy CHTHAJIOB IO mporpamme 00paboTku WHGOPMAIMOHHOTO
cUTHAaJa ¢ ucrojb3oBanrem BIID [9].
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Pucynok 9 — ®opma UMIyIBCOB MPU UMITYJIBCHO-AYTOBOH CBapke: a — padounit ummynbc (I, t,); 6 — UMITyIbe
B030yxkneHus (1, t;), HaJIOKEHHBIA Ha Havao pabodero umiyisca [Pulse shape during pulsed arc welding:
a — working impulse (I, t,); b — excitation pulse (I, t;), imposed on the beginning of the working pulse]

B cTpyKTypy CHCTEMBI aBTOMAaTHYECKOTO YIIPABICHHS IIOMUMO KOMITBIOTEpA ¢ HAabOpoM
CHEIMANbHBIX ~ Nepu(epuiHbIX  YCTPONCTB  (MPUHTEpP, MAUCIICH, MBIIIb)  BXOZIST
YCWIHNTEIIbHBIC, U3MEpUTEIbHbIE M MpeoOpazoBaTenbHble ycTpoiicTBa Tuma ALLL, IIAITI,
MHOTOKaHAJIbHBI LU(POBOH PEruCTPaTOp OCHOBHBIX MApaMETPOB CBAPKU (MMITYJILCHOTO
TOKa, HANpsHDKEHUS IyTH, CKOPOCTH CBapKW, cUrHama oT (otoamona), dopmupyrommii
nacnopT Ha TexHonoruueckui npouecc [10]. 3anucanHeie B peructparope B HuGpOBOM BUJE
JAaHHBIE O MapaMeTpax Ipollecca CBApKM B aBTOHOMHOM pexuMe (0e3 KOMIbIoTepa) mpu
HEO0OXOUMOCTH MOTYT OBITh pacredyaTtaHbl Ha MpUHTEepe Wi B pexume off-line oOpaboTanbl
Ha KOMIIBIOTEPE.

Cucrema ympaBnenus 1o mnporpamme bIID BbuucAsSeT aMITUTYAHO-YaCTOTHYIO
xapakTepucTuky (AUX) konmebaHuii CBapoO4yHON BaHHBI B NEPHUOJ JACUCTBUSA Ka)XJOTO
UMITyJIbCa CBapKd MW UMIIyJIbca TMay3bl IO CHTHaJNy C ONTHUYECKOTO JaTdyhKa WIH
ANEKTPUIECKOTO aaTtuuka (puc. 10).
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Pucynox 10 — Onpenenenne kadecTBa cBapku 1o uaeHtnukannun AUYX konedanuii cBapouHO BaHHBI B
NeproJIbl UMITyNbCa U NMays3bl B I-M Lukie cBapku [Determination of the quality of welding by identifying the
frequency response of the welding pool oscillations during periods of impulse and pause in the welding cycle]
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YacTtoTHbIN aHanmu3 mojokeHuss nuka AUX kojebOaHWN CBapOYHOW BaHHBI B TIEPHOJ
JNCHCTBHUS UMITYJIbCa M Tay3bl Ha KaXJIOM i-M IUKIIE CBAPKH B COOTBETCTBUU C TaOIUIEH
KauecTBa cBapku (puc. 10) mo3BosuseT GopMUpOBaThH KOPPEKTUPYIOUINI CUTHAT YIIPaBIICHUS
no toky 'y, cBapounoro ummysnbca [11]. Onpenenennsie 3HaueHus I, HUCHONB3YIOT IS
cTaOuian3anuu TIOyOMHBI MPOIUIABICHHUS] CThIKA MpPH JIEHCTBUHM B IPOLECCE CBApPKH
TEXHOJOTUYECKUX Bo3MyIieHui [12, 13].

AaroputM paboThl KOMIIBIOTEPHOH CHCTEMBI yNpaBieHHs B pealbHOM BpEeMEHHU (3a
Ka)KIbIi IUKJI CBapKH) IIPUBENIEH Ha pucyHke 11.
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Pucynok 11 — Anroput™ 00pabOTKH JaHHBIX B KOMIIBIOTEPHON CHCTEME YIIPABJICHUS MMPOIUIABICHIEM
[Algorithm of data processing in computer control system of penetration]

Taxum oOpa3om, 1o pe3yabTaTaMm MPOBEAECHHBIX TEOPETHUECKUX U IKCIEPUMEHTAIbHBIX
HCCIIEA0BAHUMN IIPEMIOKEHBI METOJABl M AJITOPUTMBI IIOCTPOCHUS CUCTEM ABTOMATHYECKOIO
YIpaBJIEHUS IPOLECCOM aprOHOIYTOBOM CBApKH, B OCHOBY KOTOPBIX 3aJI0’KE€HA 3aBUCUMOCTh
CIeKTpa KojeOaHui CBapOYHON BaHHBI C BEJIMUMHON MPOILIABICHHS CBAPUBAEMOT0 M3/EIHSL.
Cucrema ympaBieHUS MOXET OBbITh PEKOMEHJ0BaHa NpPHU TMPOU3BOACTBE KOHCTPYKIIUI
OTBETCTBEHHOI'O Ha3HAYCHUS.
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Abstract — The article presents the results of studies carried out to build an automatic system for
regulating the depth of penetration during argon-arc welding using signals of welding pool
oscillations. Methods of control and algorithms for controlling the process of argon-arc welding of
critical structures by welding pool oscillations and extraction of the oscillation spectrum are
proposed.

Keywords: welding pool, the amount of penetration, optical sensor, welding quality.

I'JIOBAJIBHAA AJJEPHA S BE3OITACHOCTD, Ne 1(30) 2019



