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OCOBEHHOCTHU MOJEJIMPOBAHUSI PACHPENEJTEHUA SHEPT'HA
IJIEKTPOHHOI'O IYYKA JJIS ITPOUECCA 2JIEKTPOHHO-JIYYEBOU CBAPKH

C. O. Kypamkun*, 0. H. Ceperun, A. B. Mypseirus, B. E. [Ierpenko

Cubupckuii ToCyIapCTBEHHBIH YHUBEPCUTET HAYKH U TEXHOJIOTHI nMeHn akajemuka M. @. Penrernea
Poccwuiickas @enepamms, 660037, KpacHospck, mpoctt. uM. ra3. «KpacHospckuii padoumiiy, 31
*E-mail: scorpion_ser@mail.ru

Pacnpedenenue snepeuu s1eKmpoHHo20 nyyKa nymem UCnOIb308aHUs PA3TUYHBIX MPAEKMOPULL
CKAHUPOBAHUSL GIUSIeM HA (DOPMUPOBAHUE CEBAPHOZO WBA, YMO CBA3AHO C KAYECMBOM CE8APHO20
coeOuHenus. DKCnepuMeHmaibHvle UCCIe008AHUS ABMOPO8 CMAMbU NOKA3AIU, MO HAUIyduiee
KAuecmeo CEApHuIX COeOUHEeHUll O0dem CKAHUPOBAHUE 2NeKMPOHHO20 NYYKA 6 Gude pacmpoeoll
Gopmbl; nosmomy 011 npoyecca NeKMPOHHO-IYUEB8OU C8APKU NPEOONCEeHbl  MPAeKMOopUun
KIACCUYECK020 pacmpa u yceuennozo pacmpa. Ilpu ucciedoganuu 6 3mom HAnpasieHuy agmopamu
0OHapYdIceHa CedyIowas 3aKOHOMEPHOCMb. NPU YEeIUYeHUU amMnaumyobl CKAHUPOBAHUS 600Jlb
CMbIKA NApo2a308blll KAHAL NPONIAGIeHUs MPAHCHOPMUPYEMCcs 8 YCMOUYUBYH0 NOAOCHb, NO
nepeoweli CmeHKe KOMOPOU NPOUCXOOUM NAAGNeHUe Memanid, d no OOKOGbIM CMEHKAM — €20
NEePEHOC 68 XBOCMOBYIO YACb CEAPOUHOU BAHHDI.

Obnapysicennviil 3¢hgpexm 006paz08anus NOIOCMU NPONIABIEHUS. He0OX00UMO UCCIe008amb NPU
NEKMPOHHO-TIYUEBOU CBAPKe PA3IUYHBIX MAMEPUANLO8 U MOAWUH. {1 95mo2o 001dCHA Obimb
C030aHa annapamypa, peaiuzyiowas CKAHUPOBaHuUe 6 8Uude Pa3iuiuHblX pacmpos. s nogvlueHus.
Kauecmea npoyecca 21eKMpPOHHO-IYYE80U CEAPKU NPedloJNCeHbl MPAEKMOPUU KIACCUYECKO20 U
VCEYEHHO20 pacmpa nonepex cmoika. Jnsa >mux mpaekmopuii CKaAHUPOBAHUS NOJYHeHbl
aHanumMuuecKue  BbIPAJNCEHUsT U CeMelCmed  PACYEemHbIX — XAPAKMEPUCMUK — NIOMHOCMU
pacnpeoeienust dSHepeuu  ANeKMPOHHO20 NYYKa no namuy Hazpeeéa. Mooderuposanue @opm
OCYULIAYUU IEKMPOHHO20 NYUKA 8 BUOE YCEUEHHO20 PACIPA NONEPEK CIMbIKA 0Aém 03MONCHOCHIL
noOIYYUmMsb 08y20pboe pacnpedeneHue dHepeuu Ny4Ka Ha NOBEPXHOCIU 0emaiu no NsmHy Hazpesd.
Tonyuennvle xapaxmepucmuku no380is0m 00jee OCMbICIEHHO NOOX00UmMb K ONMUMU3ayuu
npoyecca 31eKmpOHHO-IYYEeB0U CBAPKU PATUUHBIX MAMEPUATOS.

Knioueswie cnoea. INNEKMPOHHO-Iy4e6as ceapka, MO()QJZMpOGClHue, mexHoJsiocuvuecKue
napawempal, 3]Z€Kmp0HHbllZ NnYy4oK, onmumusayus, pacnpedeﬂeﬂue IdHepcuu.



