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Llenbto paboTsI ABNIsAETCA pa3pabOTKa CHCTEMBI YIIPaBICHHS dIEKTPOLYTOBOMH CBa-
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Abstract. The paper presents a development of control system for an electric arc
welding installation based on the analysis of thermal processes and algorithms developed
by the authors for controlling the operating modes of the power supply. Mathematical and
simulation models of welding processes with control functions of pulsed welding modes
are used. The electrothermal factors influencing the process of forming a weld are consid-
ered. A method for controlling the current pulses of the welding arc is proposed.
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|. BBeneHue

CBapo4HOE IPOU3BOJICTBO MOJYYHIO IIUPOKOE PACIPOCTPAHCHUE BO
MHOTHX OTPACIIIX HMPOMBIIIICHHOCTH, TAKMX KaK MAIIMHOCTPOCHHUE W CTAHKO-
CTPOCHHE, a TaKke B OOJIACTH CTPOWTENHCTBA M W3TOTOBICHHUS TEXHOJOTHYE-
CKOTO 000pYIOBaHMUS IS SHEPTETUKH, METAILTYPTUH U XUMUHL.

[NomyaBromatnueckas ceapka MIG, MAG, TIG (cokpamenno ot MIG —
Metal Inert Gas, myroBas cBapka B 3alIMTHOM cpene uHepTHOro raza; MAG —
Metal Active Gas, nyrosas cBapka B 3aIlIMTHOM cpejie akTUBHOTO Tasa; TIG —
Tungsten Inert Gas, cBapka B cpejic MHEPTHOI'O I'a3a HEIUIABAIIAMCS JICKTPO-
JIOM), SIBTISIETCSI OCHOBHOM TEXHOJIOTHEH MPU MPOU3BOJICTBE TPYOOIPOBOIOB, 3C-
TaKaJl U JPYTIUX OMMACHBIX MPOU3BOACTBEHHBIX O6’I)CKTOB, TE€CHO CBsA3aHHBIX CO
CTPOUTENILHON OTPACIIbIO HAIIEH CTPaHBbI.

Ha puc. 1 mpencraBieHsl 3eMeHTH 000PYAOBaHUS ATl OCYIECTBICHHS
TOJTyaBTOMaTHYECKOW AYTOBOW CBApKH.

HccrenoBaTensiMu oTMedaeTcss MHOTO TIpoOJIeM B CBapOYHOH 001acTH, B
TOM YHCIIe, pa30phI3TUBAHIE 3JCKTPOJHOTO MaTepHaia B KOJNHYECTBE, 3aBHCS-
IIeM OT BHOB U PEKAMOB CaMOT0 MpoIiecca B 30HE TEPMHICCKOTO BO3ICHCTBUSA
nyru. Eme omgHO# mpoOneMoii sBisieTcss BBICOKAsk WHEPIUOHHOCTD AJIEKTPHYE-
CKHUX W TEMIIEPATYPHBIX APAMETPOB Iy M 3JIEMEHTOB CBapHOTo 1mBa [1, 2], ko-
TOPBIC OKA3BIBAIOT MPSIMOE BIMSHIE HA HTOTOBOEC KAYSCTBO CBAPHOI'O M3/ICIIHS.

KayecTBO CBapHOro IIBa 3aBUCHT OT CTEIECHH MPOIUIABICHUS METaJlIa.
ABTOpBI IpeJIararoT KOHIICTIIHIO YIIPABICHUS TEIIOMACCONEPEHOCOM paciljiaB-
JICHHBIX Karelb MeTajljla MOCPEICTBOM H3MEHEHHUS CBAPOYHOIO TOKA B (DYHKIHH
3JIEKTPUUYECKOTO COIMPOTHBICHHUS MEXKIY JICKTPOAAMH, M3MEPCHHOTO KOCBEH-
HbIM crniocobom. KoHmenmus mocTpoeHa Ha OCHOBE MAaTeMaTHYECKOW MOJEITH
HarpeBa KaIlld MEeTaJula, MEPEHOCUMOTO C IUTABSIIET0Cs dJICKTPOIa Ha CBApHOU
moB. iMutanuoHHbIe MoJIeu (POPMHUPYIOT TeMIIepaTypHbIe Tpa)uKu B 3aBUCH-
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MOCTH OT TOJIIIMHBI CBAPUBAEMOTr0 MeTalIa. Pe3ynbTaThl, MOTy4eHHbIE IPU UMU-
TAIIMOHHBIX 3KCIIEPUMEHTaX, MPOBEPSIOTCS Ha MporpaMMupyeMoi aboparop-
HOH ycTaHoBKe «JIaGopartopy.
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Fig. 1. Burner design (a) and equipment
for implementing the semi-automatic welding process (b)

