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KoHTponb napameTpoB BaHHbI pacnfaBa npu fla3epHou cBapke
C Ucnosnb30BaHNEeM CKOPOCTHOM Buaeokamepbl™

IIposedena 6udeocvémra u Uccied08ana MUKPOCMPYKIYPA 6aHHbL PACNIABA NPU JA3EPHOU ceapke. Ycmanosnenvl obujue
3aKOHOMEPHOCMU, HAOI00deMble NpU aHAIU3e 8UOeOMAMePUANd U AHANU3e MUKPOCTIPYKIYPbl 6aHHbL pacniasd. I[lonyuennvie
Pe3YIbmMamsl MONCHO UCNOIb3068AMb 015l HO0OOPA ONMUMATLHBIX PENCUMOS JIA3EPHOU C8APKU U pA3pabOmMKU OCHO8 KOHMPOIs
CBAPOUHO20 NPOYeccd 8 peanbHOM 8PeMEHU.
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Control of melt bath parameters at laser welding using
high-speed video camera

The paper reports the procedure of researches of welding bath parameters with the application of a high-speed video cam-
era at laser welding. The video materials obtained allow monitoring on-line the parameters of bath crystallization and defin-
ing the dependence of this process upon welding speed. On the basis of the video material analysis there are defined depen-
dences of bath parameter changes upon welding speed. There is shown a tie of changes in dimensions and micro-structure
with the welding speed.

Keywords: laser beam; high-speed video camera; crystallization; micro-structure.

JlazepHas cBapka BOJIOKOHHBIMHU JIa3epaMU BpeMsl JIOCTaTOYHO PaCIpOCTPaHEHHBIM TEXHOJIO-
Pa3IMYHBIX MAaTEPUATIOB U TOJIINH B HACTOSIIIEE rudeckuii mporecc [1, 2]. Bricokue ckopocTu
E— 5 mpolecca U Majas IIMpUHA 1IBa TpeOyloT Kade-

*HMccne/ioBaHUE BBIMOJTHEHO MNPH (PMHAHCOBOM MOJI- CTBEHHOTO KOHTPOIIL 3a mporeccoMm. st 3Toif
nepxxke POOU u [paBurenscra Pecriyonmuku Tarapcran B eI WCIOJB3YIOTCA Pa3sHOOOpasHBIE JATUHKH,
pamkax HaydHoro mpoekTta Ne 17-48-160248. The reported JIA3EPHBIC CKAHATOPBI, OTCICKHBAIOLIAE BEITHIN-
study was funded by RFBR .and Republic of Tatars- HY 3a30pa MEXJy 3aroTOBKaMi, (hOTO W BHJICO
tan according to the research project no. 17-48-160248.
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¢duKcanys Mapora3oBOoro KaHaja, IUIA3MEHHOTO
(akena, mporiecca 3arBepaeBanus [3 — 7].

B pab6ote [8] ¢ ucnosb3oBaHMEM ABYX BBICO-
KOCKOPOCTHBIX KaMep YCTaHOBJIEHA B3aUMOCBS3b
MEXIy KOJEOaHHSIMH TapoTa30BOr0 KaHajda U
I1a3MeHHOro ¢akena M 3a CYET 3TOr0 MOXKHO
KOHTPOJIMPOBATh TPOLIECC JIA3ePHOH CBapKH H
MpeIynpexIaTh MOsBICHHE Ae()EKTOB.

ABTopamu paboTsl [9] nccienoBaics mnpoiece
o0Opa3oBaHusl MOp NpHU JA3epHOM CBAapKe TaBpO-
BBIX COCAMHEHUH C HMCIOJIB30BAaHUEM JBYX BBICO-
KOCKOPOCTHBIX BHJCOKaMEp W PEHTTCHOBCKOM
BUJICOKaMepbl. Pe3ynbraToM sIBISiETCS MOIyde-
HUE M300paXKeHUH BaHHBI PACIUIaBa, HA KOTOPHIX
MOJKHO DPa3JIM4YUTh HAIPABIICHHE TOTOKOB JKHI-
KOTO METaJlla, H3MEHSIONIUECS B 3aBUCUMOCTH OT
3a30pa MEXAY CTEHKOW M IMOJKOW TaBPOBOI'O CO-
eIMHEHHsI, OT KOTOPOTO TaKXe 3aBHCUT 00pa3o-
BaHUE TIOP.