FEATURES OF MODELING THE ELECTRON BEAM DISTRIBUTION ENERGY FOR
THE ELECTRON-BEAM WELDING PROCESS

S. O. Kurashkin*, Yu. N. Seregin, A. V. Murygin, V. E. Petrenko

Reshetnev Siberian State University of Science and Technology
31, Krasnoyarskii rabochii prospekt, Krasnoyarsk, 660037, Russian Federation
*E-mail: scorpion_ser@mail.ru

The energy distribution of the electron beam by means of application of various scanning paths,
affects formation of the weld, which relates to the quality of the welded joints. Experimental studies,
conducted by the authors of the article showed that scanning the electron beam in the form of a
raster shape gives the best quality of welded joints; therefore, the trajectories of a classical raster
and a truncated raster are proposed for the electron beam welding process. When conducting
research in this direction, the authors discovered the following regularity: with an increase in the
scanning amplitude along the junction, the vapour-gas penetration channel transforms into a stable
cavity, along the front wall of which the metal melts, and along the side walls it is transferred to the
tail of the weld pool.

The discovered effect of the formation of a penetration cavity is to be investigated in electron
beam welding of various materials and thicknesses. For this the necessary equipment is to be
created, allowing to make scanning in the form of various rasters. To improve the quality of the
electron beam welding process, trajectories of a classical raster and a truncated raster across the
joint are proposed. For these scanning trajectories, analytical expressions and families of
calculated characteristics of the electron beam energy density distribution over the heating spot are
obtained. Modulation of the electron beam oscillation in the form of a truncated raster across the
junction makes it possible to obtain a two-humped distribution of the beam energy on the surface of
the part along the heating spot. The obtained characteristics allow a more meaningful approach to
optimizing the process of electron beam welding of various materials.

Keywords: electron-beam welding, modelling, technological parameters, electron beam,
optimisation, normal distribution law.

BBenenne. COBOKYIHOCTh SHEPreTHYECKMX M TEXHOJIOTHUYECKUX I[apaMeTpoB IMpoliecca
OTIPENICTSAIOT Ka4eCTBO CBApHOIO IIBAa MPHU AJICKTPOHHO-ITydeBoil cBapke (DJIC). DmekTpoHHBII
My4OK TMPEACTaBIseT COOON HCTOYHUK BBICOKOKOHIIEHTPUPOBAHHOW »Heprun. DopmupoBaHHe
rIyOOKOro MporuiaBaeHUsT (POKYCUPOBAHHBIM DJEKTPOHHBIM IYYKOM JIOCTHTAeTCs 3a CYEeT
o0pa3oBaHUsl MMapOra3oBOr0 KaHaia, B KOTOPOM TPAHCHOPTHpYeTCs dSHeprus mydka. [Ipu stom
CBapOYHBIM IIOB MMEET KUHXAIbHYIO (OpMYy C XapaKTepHbIM TprUOOBUAHBIM (OPMHUPOBAHHUEM B
BepxHel yactu. [Iporecc GopmupoBaHUS CBApHOTO IIBa B 3TOM CIy4ae HOCUT KoseOaTelbHbII
XapakTep ¢ MePUOJUYECKUM HEYCTOWYMBBIM KaHAJIOM IporuiaBieHus. [ puboBuaHoe pacuimpeHnue
CBApHOTO IlIBa B BEPXHEM YacCTH CBSA3aHO C MEPUOJUYECKUM pPACCEMBAHMEM IIydKa Ha mapax
MeTtajuia. Takoil mpolecc CBapKU PEIKO MCHOJb3YETCS Ha MPaKTUKE KPOME CIy4aeB CKBO3HOTO
nporyaBieHus. OcTpokoHeuHas (opMa CBapHOTO IIIBA B KOPHEBOM 4YacTH MPUBOAUT K
00pa3oBaHUIO0 KOPHEBBIX NE(EKTOB — MYCTOT, BO3HUKAIOIIUX 3a CYET BBITECHEHHUS >XHIKOTO
MeTajla KaHaJIoOM TporuiaBieHus. [ Toro 4ToObl Takue AedeKThl He BO3HUKAIM HEOOXOJUMO
chopMupoBath 0ojiee MIUPOKYIO KOPHEBYIO 4acTh miBa. [Ipocreiimmm crnocobom (opmupoBaHus
paanyca B KOpHE IIBa SBIsIETCS pacOKyCHPOBKA DIMEKTPOHHOTO IydKa, KOTOpasi UCHOJIb3yeTCsl Ha
MPaKTHUKE B OCHOBHOM Ha YCTaHOBKax ¢ yckopstouum HanpsikeHueMm 30—-60 kB. PacdokycupoBka
My4yka HE MPHUBOJUT K MOJHOMY YCTPAaHEHHIO KOPHEBBIX NE(EKTOB, KpOME TOTO IIOB MPUHUMAET
dbopMy OIM3KYIO K TPEYroJbHON, YMEHBIAETCS TIyOHHA MPOIUIABICHHSI, BOZHUKAIOT JedopMaIun



