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Annomayusa. B cmamve paccmompena u peuiena npoobiema Havana 08uicenus pooomusu-
POBAHHOU C8APOYHOL AYEUKU NOCe 3adNCUcaHUs Oyeu, 6 pesyibmame KOmopou pobom
024CUOATL 0OPAMHO20 CUSHANLA O UCIOYHUKA NUMAHUS HA OBUNCEHUE C 3AHCHCEHHOTU OY20ll.
B x00e oxcudanus cuenana om ucmouHuka, Komopoe 00xXo0uno 00 08yx ceKyHo, gopmupo-
8aAICS UBTUWHE HANIAGNEHHbIL Memall, NpeoCcmasiaouwuil coooll 10KAIbHOe YeeaudeHue
8bICOMbL U WIUPUHBL HANIABTIAEMO20 BANUKA 8 MeCme 3adCucauus O0y2u Nno CpPAaHeHUio
¢ 2eomempudecKuMuy napamempamu OCMaibHOU 4acmu 8anuKka. Imo He MOaAbKO CHUNCAILO
Kayecmeo HANIAGIeHHO020 CN0sl, HO U 3HAYUMENbHO 3ampPYOHsNI0 NpogedeHUue dIKCNepumMeH-
moe, ceazanuwlx ¢ mexvonoaueu WAAM. Ycmanoeneno, umo npuuuna oegpexma ceszana
C 0COOEHHOCMbIO NOOKIOYEHUS NPOMbBIUIEHHO20 POOOMA U UCMOYHUKA NUMAHUA U KAK
ceocmaue HeKOppeKmHo 3a0aHHbIMU NAPAMEMPAMU Pe2UCTIPAYUU OV2U.

Knioueevie cnosa: pobomusuposannas ceapka, npocpamMmuposanue ceapounozo poboma,
CMT, WAAM, npomvluinennas pobomomexnura, a0OumusHvle mexHoa02uu

Fixing the problem of robot starting to move after arc ignition
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Abstract. The article considers and solves the problem of the start of the robotic welding
cell movement after the arc ignition, as a result of which the robot waited for a return sig-
nal from the power source to move with the ignited arc. During the wait for the signal from
the source, which lasted up to two seconds, excessively deposited metal was formed, which
was a local increase in the height and width of the deposited bead at the point of arc igni-
tion compared to the geometric parameters of the rest of the bead. This not only reduced
the quality of the deposited layer, but also significantly complicated the experiments related
to WAAM technology. It was found that the cause of the defect is associated with the pecu-
liarities of the connection of the industrial robot and the power source and, as a result,
incorrectly set arc registration parameters.

Keywords: robotic welding, welding robot programming, CMT, WAAM, industrial robotics,
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BBenenue. [IpoBonodHOE 3JEKTPOAYTOBOE aAAUTUBHOE TTPOoU3BOACTBO (Wire Arc
Additive Manufacturing, WAAM) nHaxoaar Bce Oojiee HIMPOKOE MPUMEHEHHE B
MalIMHOCTPOEHUH, aBUALIMOHHON U CyJOCTPOUTEIBHOW MPOMBIIUIEHHOCTH O1aro-
Japsi BO3MOXXHOCTH (DOPMHUPOBaHUSA KPYMHBIX METALNTUYECKUX H3ACIUA C MUHU-
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MaJIbHBIMHM OTXOAaMu Matepuana [1, 2]. BMmecte ¢ TeM HCnosib30BaHUE POOOTU3H-
POBaHHBIX KOMIUJIEKCOB C MCTOYHUKAMU MHUTAHUS, MOJKIIOUYEHHBIMH O aHAJIOr0-
BOM CBSI3M, COMPOBOXKAAETCS TEXHOJOIMUYECKUMHU TpyaHocTsMmu. Hambonee cymie-
CTBEHHOMW M3 HUX SIBJISETCSA M30BITOUYHOE HAIJIaBJIEHWE METallJla B Havaje IIBa, 4TO
3HAUYUTENIbHO TPEMSATCTBYET HAILJIaBKE MOCIEAYIOMUX CJIO€B M, B YaCTHOCTH,
BCJIE/ICTBUE KACKaJHOI'O pOCTa JIaHHOTO JAe(eKTa OT CJO0s K CIIOK JENaeT HEBO3-
MOYKHBIM JaJbHEUIIEEe NPOAOJDKEHNUE ANAUTUBHOTO Ipouecca. Llenbro nanHou pa-
OOTBI SIBJISIETCS BBIABIICHUE MPUYMH JAHHOTO SIBJICHUS U €r0 YCTPaHEHUs MOCpe.-
CTBOM KOPPEKTHUPOBKH JIOTUKH MPOMBIIIEHHOTO POOOTa.