1. Onpenenenue rpadguka Harpepa 31eKTPOIHON KaIN

Cunel [1], Brusitornue Ha GOpPMHUPOBAHKE JICKTPOIHON KATUTH MPH €¢ Tie-
peHoce B CBapOUHYIO BaHHY ILIBa, TOKa3aHbI Ha puc. 2, rae F — snekrpoanHamu-
yeckas cuna, H; P — cuna msokectu, H; G — cuia BHyTpeHHero nasienus, [1a; N
— CHJIa NIOBEPXHOCTHOTO HATsDKEHUs. 3/eCh MPOsBIsieTcss NHHY-3QdekT — Bo3-
HUKHOBEHHE BOKPYT 3JEKTPUYECKOTO IIPOBOJHNKA IIEHTPOCTPEMHUTEIBHBIX CXKHU-
MAIOIIHX CHJI, TPOTIOPIIMOHAIBHBIX KBaJpaTy TOKA B IPOBOJHUKE, OH OIpEIeIIs-
ercs 3 dexrom bennera [3]. DTOT 3 dekT nprcyTCTByeT B 1H000M MOMEHT Bpe-
MEHH, KOTJla TOK He paBeH Hymo. Ho ocoboe BiHsHHE Ha IEepeHOC MeTauia B
BaHHY 3TOT 3Q(EeKT NMeeT IMEHHO Ha dTarne popMuposanus Karmiy. [Tocie okoH-
YaHWs HAYaJIbHOTO MEPUO/Ia KOPOTKOTO 3aMbIKaHMs, KOT/1a PE3KO YBEIMIHBACTCS
CBApOYHBIN TOK, HAYMHAETCS POCT AIIEKTPOMArHUTHBIX CHJI, KOTOPBIE C)KUMAIOT
[IEPEMBIUKY, B pe3yJIbTaTe Yero 00pa3yeTcsi «KMOCTHK» MEK/1y Karjiel U JJIeKTPO-
J0M. 3Ha4eHUE TOKa 3aBHCUT OT THUIA M JUaMeTpa HCIOJIb3yeMOi CBapO4YHOU
npoBoJIokH. Jlanee cBapOYHBIN TOK MOBBINIAETCS MJIABHO, & HE CKAYKOM, UCTOY-
HUK [TUTaHHUsI «TOTOBUTCS) K MOMEHTY OTJEJICHHUS KaIlIk OT JJIEKTPOJIa.

B mporecce 31eKTpoayroBoil CBapKH IUIaBSIIMMCS 3JIEKTPOJOM BCETZa
HNMEET MECTO Nepexo/l 3JEKTPOIHOT0 MeTajlla Ha U3JIeJIUe B BUJIE Kallelb, BeIH-
YMHA KOTOPBIX 3aBHCUT OT TOKa cBapkd. [lo3TOMy mpu moiryaBTOMaTHuecKOH
CBapKe CONPOTHBIICHUE JIyTOBOTO NPOMEXYTKa R, 3aBUCHT OT (a3bl mepexona
KaIuld B CBApOYHYIO BaHHY M LMKJINYECKH U3MEHSIETCS BO BPEMEHH C YacTOTOH
20-200 I'x (puc. 3).