U HampsHKEHHS, MO3TOMY pachOKyCHPOBKA 3JIEKTPOHHOTO ITydKa HMCIOJB3yeTcsl ToJibko mpu DJIC
U3/ MaJbIX TOJIIHH [1].

Jlns mpenoTBpalieHusT KOPHEBBIX Je(eKkToB HeoOxoaumo (HopMUpOBaTh MapoAMHAMUYECKUI
KaHaJl ¢ IOCTaTOYHO IIMPOKON HIKHEH JacThio. C TEXHUYECKON CTOpOHBI Hanbosee 3¢phekTuBHBIM
cocoOOM BO3ACUCTBHSI Ha (OPMHUPOBAHME KaHAJA MPOIUIABICHUS SBISACTCS OCIMIUIALIUS
AIIEKTPOHHOTO ITy4YKa Ha MOBEPXHOCTHU CBapuBaeMoro m3nenus. CoBpeMeHHasi TeHCHIUS Pa3BUTHSA
TEXHOJIOTUU CBAPKH 3aKII0YAETCS B IPUMEHEHUH PAa3BEPTOK CIOXKHOH (opMbl Ut (popMUpOBaHUS
IIBOB C 3aJ]aHHOW ()OPMOH IMOTEpPeuHOro cedeHus. MiumocTpanusi mpuMepa Takod pa3paboTKH,
BBITIOJTHEHHOW KommaHueld Steirgerwald Strahltechnik, mpuBemena wa puc. 1. [IpumeHeHwme
U(POBBIX TCHEPATOPOB CUTHAIOB IMO3BOJSET CO3JaBaTh PAcTphl JE000H (OPMBI C TOCTATOYHO
BBICOKMM pa3pelieHueM 10 24 paspsiioB, 4TO OTKPBIBAE€T UIMPOKHE BO3MOXHOCTH B oOnactu
TepMHUYECKOH 00pabOTKH, CBAPKHU M TMANKH, a TAK)KE UTPAeT KIFOUEBYIO POJIb PU PEUICHUH 3a1a4H
HaBEJICHUS Ha CTHIK [2].

Puc. 1. Bnusnue TpaekTopuy pa3BepTKH ITydKa Ha MONEPEYHOE CEYeHUE CBAPHOTO MIBa: A — OTCYTCTBHE
pasBepTkH; B — okpyxkHOCTB; C — BOChbMepKa; D — HAKOHEUHHK CTPEIBI

Fig. 1. Influence of the beam scanning trajectory on the weld cross-section:
A — without scanning; B — circle; C — eight; D — arrowhead

Metonuka BbiOOpa (OpMBI pa3BEepTKH SJICKTPOHHOTO Jyda [0 HACTOSIIET0 BpPEMEHH He
paspaboTtana. B To e BpeMs HAKOIJIEHO JOBOJHHO OOJIBIIOE KOJMYECTBO SKCIIEPUMEHTAIBHBIX
nauubix [3]. Haubosee IMUPOKO HCHOJB3YIOTCSA CIICAYIONIME Pa3BePTKH IMydka: mpojaosbHas [4],
x-00pasnast [4-6], kpyroBas u smwmnthueckas [6-9], ayra m ckoba [10-13]. AMIuuTymbI
pa3BepTOK OOBIYHO U3MEHSIOTCS B mpeaenax -3 mm.