Martepuanbl u Metroabl. JlJisi MpoBeaeHUs UCCIEAOBAHUI HMCIOJIb30BAIOCH
cieayroliee 000py10BaHUE:

1. Ucrounuk nuranus Fronius TPS 400i.

2. Pobor-manumysistop Yueda B KOMIUIEKTE C KOHTPOJUIEPOM M MYJIHTOM
yIIpaBJICHHUS.

3. ITo3unuonep.

B kauecTBe MaTepuanoB ObUIA UCIIOJIb30BAHBDI:

1. 3amuTtHbIi ra3: Aprod nepsoro coprta [3].

2. IlpoBonoka ER5356, nnameTtp 1,2 mm.

3. Ilogmoxxka AMr2 ToJIImHON 3 MM.

4. CtpyOuuHbI — 2 IIT.

5. Yopsl cBapoUHbI€ — 2 IIT.

B xoze paGoThl OB YCTAHOBJIEHBI CIEAYIONTUE TEXHOIOTUUECKUE PEKUMBL:

Bbuter anekTpoaHON MpoBOJIOKU: 14 MM OT TOpLa cormja 0 MOBEPXHOCTH
MO/TOKKH (MITH TIPEIBLAYIIEro CIIos).

VYroin HakiioHa ropenku: 90° (mepneHauKyIsspHO MOBEPXHOCTH HAIUIaBJISEMO-
ro BaJIuKa).

Cuna Toka — 100 A, Hanpsbxenue Ha nyre — 14,6 B.

3aBapka kparepa Obula OTKJIIOYEHA B LEJSAX HUBEIMPOBAHUS OMHMCAHHOTO Je-
(deKTa npu HarlaBKe CTEHKU CO CMEHOM HamlpaBJICHUs ABUXKEHUS TOPEIKUA B Kax-
JIOM ClIO€.

Jlnst onpenieneHusi MeXaHu3Ma JaHHOTO SBJICHUS ObLla MPOBEJCHA ChEMKa CO
ckopocThio 240 kaapos/c, T. €. ¢ 3amemsieHneM B 4 pasa. /[BkeHHE TOpeiKu OCy-
LIECTBIBLIOCH clieBa Hanpaso. [lonoxkeHne KaMmepbl OCTaBAIOCh CTaATUYHBIM HAa BCEM
NPOTSDKEHUU ChEMKHU. 3HAUEHUS] HAYaIbHOTO TOKa ObUIM yMeHbIIeHbI 10 20 A, 4To
MO3BOJIMJIO CHU3UTh 00BEM HAIUIABIISIEMOTO METAJIa, B YaCTHOCTH B 30HE 3apOXK/ie-
HUs AedeKTa, a Takxke 3a(UKCUpOBaTh IpoLece ((OPMUPOBAHUS KATLIH.

Jns onpenenenust BiusiHus napamerpa Acceleration (A), T. €. yCKOpeHUs po-
00Ta B MOMEHT Hauajla JBM)KECHHs, ObUIO MOCTENEHHO YBEJIMYEHO €ro 3HayeHHue
oT 50 % (o ymonuanuto) 1o 100 % [4]. Lllar, ¢ KOTOpbIM MPOU3BOAUIOCH YBEJIU-
yeHue coctaBisil 10 %, mocie KakIoro M3MEHEHHUs 3HadeHHst A NpOBOAUIIACH
HaIylaBKa U U3MEPEHUE BBICOTHI U IMIUPUHBI AEPEKTHOTO y4acTKa, KOTOPOMY COOT-
BETCTBOBAJA 33/IEPKKa B ABMKCHUH poOOTa.