46 InekmpomexnuuecKue KOMNIEKCbl U CUCHIEMbL

TIpoBonouHsri
21EKTPOA

@ (©)
Puc. 2. Cuabl, Bisitomue Ha ¢popMHUpOBaHUe JIEKTPOJHOI Kaniu (a),
M LeHTPOCTpeMuTe1bHas cuiia (0)

Fig. 2. Forces influencing the formation of an electrode drop (a)
and centripetal force (b)
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Puc. 3. BpemeHnHbIe THarpaMMblI:
Ux — HanpsizkeHde OyrH, B; 1 — Tok ayru, A; Tyua — BpeMsi OJIHOTO IUKJIA, C;
Tix — BpeMsI KOPOTKOT0 3aMbIKaHMs, C;
Ri — compoTnBIeHHe AYTroBOro MpoMeKyTKa, OM

Fig. 3. Timing diagrams:
Uy — arc voltage, B; I, — arc current, A; T — full cycle time, s;
7 — short circuit time, s; Ry — arc gap resistance, Ohm

IMpouecc cBapku, KOTOPHIH MMeeT HauOOJbIIME NIAHCHI HAa pPa3BUTHE,
HasbiBaeTcsi STT-mporeccoM (COKpalleHHe OT aHITMHCKOro tepmuHa Surface
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Tension Transfer — mepeHoc 3a cyeT cuil MIOBEPXHOCTHOTO HATSDKEHUS ), pa3pabdo-
TanHbI Kommanuei «Lincoln Electricy (CILA) [4].

CyIIHOCTB 3TOT0 IpoLiecca 3aKII0YaeTcs B TOM, YTO IIEPEHOC Macchl pac-
IUIABJIEHHOT'O METaJljIa OCYIIECTBIISIETCS ITyTEM He CaMOIPOU3BOJIBHO CHOPMHUPO-
BaHHBIX UMITYJIbCOB, a ITyTE€M IIPHHY IUTEIHLHOTO CO3JaHuUs KOPOTKUX 3aMbIKaHUH
[5]. @opMBI KpUBBIX CBApOYHOTO TOKA M HANIPSHKEHUS MIPH cBapke MetomoM STT
n300pakeHs! Ha puc. 4.
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Puc. 4. ®opMbI KPUBBIX CBAPOYHOT0 TOKA W HATIPSKEHUSI
npu cBapke metoaom STT

Fig. 4. Shapes of welding current and voltage curves during STT welding

Karuts Metania nepexoanT B BaHHY paciulaBa B pe3yJbTaTe AeHCTBUS CHII
MIOBEPXHOCTHOTO HATsDKeHus. [locie kacaHus Karjiel paciyiaBIeHHOTO MeTauia
CBapOYHBINA TOK PE3KO YMEHBIIACTCS, 1 OHA HAYMHACT MJIABHO «3aTATHBATHCS» B
BaHHY CHJIAMH TTOBEPXHOCTHOTO HATSDKEHHS, B pe3yJIbTaTe 3TOr0 pa3OphI3ruBa-
HHE MeTajla MPaKTHYECKH OTCYTCTByeT. TOK AyrW 3aHYHTENBHO 3aBUCHT OT
¢a3pl, B KOTOPOIl popMupyeTcs Kaluls Ha TMPOTSHKSHWH BCETO IUKJA MepeHoca
MeTaJula B CBapo4HyIo BaHHY. Onpezienienne (a3pl mepeHoca IPOUCXOINT 3a CHET
YIpaBJICHUS BEIMYUHBI HATIPSKEHUS TyTH.

[y, npoucxoasuid Ha puc. 4 MOXKHO pa3/IeNIUTh Ha CIIeIyIOIIne Ipo-
MEXYTKA BPEMEHH Ti M 3Tamsl i
— NOJIrOTOBKA KaIuH B niepuoe Bpemenu 17-T0-T1,
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— HayvaJbHBIA IEPUOJ KOPOTKOIO 3aMbIkaHust Ha T1-72,
— MepUoJ BOZHUKHOBEHUE cuil Ha T2-73;
— poct karuu Ha 15-76;
— mepexo.1 Ha 0a30BkbIi TOK HA T6-T7.