TakuM 00pa3oM, MOKHO YCTaHOBHUTH B3aWMO-
CBSI3b MOBEJCHUS KUIKOTO METajuia ¢ mopoodpa-
30BaHMEM. Takke C WCIOIh30BAHUEM BBICOKO-
CKOpPOCTHOM BUACOKaMEpPhl MOXXHO HAONIOIATh 32
u3MeHeHHeM (OpMBI Tapora3oBOr0 KaHala W
¢dbopMbl BaHHBI paciulaBieHHOTO Metamuia [10],
MOJTydCHHBIEC JIaHHBIE MOXKHO OIM(POBaTh U TIO-
JYYUTH KOJWYECTBEHHYIO OLIEHKY MOBEICHUS I1a-
pOra3oBOro KaHaja B 3aBUCHMOCTH OT PEKHMOB
CBapKH, C LIEIbI0 KOHTPOJIS IIpoLiecca.

[Ipu npoBeaeHnn padboT MO Ja3epHON CBapKe B
YCIIOBHSIX MacCOBOTO WJIM CEPHHHOTO MPOU3BO/I-
CTBa IIBOB OOJIBIIION JIJTMHBI UCIIOJIb30BAaHUE CHC-
TEM MOHHUTOPHHTA SBISETCS HEOOXOJUMBIM, TaK
KaK C UX MOMOIIBIO MOKHO IPOTHO3UPOBATH II0-
sIBJICHUE JC(PEKTOB M KOHTPOJIUPOBATH CTAOUIIB-
HOCTB IIpoI1iecca.

Llenbto maHHOM paloOTHI sBiIAETCS pa3paboOTKa
METOJMKH BU3YaJbHOW OIICHKH H3MEHEHHUsS pa3-
MEpPOB U MOBEJICHHUS CBAPOYHON BaHHBI B MPOIIEC-
Ce JIa3epHOW CBAapKU M3IyYEHUEM BOJIOKOHHOIO
Jmazepa JUisl JAIbHEWINEro MCHOJIb30BaHUS pe-
3YJIBTATOB IPH Pacy€Tax CXeM KPUCTAUTN3alUHU ’
OTITUMU3AINH PEKUMOB.

DKCIEpPUMEHTHI TIPOBOIMIIA HA KOMIUIEKCE ISt
Ja3epHOM CBapkH, cocTosmiero u3 podora KU-
KA KR 120 R 2700 extra HA, nucrounuka nazep-
HOTO M3JTy4eHHS B BHJI€ BOJIOKOHHOTO Ja3epa LS-
20, cBapounoii rosioBku LK-690 KUGLER.

Komrmuteke perucrpanuu BuaeoMaTepuaia co-
JIEP)KUT  BBICOKOCKOPOCTHYIO  BHJICOKAMEpy
Memrecam HX4 (Nac), makpooobektuB AF-S
VR Micro-Nikkor 105 MM, monocoBoit uaTepde-
PEHIIMOHHBIN CBETOQMIBTP U CUCTEMY JIa3epHOU
Benbimku Cavilux HV (Cavitar Ltd.) ¢ mouHO#M
BOJIHBI A = 810 HM, HCIIONIB3YyEMOM TSI ITOJICBETKH.

BuneocréMKky  mpoBOAMJIM  HAa  4acTOTe
3000 xagp/c c¢ pazpemenuem 1280x960 Touek,
MaKCUMyM TIPOITYCKaHHs IOJIOCOBOTO HHTEpde-
PEHIIMOHHOTO CBETO(PMIBTPA, UCIOIB3YIOIIETOCS
IUTSL TIOJIABJICHUS M3ITy9EHUS TUIa3MEHHOTO (haKe-
na, coctaBisul 810+20 um. CBapKy NpoBOAUIN Ha
IUTACTUHAX W3 HEpPXKaBEIIIEH CTali MapKH
12X18HIO0T pazmepom 100x50%2 mm.