DNEeKTPOHHO-TTy4YeBasi CBapKa C BpPAIEHUEM DJIEKTPOHHOTO IMydKa MO KPYroBOW TpPaeKTOPUU
MO3BOJISIET JOOUTHCS CYIIECTBEHHOTO YMEHBIIEHHS KOPHEBBIX Ae(PEKTOB M MHKOOOpPa30BaHUA,
OJIHaKO, BBUAY TOTO YTO IUIOTHOCTh MOIIHOCTH B IIEHTPAJIbHOW YacTH 30HBI HarpeBa Maia,
WCIOJIb30BaHNE KPYroBOW pa3BepTKH MPUBOJUT K YMEHBIIEHUIO TIIYOWHBI TPOIUIABIEHUS TIO
CPaBHEHHMIO C DJIEKTPOHHO-TTy4eBOW CBApKON HEMOABIKHBIM Iy4dkoM. HemocTaTkoM KpyroBoit
pa3BepTKU AIIEKTPOHHOTO TMydYKa SIBISIETCS TaKXKe pa3lMyie HANpaBIIEHWH NBIDKEHUS IMydKa Ha
MPOTUBOMIONIOKHBIX KpPOMKax cBapHOro mBa. [Ipu 3TOM Ha OJHOW W3 KPOMOK HampaBlieHUE
JIBUKEHHS ITy4Ka COBIAJAET C HAMPaBICHHEM CKOPOCTH CBApKH, a HAa APYrOM — MPOTHUBOMOJIOKHO
€My, 4YTO MOXKET MPUBOJANTH K HEPABHOMEPHOCTH (DOPMHUPOBAHUS IIIBA.

B pa6ore [14] aBTopamu Oblia pa3paboTaHa HOBasi TPACKTOPHS CKAaHWPOBAHUS Ha OCHOBE BBOJIA
sHepruu. B uccnenoBaHum npeanaraercs, mojaBaTh Ha MOJIYJIb YIPABICHUS MTy4KOM HE KOHTYp, a



Cpa3y TPaeKTOpPHUIO, IO KOTOPOH cieayer Jiyd. B pe3ynbTaTe 3KCIEPUMEHTAIBHO OBLUINA MOJYYEHBI
HOMHHAJIbHAd IIJNIOTHOCTbL OJSHCPrun H q)YHKHI/ISI MOAYJALIMKU, 4YTO IMO3BOJIMIIO OIPCACINTD
ONTUMAJIBHYIO SHCPIruiO Ha BBOJC. OI[HaKO, HaHHBIﬁ MCTOA OMPCACIICHUA SHCPTHUH, HpGIIJIO)KeHHBIf/'I
aBTOpPaMHU, 3HEPro- U pecypcHo3aTpaTHbli. MinmtocTpanus Takoil pa3paboTKy IpUBEIEHA HA pUC. 2.

Y

=

Puc. 2. HoBble TpaekTopuu Juis MJIaBISHUS PSMOYTOJIbHON 00acTu

Fig. 2. New paths for melting a rectangular region

B pabote [15] mpuBeacHBI SKCIEPUMEHTATIBHBIE HCCIIECAOBAHUSA MO TMPUMEHEHHUIO Pa3InYHBIX
Pa3BEPTOK DJIEKTPOHHOTO MyYKa C IETbI0 Ka4eCTBEHHOTO (OPMHUPOBAHUS CBAPHBIX COCAMHEHUH.
HccnenoBanock BIMsSHUE CIAEAYIOMIMX Pa3BEPTOK: KPyroBasi U IIUNTHYECKas, X-00pa3Hasi, 3urs3ar,
OypaBUYHWK, pacTp, TPEYroJIbHUK, Tpedsis BeciamMu 1Mo u3orepMmaM. MccremoBanusi mokaszaid, 4TO
HauJIydIed pa3BepTKOM MO KavyecTBY (POPMUPOBAHHS CBAPHOTO IIBA SBIBIETCS PAcTp, B KOTOPOM
CKaHMPOBAHME ITy4Ka IO KOOpPJWHATE, COBMEIIEHHOW CO CTHIKOM CBapUBaeMOTO W3CIHS,
OCYILIECTBJISIETCS IO OJTHOCTOPOHHEMY NMUII000PAa3HOMY 3aKOHY, IIPU 3TOM IYYOK MEepeMeIaeTcs U3
nepenHell yacTH BaHHBI B XBOCTOBYIO IO JIMHEHHOMY 3aKOHY C TMOCJIEIYIOIIMM MIHOBEHHBIM
BO3BpAlleHUEM B TMEPENHIOI0 4YacTh. Takoe CKaHHUpPOBAaHHE CIIOCOOCTBYET IEpPEHOCY
pacruiaBieHHOTO0 MeTajljla B XBOCTOBYIO 4YacTh CBapOYHOM BaHHBL 3a OJHO CKaHHUPOBAaHHUE BJOJIb
CcThIKa ocymecTBisgercss 16, 32 umm 64 ckaHHpOBaHUA TMONEPEK CThIKA IO JABYXCTOPOHHEU
nusioo0pa3Hoit TpaekTopun. [leprnoa ckaHUPOBaHMSI B0 CThIKA OBLIT paBeH 1-2 Mc.