[poucxonsiiue MpoIecchl ¢ BBEACHUEM HOBBIX NMEPEMEHHBIX MaTEMaTH-
YECKH OTHUCHIBAIOTCSA CUCTEMOM AuddepeHnnaIbHbIX ypaBHenuii (2)-(7) u pyHK-
musmi (1). Ypasraenue (5) y4uTsIBaeT MOATYB 3aIUTHOTO Ta3a.

manu = (m;n ’t) - Sme (t), I (t), (1)
mch = Q = Pt; )
d /dt:mco = Pt; (3)
do dt
mc— =P —; 4
dt ot “)
de
mc— =P —v0; 5
at Y ®)
d 1 Y
d¢ mc mc’ ©)
10 1M

()

)
Irms Grms

P=P=U L=z [NCRHL = [ (de=u

0 0

rze M — Macca KaIuy, Kr; 0 — Temmneparypa aekTpogHoro Metama, °C; Q — He-
o0xomuMoe TerIo sl cBapodHoro mportecca, /x; P — MomHOCTh HCTOY-
HHKa, BT; t — Bpemst cCBapOYHOTO IMKJIA, C; Y — KOAPQUIMEHT TETII00TAAYH; T nas
— BpeMsl IIaBJIeHUs MaTepuana, ¢; Ugrms — HaNpsHDKEHUE AYyTH C YYETOM ee Iepe-
MEHHOT'O COCTOSIHUS, B; lgrms— TOK IyTH € yU4eTOM ee MepeMEHHOT0 COCTOSHUS, A.
BrleonucanHble ypaBHEHHS YIIPOIIIEHHO MOYKHO TIPEACTAaBUTh B BUJE:

2
U—:P=UI=UE:RII:RI2. )
R R

WmuranmonHass MoJielib, MMOCTPOEHHAs B mporpammHoi cpeme MatlLab
Simulink, npu paccMaTpruBaeMbIX BBIIIE TEIUIOBBIX MpoOLeccax MpecTaBiIeHa Ha
puc. 5. biox Constant — 3aganHas MoHOCTh, Productl u Product2 — ymHOXu-
TeJIb, HEOOXOJUMBIH JJIs1 0OpBIBa TEMIIEPAaTypPHOIO HarpeBa IOCie pacIiliaBa,
Scope — aneMeHT, NO3BOJISIONINH CHATH ocIuIorpamMy, Constant2 u Constantl
9JIEMEHTBI, 331aI01IMe TEMIIEPATypy paciulaBa U OrpaHHYEeHUE Harpesa B Iocie-
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ayromieM mpoiecce, Display — otpakaeT Tekyiiue 3HaUCHUS COCTOSHUS TPOKC-
xomamero mporecca, Relayl u Relay2 smemeHTsI peneiiHON 371EKTpHYESCKON
CXEMBI YIPaBIICHUS IEKTPUIECKONH MOITHOCTBIO JIYTH.
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R Q
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Puc. 5. Mopeb Tem10Boro npomecca cBapKu

Fig. 5. Model of the thermal welding process

Haunbosee TouHO cBapoYHBIi mpouecc packpeiBaet (9):

Q=P T =muc 8 +(m, +m)y+m,c, 0, +v,(0,[0.1+7,0,,-6,), (9)
rae Q — HeoOXoamMoe Terto Ut paciuiaBa Karoid, [Ix; Puy — MOIIHOCTE MM-
mynbca, Bt; Tuy — BpeMs uMIymbea, ¢; My, — Macca Kallld, KT Cy, — yIeNbHas
TEIUIOEMKOCTh MeTaia; O, — TeMIrepaTypa IUIaBICHUS HIEKTPOJHOTO METaia,
C; m,, — Macca akKTUBHOTO IISITHA, KT; ¥ — yIeJIbHas TeIUIOTa IJIaBICHUs Kallld U
AKTHBHOTO IISITHA; M,y — MACCa YTH, KT Con — YIEJIbHASL TEITIOEMKOCTD YTH; 050 —
TeMIepaTypa IJIaBIeHUs aKTHBHOTO TITHA, C; ¥, — YCIIOBHAs TEMIIEpaTypa dJIeK-
Tpuueckoi ayru, C; 0. — cpeaHee 3HaUeHUE BO3IEHCTBUS TEIUIOTHI IyTH, JIK; Vx
— yZeJbHasl TEIJIOTa aKTHBHOTO MsiTHA, [IK; Ocp — TEIoTa paccestHusl B OKpyKa-
o1y1o cpeny, Jx.