CxeMa mpoBeJIeHHsI SKCTIEPUMEHTOB TMOKa3aHa
Ha puc.l

Puc. 1. Cxema 3xkcnepuMeHTa:

1 — cxopocTHast kamepa; 2 — MOJI0COBOM (BHIIBTP;

3 — TpyOKH JUIsl TIOJAYH 3aI[UTHOTO r'a3a;

4 — uMITynbCHast Ja3epHasi MOJICBETKa; 5 — obpaserl

CkopocTHass Kamepa 3aKpeIuvIsieTcsl Hemoj-
BIJKHO OTHOCHUTENBHO OOpa3la, NepreHIuKyIsp-
HO HAaNpaBJEHHUIO Tepemiasa 1oy yriaom 40° x
BEpPTUKAJIIBHOW  ocu. HM3nmydeHuwe  nazepHOU
BCITBIIIIKY, TTajasi HAKJIOHHO Ha MOBEPXHOCTH, OC-
BemaeT o0JacTh CBapKu B (popMe 3IIIuIca ¢ ocs-
MU 14X7,5 MM, BBITHYTOTO BJIOJIb HAlpaBJIECHUS
JMBIDKEeHUsT oOpasna. [laHHbIN ydacTok (QuKcUpo-
BAJICSl HA CKOPOCTHYIO BUICOKAMEPY.

Capka o0pa31oB MPOBOIUIACE CO CKBO3HBIM
IIPOIUIABJIICHUEM. bBUIO MCCaeaoBaHo 8 PeKMMOB
CBapKH, YKa3aHHbIX B Ta0I. 1.

1. PeskMMBI CBapKH 3KCIIePUMEHTATBHBIX 00pa3LoB

Ne 1 2 3 4 5 6 7 8
pexuMa
v, Mvi/c 20 25 30 35 40 45 50 60
P, kBt 20 | 23 | 26 | 28 | 30 | 32 | 33 33

32
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[Tonyuennslie n300paskeHNs CBAPOYHON BaHHBI ITOKa3aHbl Ha poTorpadusx B Tadi. 2.

2. PesynbTaThl BHACO 00padOTKH KaAPOB KHHOCHEMKH

Ne obpasna CK;I?\EETB’ Poro K;E;;;;;ZEEZ ° BiIHJ:{P:I{,aA
1 20 24,2 29,6
) 25 20,5 31,34
3 30 23.6 31,31
4 35 23.6 29,86
5 40 15,5 37,19
6 45 13,0 35,7
7 50 19,9 37,8
g 60 30,4 24,2
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Kak Bugno m3 taba. 2, METOOMKa MO3BOJISIET
3aduKcupoBaTh (HOPMbI CBAPOUYHOIN BaHHBI B JIO-
00lf MOMEHT JBMXEHMSI UCTOYHUKA Harpesa. lpu
U3MEHEHUH PEXHMOB MJIM KaKUX-TO MX Hapylle-
HUN B Ipoliecce CBapKU BO3MOXKHO 3auKcHpo-
BaTh OCHOBHBIE pa3Mephl CBAPOYHOM BaHHBI.

B nannoii pabote ObUIM TIPOBENEHBI HU3MEpPE-
HUS IO CTON KajJpaM Haubosee MHYOpPMATUBHBIX
yuactkoB. Ha doTorpadusx ouepranusi cBapouy-
HOU BaHHBI 00BeneHbl. [Ipu 0OpaboTKe AAHHBIX
nzobpaxenuit B mporpamme «KOMITAC-3D
V16» MOXHO OnpeeNnuTh JUIMHY BaHHbBI, IIUPUHY
U Yroia HU30TepMbl KPUCTAIM3ALUMU CBAPOUYHOM
BaHHBI paciiaBa. Ha moiydeHHbIX KaJIpax Xopo-
110 BHJIHA 3aBUCUMOCTb (OPMBI BaHHBI OT Iapa-
METpPOB PEKHUMa CBAPKHU.