Jnst ompezneneHuss BAUSHUSA MapaMeTPOB, CBSI3aHHBIX C 3aKUTAHUEM TyTH
U €€ peTHUCTpaIueii, BApbUPOBAINCH CICAYIOIINE MapaMeTpsl: 1) Arc ignition de-
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tection time (AIDT) — Bpems o6Hapy>kenust o6psiBa nyru; 2) Jog wire feed time
(JWFT) — BpewMs nojsauu mpoBOJIOKH Mepes] 3axxuranuem ayru; 3) Jog gas send-
ing time (JGST) — Bpewms Ha nogauy ra3a. 3HaueHUEe NEPEMEHHBIX BapbHpOBa-
sock oT 0 1o 10 c.

Pesyabrarsl. [lonydennbsle kazapel (puc. 1) MokKa3bIBalOT, YTO CYILIECTBYET
BPEMEHHOW MHTEpBaJ PaBHBIM JABYM CEKYHJaM MEXAY 3aKUTaHHEM JyTW U Haya-
JIOM ABMKEHMsI poOO0Ta, BCIEACTBUE KOTOPOIrO MPOUCXOIUT HaIlJIaBKa B OJIHY TOY-
Ky, @ HIMEHHO B TOYKY, C KOTOPOW poOOT JOJKEH HauaTh JABHKEHUE C 3aXKEHHOM
JTyTOM.

Puc. 1. Kntouesble Kagpbl NONyYeHHbIe MNPy 3aMeIEHHON CbeMKe

['eomeTpryeckue mapameTpbl Bajluka ObUIA ONpPEETICHbl HA OCHOBE TPEX U3MeE-
pEHUl ¢ UCTIOIB30BaHUEM ITU(GPOBOrO MITAHTEHIIUPKYJIS. BbicoTa Bajuka ¢ U3JMIIIHE
HAIUIaBJIEHHBIM METAJUIOM cOCTaBmiIa 3,7 MM, a IUPUHA 5,9 MM, B TO BpeMsl KaK JiJIst
OCTaJIbHOM YaCTH BaJIMKa BBICOTA COCTAaBIsIA 3,2 MM, a IIMPUHA 5,3 MM.

Pe3ynbrarhl u3MepeHus: MUPUHBI U BBHICOTHI BaJuKa Ha Je(HEKTHOM Y4YacTKE C
W3MEHEHUEM 3HAUYCHUM YCKOpeHUs A, MpeICTaBIeHbI B Ta0I. 1

Tabnuya 1
Bausinns mapamerpa Acceleration (A) Ha ne)eKTHbIH Y4aCTOK
3navenne mapamerpa Acceleration e, MM h, Mmm
A=50% 5,9 3,7
A =60 % 5,9 3,7
A=70% 5,9 3,6
A =80% 5,8 3,7
A =90% 5,8 3,7
A =100 % 5,8 3,7
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[Tpu m3menenun mapamerpoB AIDT, JWFT, JGST Obin cnenan BBIBOJ, YTO
Henbp3s nmoHmkath napametp AIDT Humxke 1 cek, T. K. 0O4EHb CHIIBHO BO3pAacTacT
BEPOSTHOCThH OIIMOKH 3a)KUTaHUS TyTH, KOT/1a POOOT BOBCE HE MOXKET 3aKe4b OYy-
ry. YuuThIBas AaHHBIN ¢dakT, Obla mojjo0paHa ciaeayromias KOMOUHAIUS mapameT-
pOB, NpEACTABICHHAs B TaOJ. 2, IPU 3TOM OCTAJIbHbIE MapaMETPbl OCTAINCh 3a-
JaHHBIMU MTPOU3BOIUTEIIEM M0 YMOIYAHUIO