VYpasuenue (9) 1M03BOJSIET OCYIIECTBUTh PACUET TEIUIOBOrO OanaHca TH-
IIOBOI'O CBapOYHOTO IIPOLIEcca, HO C YUYETOM yKa3aHHBIX ITapaMeTpOB IpoLecca
Harpesa [6, 7].

I'paduk HarpeBa MEKTPOTHOMN KAILTH METAJUIA, TOTYYCHHBIH C ITOMOIIBIO
MOJICNI Ha pHC. 5, moka3zaH Ha puc. 6. Kamis ¢popMupyeTcst HemoCpeIcTBEHHO
ocJie MTUKa Ha MPUBEICHHOM IpaduKe.
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Fig. 6. Electrode drop heating shedule

I11. YnpaBieHnue cBapoOYHBIM TOKOM

O¢ddexkTUBHBIM CIIOCOOOM pEIICHHS] MPOOJIEMBI SIBIIACTCS HW3MCHCHHE
MOIIHOCTH MMIIyJICOB TOKa M MX YacTOTHI IIPH U3MEHEHHUHU TEIJIOTHI PAaCCesHUs
B OKPY>KaloIIyI0 CPEeLy, 3aBUCAIIEH, B CBOIO 04EPEb, OT PA3MEPOB CBAPUBAEMOTO
obnekTa [8].

[Mpumenenss craOunu3atop HampspKeHUsl Ha nekrponax U, MOXKHO
CBOEBPEMEHHO KOPPEKTUpOBaTh mpouecc roperuss ayrd [9]. IlpuHnmas 3a
OCHOBY CMOCOO YINpaBJICHHS CBapKOH, MNpH KOTOPOM BEIMYMHY TOKa
NpeABapUTENbHOTO  MOAOTpPEeBa  3aJal0T  OOpaTHO  HPOIOPIMOHAIBHO
COIPOTHBIICHHIO MEXIY OJJIEKTPOJaMH, KOCBEHHO HW3MEPEHHOMY B MEPHO.
JICUCTBUSI TIPE/IBAPUTEIILHOTO HMITyJIbca TOKa. TOK MOJOrpeBa BBIKIIOYAIOT,
KOT/Ia MpUpaIlIEeHHe CONPOTHUBIICHUS 110 a0COIIOTHON BEJIMUMHE CTAHET MEHBILE
3aJ]aHHOTO  3HA4YeHWs. BenuyuHy CBapodyHOro TOKa 33Jal0T  HPSIMO
MIPOTIOPIIMOHANBLHO COINPOTHBICHUIO, U3MEPEHHOMY B KOHIIE HMITYJIbCA TOKa
TIOJIOTPEBA, & €r0 IUTUTEIEHOCTD — IPOIOPLIHOHAIBHO KBAAPATY BEIMYNHBI 3TOTO
COIIPOTHBIIEHHS. B 3TOM ciiydae mpuMeHsieM crioco0 ¢ IIaBHBIM HapacTaHHEM
TOKa CBapKH, IPU KOTOPOM HU3MEPSIOT CONPOTHBIICHUE MEXLY 3JIEKTPOIaMH U IO
BEJIMYNHE H3MEPEHHOTO CONPOTHBIECHHS YIIPABIAIOT CBApPOYHBIM TOKOM. B
Ipolecce HapacTaHWs CBAapOYHOTO TOKAa OIPEACISIOT IKCTPEMANIBHYIO TOYKY
MaKCHMaJIbHOM BEJIMYMHBI COINPOTUBIIEHUS, (QUKCUPYIOT €€, II0Cie 4Yero
MPOJIOJDKAIOT CBapKy 6e3 M3MEHEHHsI BEIMIUHBI cCBapouHoTo Toka [10, 11].