B nepcnexkTtuBe BO3MOXKHa oLM(POBKA H30-
OpakeHMsI CBApOYHOM BaHHBI B IpOrpaMMme
MATLAB R2013a, 9T0 macT BO3MO>KHOCTH OII-
penensaTh pa3Mepbl CBApOYHOM BaHHbBI Ha MpPOTH-
YKEHHH BCETO Mpoliecca cBapku. B3anmoaericTBue
OLIM(POBAHHON MOJIENN C CYHIECTBYIOLIUMU MPO-
rpaMMaMH pacdéra KpUCTAJIM3aLUU CBAPOUYHOM
BaHHBI [11] TO3BONHUT KOHTPOJIUPOBATH CXEMY
MEPBUYHON KPUCTAIM3AaLUMU U IPE/ICKa3bIBaTh
CBOIMCTBA CBApHBIX COCIUHEHUM.

B kaudecTBe mpakTH4ECKOro NpuUMepa MCHOJIb-
30BaHUS JJaHHOW METOJMKH JUIsl OLIEHKH IEepBUY-
HOM CXeMbl KpHUCTaUIM3alluy B MPOLIECCE CBapKH,
ObL1a Hcciel0BaHa 3aBUCUMOCTh U3MEHEHHS yriia
M30TEPMbl KPUCTAIIIM3ALUU OT CKOPOCTH CBapKH
BO B3aMMOCBSI3H C YTJIOM pOCTa OCel KpUCTAJLIH-
TOB. YTOJI pOCTa OCEH KPHUCTAJUIUTOB SIBJISETCA

B&)XHOW BEJIIMYMHOW NMPHU OLIEHKE CKOPOCTH KpH-
CTAJUIM3alMU, CXEMbl KpUCTAUIM3allUM U, B KO-
HEYHOM HUTOre, CBOMCTB CBApPHOIO COEAMHEHUS, a
TaK )K€ CKJIOHHOCTH €ro K 00pa30BaHUIO TOPSIUUX
TpenuH [12].

Tak kak yros pocra U30TE€pMbI KpUCTaJJIU3a-
LUK XOpoLIO (PUKCHUpyeTCcs NaHHOM METOIUKOM
(cMm. ¢doTo Tabn.2), HE0OXO0AUMO OBLIO Ompene-
JIUTh €ro CBSI3b C YIJIOM POCTa OCel KpUCTallu-
TOB. {151 3TOM 1enM OBLIM MPOBEIACHBI UCCIEI0-
BAaHUS MHKPOCTPYKTYPbl CBAapEHHBIX OOpPa3IOB.
bbui  moAroToBieHbl HUTM(BI TOBEPXHOCTH 3a-
KPUCTAJIJIM30BABIIETrOCs MeTallia.

Ha puc. 2 nokazana MUKpOCTpYKTypa Ha OJ-
HOM U3 PEKHUMOB, COOTBETCTBYIOIIMX CKOPOCTH
ceapku 60 mm/c. Ha ¢ororpadusax oT4eramBo
MIPOCIIEKUBACTCA T'PAHUIIA TEPEIUIaBIEHHOTO Me-
Tajia, a TaK)Ke HalpaBJIE€HHOCTh POCTa KpUCTAaJ-
nutoB. Takue xe ¢ororpacduu ObLIU CHeNaHbl U
U1 IPYTUX 3HaYEHUH peXUMOB.