Tabnuya 2
IHoxoOpannbie 3Havennss Welding Setting
IMapameTtp 3HaueHue
Arc breaking detection time, cex 0,2
Arc ignition detection time, cex 1
Arc ignition duration, cex 0
Jog wire feed time, cex 0,3
Jog wire return time, cex 0,4
Jog gas sending time, cex 0,2
Arc depletion time, cex 0

HamnaBka ¢ mnomoOpanubiMu mapamerpamu Welding Setting mno3Bosuia
YCTPAaHUTH 33JEP>KKY B JBM>KEHUHM poOoTa. BricoTa Banuka B MecTe yCTpaHEHHOTO
nedexkTa HarulaBKU coctaBwia 3,3 MM, a mupuHa 4 MM, B TO BpeMsl Kak s
OCTaJIbHOM 4acTH BaJIMKA BHICOTA COCTaBJsLIa 3,2 MM, a IIUpPHUHA 5,3 MM.

O6cy:xknenue. B ciiyyasx, Korja MpoUCXoauia 3aiepKKa B IBUKEHUH POOO-
Ta W3JIMIIHEE HATUTABJICHHBIA METAJUT HAOII0MaIcsl B IEPBHIX 3...5 MM OT Havaia
BaJIMKa. BhIcOTa M mMpWHA TaKWX YYaCTKOB IMPEBBINIAIa OCHOBHYIO BBICOTY Ba-
JWKa, 9YTO TPUBOIUIO K OCIOKHEHUSM B HAIUIaBKE MOCICAYIONUX ciioeB. JlaH-
HBIN JTeQEeKT MOSBISUIICS y)Ke TOCJIe HAIlJIaBKU MEPBOT0 BaJIMKa, a C YBEIUYCHHEM
KOJIMYECTBA CJI0€B UMEJ JIMIb TEHACHIMIO K KaCKaJHOMY POCTY, B MOCJIEICTBUU
HE TOJBKO Hapymias OOIIyI0 BBICOTY CJOsl, HO U NPENATCTBYS CTaOUILHOMY
TOpPEHUI0 JYTrd W HaIlaBke. BHEmHUN BUJ JaHHOTO Jedekra MpeacTaBicH
Ha puc. 2, a, 6, a HAa pUC. 2, 6 MIOKA3aH BAJIMK, HAIUIABJICHHBIA HA MOJIOOPaHHBIX
napamerpax Welding Setting.

[To xampam, MOMYYEHHBIM B PE3yJIbTATE 3aMEJICHHOW ChEMKH, OTMETHUM, YTO
JaXKe TI0CIIe Havasa ABVMIKEHHUS TyTa HEKOTOPOEe BPpEeMs TOPUT B HAIIPaBJICHUU 00pa-
30BaBIIMICS KaIUIH, TIOCIIC YETO PE3KO MEHSIET CBOO JUIMHY, YTO TOBOPHUT O PE3KOM
WU3MEHEHUU HaIpsSHKEHUS Ha Jyre U BO3MOXHBIX Jie(eKTax HarIaBI€eHHOIO0 MaTe-
puana.

[Io okoHuUaHMIO MPOBENIEHUSI HAIUIABOK C BapbupoBaHueMm Acceleration (A)
OBLJIO CEAHO 3aKIIOYEHUE O OTCYTCTBUU MPSIMOTO BIMSHHS 3HAYEHUSI YCKOPEHUS
B MOMEHT Havaja JBM)KCHHS Ha 3aJIepKKy po00Ta, MPOUCXOISINYIO MPU HAIJIaBKE.

B xoxe mpoBeneHus HamIaBKu Oblila 3aMedeHa 3aKOHOMEPHOCTb, YeM OJIHKe
k Hymo AIDT, JWFT, JGST TeM MeHbIlIe JJIUTEIBHOCTD 3aJIEPXKKU MPU HAIIaBKeE,
OJTHAKO TIPH ATOM XaOTHYHO MOSABIISAETCS TIpoOIemMa 3aXKUTaHus TyTH, KOTOpasi CBS-



A7. TexHon02uU C8APKU U OUA2HOCMUKU 193

3aHa C T€M, YTO CHCTEMa PErHCTPUPYET OTCYTCTBUE TyTH pPaHBIIE, YeM yCIEBaeT
IPOM30UTH KOpOTKOe 3ambikaHue. [Ipu sTtoM Qynkims Re-arcing, T. e. pyHkums
MOBTOPHOTO 3aKMTaHUS Oyrd HE cpalaThIBaeT JOJDKHBIM 00pa3oM U Ipolecc
HAIUIaBKHU TaK U HE yJaeTcs 3alyCTUTb.