Pa3paboTanHasi IpHHIUIIHAIBLHASL CXEMa YIIPaBJICHHsI CBAPOYHBIM HHBEP-
TOPOM IIpHUBEJIEHA Ha puc. 7.
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Fig. 7. Schematic diagram of the welding inverter

[puHIIMNIHATBHAS CXeMa COCTOHT U3 CISAYIOMNX KOMIIOHCHTOB:
— BXO/IHOW BBIIIPSIMHTEIB 110 cXxeMe JlaproHoBa,;
— L-C ¢unbtp;
— 3BEHO JIBOIHOTO0 HECUMMETPHUYHOTO MOCTOBOTO HHBEPTOPA;
— BBICOKOYACTOTHBIN TpaHCPOPMATOp;
— BBINPSIMUTENb Ha BBIXOJIE;
— CrIIKUBaOMIMK GUIbTp;
— YTIPaBIIONIAN OJIOK MHBEPTOPA, KOTOPHIH BKIIFOUACT B CE0s IPOTpaMMHUpPyeMOe
ycrpoiictBo ympasieHus (IIYVY) ¢ oOpaTHO# CBS3bIO IO HaTYUKY HAMPSHKEHUS
(dH) u gatunky toka (AT); AUIIK]] — menuTens 4acTOTHI MIEPEMEHHOTO KO-
¢urnmenta nemenust; 1 u 12 — npaiisepa msa VT1, VT4 u VT2, VT3 cootser-
ctBeHHo; F1 n F2 — dopmuposarenu.

Pa3paboTanHast cxema MO3BOJISIET UCKIIIOUHUTH «MEPTBOE» BPEMS MEXKIY
HMITYJIbCAMHU TOKa B YCJIOBHSX HENPEPHIBHOTO KOHTPOJIS APaMETPOB JICKTPHU-
YEeCKOW JIyTH MPU UMIYJILCHBIX PEXKUMAaxX padOoThl CBAPOYHOTrO amnapara.

Pe3ynbraThl, MoJy4eHHbIE NPU UMUTAIMOHHBIX SKCHEPHUMEHTaX, MPOBe-
pEeHBI Ha TIpoTpaMMUpyeMoit TabopatopHoit yctaHoBKe «JlabopaTop.
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Ha cuumke (puc. 8) mokasaH pe3ynbTaT NpUMEHEHHs pa3padoTaHHON Me-
TOJMKH C UCIIOJIb30BaHUEM Ipadrika HarpeBa IEKTPOTHOM KaIlld U YETKO BbIBE-
PEHHBIMH UMITYJIbCAMH MOIIIHOCTH.
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Puc. 8. Pe3yabTaT npumenenusi rpaguka HarpeBa

Fig. 8. Result of applying the heating schedule

1V. BeiBoabI

B paborte paccMOTpeHBI 3aBHCHMOCTH BIHMSHUS HHEPTHBIX ITapaMeTpOB
CBapoOYHOTO TIpoIiecca Ha (OPMHPOBAHNE CBAPOYHOTO IIBA, BHIBEACHBI MaTeMa-
THYEeCKHe W pa3paboTaHBl MMHTAIIMOHHBIC MOJENH, MO3BOJIIIOIINE ITONYyYUTH
BpEMEHHBIE TpadUKH HarpeBa 3JIeKTPOaHOM Karumd. [lokazaHo, 94TO MpeIoKeH-
HBIA crioco0 yTmpaBlieHUsS HHBEPTOPOM II03BOJISIET TOOUTHCS BBHICOKOH CTEIICHH
MPOIJIaBJIeHUs iBa. Pa3zpaboTaHHBIE CXEMbI TO3BOJIIOT 00ECIIEYUTh MPOIIECCHI
COBMEIILIEHUS YaCTOTHOM MOJTYJISIIIUM TOKA IyTH U [IEPEHOCA KaIlI 3JIEKTPOIHOTO
MeTajljila, YTO MO3BOJISIET YBEJIWYUTh NMPOU3BOJUTENLHOCTh cBapku. [loka3zana
BO3MOXXHOCTb YIPABJICHUS MPOLECCOM CBAPKU MyTEM KPATKOBPEMEHHOI'O IIyH-
TUPOBAHUS CBAPOYHOM JAYTH, YTO [MO3BOJISICT POPMHUPOBATH TEXHOJIOTHICCKHE Xa-

PAKTEPUCTHUKH MpOLiecca CBAPKU.
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