[Tocne nmpoBeaeHust 3aMepoB u 00paboTKu ¢o-
Torpaduil MUKpPOCTPYKTYp BceX 00pa3LoB Oblia
COCTaBJIEHA CXeMa, IpejACTaBlieHHas Ha puc. 3.
Ha nanHoii cxeme yroa o SBJISETCS MOJOBUHOU
yria, 3aMEepeHHOT0 BHJIEOKaMEpoM, XapaKTepH-
3YIOUIET0 M30TE€PMY KpUCTaLUIM3aluu. Yroua f3
XapaKTEepU3yeT Yroj pocTa KpUCTAIIUTOB, MOJTY-
YEHHBIN MpU 00paboTKe MUKPOCTPYKTYp. Cxema-
TUYECKOE H300pa)KeHHEe H30TepM KpHUCTaJUIM3a-
LU U COOTBETCTBYIOIIEH HANpPaBIE€HHOCTHU POCTa
KpUCTAIUTOB TIpu ckopocTsax 20, 40, 50 mm/c
MOKa3aHo Ha puc. 3.

Puc. 2. MukpocTpyKkTypa NOBEPXHOCTH CBAPHOIO IIBA, MOJY4YeHHOr0 Ha ckopocTH 60 Mmm/c
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Puc. 3. CxemaTnyeckoe H300pazkeHne H30TepM KpH-
CTAJUIM3ANUH H COOTBETCTBYIOIEl HATIPABJIEHHOCTH
pocTa KPUCTANJIMTOB NpU ckopocTsx 20, 40, 50 mm/c

[TonyueHHbIe SKCIIEPUMEHTAIBHO 3HAYCHHUSI
YIJI0B O ¥ 3 B 3aBUCUMOCTH OT CKOPOCTU CBapKu
IIpe/ICTaBJICHbI B BUJIE TpaMKOB Ha puc. 4.

Vrox, °

Puc. 4. 3aBucuMocTH yriia u30TepMbl KPUCTAJLIN3AIAN
o (I) m yraa pocra KpUCTALIUTOB P (2) 0T CKOPOCTH
CBapKH

Pa30pocsl 3HaueHuit Ha rpadukax CBsI3aHBI C
IOrpCIIHOCTAMUA HSMCpCHHﬁ, KakK BUJCOMaTcpHra-
Ja, TaK ¥ MHUKPOCTPYKTYpBI, OJHAKO, HaOmo1a-
IOTCSl OIIPENICNIEHHBbIE 3aKOHOMEPHOCTH 3aBUCH-
MOCTHU YIJIOB 0 U 3 OT cKopocTu cBapku. Mnen-
TUYHOCTh XapakTepa MOBeAeHUs TpaduKkoB U
YIOBJIETBOPUTENIBHOE CXOXKICHNUE 3HAUEHUHN yKa-
3bIBAIOT HA TO, YTO U3MEpPEHHbIE M0 pa3paboTaH-
HOM METOJMKE YIJbl 0. MOXHO, B IIEPBOM IIpH-
ONMMKEHUH, MCIOJIb30BaTh U PAaCYETOB CXEM
KpUCTAJJIM3aLMU KaK YTJIbI [3.
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Pexksiama Baueil npoayKuuy B HallleM KypHaJie —
OJIMH U3 c0c000B HocTHkeHusi Bamero ycnexa!

Kypnan «Hayko€MKue TEXHOJIOTMM B MAIIUHOCTPOCHUW) YUTAIOT PYKOBOJUTEIH U CIIELAATIUCTBI
MPEANPUATHI MAIIMHOCTPOUTEIIBHOIO KOMIUIEKCA.

[TyOnukanus pexiiaMHOro oObsIBJICHHSI B HAllIEM JKypHase JacT Bam BoO3M0OKHOCTB:

* HaWTH MAapPTHEPOB, 3aMHTEPECOBAHHBIX B COBPEMEHHBIX MCCICIOBAHUSX, & TAKKE BHEIPCHUHU
Bammx uzeit u pazpaboTok B 006J1aCTH MAaIIMHOCTPOCHHUS;

* YCTAHOBHUTH KOHTAKTHI C OpraHu3anusMu U pupmamu Poccun u cTpad OJUKHEro U 1ajJbHEero 3a-
pPYyOexXbs;

* HAJIaTUTh 00MeH uHbOpMaIueH.

Oopamaiitecs B perakuuio!  E-mail: naukatm@yandex.ru
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