Puc. 2. BHewHwun Bua;:

a — HanNaB1EHHOI O BaJInKa C 3a,u,ep>KK017| Npun Havane ABMKEHNSA; 6 — HannaBfIEHHOW CTEHKM C 3a,u,ep>KK017|
npn Havdane ABMxXeHnd; 8 — HanJaB1eHHOro Bajika 6e3 3aepXKK1 Npu Havane ABMxXeHna

Ota npobiema cBsizaHa ¢ TEM, YTO poOOTY B HE3aBUCHUMOCTH OT THUIIA MOJKIIIO-
YEeHUs] CBAPOYHOI0 MCTOYHMKA HEOOXOAUMO (PMKCUPOBAThH MOSIBICHUS M UCUE3HO-
BEHHMsI IyTH [5], @ Tak KaK aHaJOr0BOE MOJKIIOYEHUE OCYILIECTBISAECTCS KOMIIAHUEN
UHTETPaTOPOM JJIsl KaXA0ro poOOTa U MCTOYHMKA C MHIAMBUAYAJbHO pa3paboTaH-
HOW WJIM alaliTUPOBAHHON yTpaBJsIoLIeH MIaToi, TO oOpaTHas mepegada CUrHajia
0 3)KWUTaHWUHU TYyTH MOTJa MOCTyNaTh Ha poOOTa ¢ OMO3JaHWEeM H3-3a YeTo poOoT
Y 0KUJIAET KOMaH/Ibl Ha ABMXKEHHE C 3 KECHHOU JyTrOM.

Takum 00pa3oM JIs1 CBOEBPEMEHHOT'O Hauaia HAallIaBKU B KOHTpoJuiepe pooo-
Ta OJKHO OBITh yCTaHOBIEHO Takoe coyetaHue napametpoB AIDT, JWFT, JGST,
4YTOOBI pOOOT ycrHeBaa HE TOJIBKO MOJABaTh IPOBOJIOKY U 3aKUTaTh YTy, HO U IO-
Jdy4yaTh OOpaTHYIO CBA3b OT UCTOYHHUKA MMUTAHUS O YCIICIIHOM 3a)KUTaHUU IyTH.

3akarodenue. B xozne npoBeeHHOr0 MCCIIEOBaHUs ObLIIM JOCTUTHYTHI Cle-
JTYIOLIUE Pe3yJIbTaThI:

Pemena mpaktuyeckas 3ajada yCTpaHEHHs] M30BITOYHO HAIUIABICHHOTO Me-
TaJyla B MECTe 3a)KUTaHus TyTy, BRI3BAHHOTO 33JIeP>KKOM Havasa JBMKEHHUS podoTa
nocne 3axuraHusi nyru. HacTpoiika mnapamerpoB cuuxpoHuzanun «Welding
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Setting» MO3BoJMIa CHU3UTH BBICOTY Je()EKTHOTO y4acTKa JI0 YPOBHS OCHOBHOMU
yactu Banuka (3,2-3,3 Mm), obecrieunB CTaOMJIBHOCTh HAIJIAaBKU M BO3MOYKHOCTD
MPOIOJIKEHHS IKCTIEPUMEHTOB CO CTEHKAMU C TIEPEKPECTUSIMH.

Henocratok mmpuHbl HAYAJIBHOM 30HBI IJIAHUPYETCS KOMIIEHCUPOBATh BBEIE-
HHUEM B PEXKUM HAILJIABKU «TOPSIYETO CTApTa» M IUIABHOTO HAPACTAHUS TOKa
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