bonee neranpHble HCCIENOBaHHUS CO CKAaHUPOBAHMEM B BHJE pacTpa BBISBWIM, YTO MpPH
YBEJIMYEHUHU aMIUIUTYIbl CKAHUPOBAHUS BIOJb CTBIKA OT 5 MM IPH CBAapKe MalbIX TOJIIUH J10 15
MM TpU CBapKe CPEAHHUX TOJIIUH Mapora3oBblid KaHall TPAaHCPOPMUPYETCSI B YCTOMUMBYIO MOJIOCTh
Ha BCIO MIyOHMHY nporuiaBieHus [16]. ®opmy nojoctu GUKCHPOBAIIN IyTEM PE3KOTO MpeKpaIieHUs
polecca CBapKH OTKIIOYEHHEM YCKOPSIOLIEro HaNps>KEeHUsI.

MartemaTH4eckoe MO/ieJINPOBaHUE paclpe/iesieHUsl JHePruM 3J1eKTPOHHOro my4yka. Ha puc.
3 mpencTaBieHa CXeMa 3JIEKTPOHHO-Ty4YeBOW CBapKH IMPU CKaHMPOBaHHM B Buie pactpa. Popma
MOJIy4a€MOTO TPU 3TOM IIBA WMEET IMOYTH MapajulelibHble CTEHKW W 3HAUYMUTEIbHBIA paguyc B
KOpHE, MO3BOJISIIOIINN YCTPAaHUTh KOpHEBbIE NedeKThl, B 3—4 paza yMeHbIIUIaCh HECTAOMILHOCTD
rIyOuHbl TpoIutaBieHusl. OTKPBITOCTh M YCTOWMYMBOCTH TOJOCTH MPOIUJIABICHUS MPHUBOIUT K
JIera3alyd CBapOYHOW BAaHHBI W CHIKEHHUIO TMOPHUCTOCTHU. 3a CUET CHUXKEHHUS [JO0JId SHEPrUH,
3aTpauyrBaeMOi Ha HCIIApEHHE MaTepHalia, MOBBIIIAeTCS MPOIUIABIAIONIAs CIIOCOOHOCTh Mpoliecca
DJIC [1].

O¢ddexr oOpazoBaHUs TOJOCTH TMPOIUIABICHHS II€IECOO0pa3HO HCCIENOBaTh MPH CBapke
pa3NMYHBIX MaTEpHUaIOB U pasHBIX TOMIMIMH. J[ns sTOro AomkHa OBITH CO3/laHAa ammapaTypa,
peanusyromnias CKaHUPOBaHUE B BHUJIE Pa3IMUHBIX pacTpoB. B maHHOU paboTe paccmaTpuBaeTcs Tpu
BH/Ia CKAHMPOBAHMS: KJIACCHUECKHI pacTp, CHHYCOMJAJIbHBIN pacTp U yCEYEHHBIN pacTp. 3aaaua
9TOTO HCCIEJOBaHUS 3aKIIOYAETCs B MOJYYEHUU IUIOTHOCTH PACIPEICICHUS SHEPIUH
CKaHHMPYIOLIEro AJIEKTPOHHOIO IydyKa Ha TOBEPXHOCTH [JeTalu Mo NATHY HarpeBa. OnHa
XapaKTepHU3yeT paclpeielieHe SHEPTUU B CBAPOUHOM BaHHE.

Pacnipeniennenne >Hepruu B ANEKTPOHHOM ITydKe OOBIYHO OMMCHIBAETCS HOPMAIBHBIM 3aKOHOM,
KOTOPBIN XapaKTepU3yeTcs IIIOTHOCThHIO BEpOsTHOCTH Buja [17]
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r7e X — KOOpAMHAaTa 1Mo ocH adcuucc; M — MaTeMaTUYecKoe OXHUAaHUE; G — CPeIHEKBAAPATHYHOE
OTKJIOHEHHUE, XapaKTEePHU3YIOLIee AUaMETpP AJIEKTPOHHOTO IyYKa, KOHIICHTPALMIO HEPTUU B HEM.
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cucremoii. OHa 3aBUCHUT OT TOKa CBApKU M OOBIYHO ompenaensercs B npeaenax ¢ = 0,05 — 0,5 mm.
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Puc. 3. CxeMa 3JIeKTPOHHO-IIy4€BON CBAPKH IIPU CKAHMPOBAHUHU B BHJIE PACTpa:

1 — 3IeKTPOHHO-ITyUeBas MyIIKa; 2 — (OKYCHPYIOIIas CUCTEMA; 3 — HCTOYHUK TOKa (POKYCHPOBKH;

4 1 5 — OTKJIOHSIOIIAS KAaTyIIKa; 6 — MOBEPXHOCTh M3/ENNS; 7 — PEHEPATOP CKAHMPOBAHUS ITy4Ka

Fig. 3. A scheme of electron-beam welding during scanning in the form of a raster:



1 — electron beam gun; 2 — focusing system; 3 — focus current source; 4 and 5 — deflection coil; 6 — product
surface; 7 — beam scan generator

W3BecTHO, 4YTO MakKcUMallbHas OpJAMHATa HOpMaidbHOro pacupenenenus (1), pasHas,
COOTBETCTBYET Touke X = M. [lo mMepe ynaneHust OT TOUKM M IUIOTHOCTh paclpeicieHus Nnajaer.
LleHTpoM cUMMETpHH pacIpesieleHUsl ABISETCS LEHTP pacceuBaHusi M. DT0 SCHO U3 TOTO, YTO IIPU
M3MEHEHUH 3HaKa pa3HOCTH (X — M) Ha oOpaTHbIN, BeIpaxenue (1) He MeHsiercs. Eciu m3MeHSTh
LIEHTP pacceuBaHus M, KpuBas pacipeneneHust OyJeT cMeIaTbes BAOJIb OCH adcluce, HE U3MEHSA
cBoelt ¢popmel. LleHTp paccenBaHMs XapaKTepU3yeT MOJIOKEHUE PACIPEICICHHSI Ha OCH KOOPANHAT
[9]. TosTOoMy, M3MeEHsIsI IIEHTP paccesiHHs 10 COOTBETCTBYIOLIEMY 3aKOHY, MOXHO IOJYYUTh
IUIOTHOCTh PacHpe/IesIEHUsl SHEPTHH 110 COOTBETCTBYIOIIEH KOOpANHATE.

DHeprus 3JIeKTPOHHOTO Mmyyka [18]

00 o0

W (x,y) =U*1* [ [W ()W (y)dxdy, (5)

—00—00

rne U — yckopsiromee Hampspkenue; | — tox syda; W(X) u W(y) — HOpMupoBaHHBIE (DYHKIUH

pacrpeesieHust SHEPTHH 110 COOTBETCTBYIONTUM KOOPIMHATAM; jW (x)dx =1; jW (y)dy =1.

Jlanee paccMOTpuUM KaxJoe CKaHMpoBaHMe moapoOHee. [lpu ckaHupoBaHMM B BHJE
KIIACCMYECKOTO pacTpa JABWKEHHE II0 KOOPAMHATE TIONEPEK CThIKA OCYIIECTBIAETCS I10
JIBYXCTOPOHHEH e, OMUChIBAEMON KYCOUHO-TMHEHHON QyHKIIMEH:

X=Kk*t+m, (6)

riae t — He3aBUCHMasl TIepeMeHHast; K 1 M — HEeKOTOpbIe YKCiIa, a MPH YCIOBUH, 4To K = 1 3a Bpems
t =[-1;1] mpu mepuoae T, maHHbIH rpaduk OyaET B BHIC TPEYTONMbHOM QyHKIMH (puc. 4).
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>t

Puc. 4. I'paduk nociienoBaTenbHBIX TPEYTOJIBHBIX UMITYJIBCOB

Fig. 4. Graph of successive triangular pulses

W3BecTHO, 4TO MU U3MEHEHUH MaTeMaTHYeCKoro oxuaanus B popmyie (1), cmemaercs rpagux
OTHOCUTENIBHO €ro IneHrpa. CienoBaTeNbHO, BMECTO MaTEMaTHYECKOTO OXXHMJIAHUS MOXHO
MOJICTABUTh HEOOXOJMMOE HaM BBIp@XEHHUE, I pacTpa — d3TO JuHeiHas QyHkumsa. Tak xe
HEOOX0JMMO IPOMHTETPUPOBATH MOTydeHHOE BeIpakeHue. [loxyunm crienyromryto ¢popmyny [18]:



Gkt
W(x):J;W exp| — o dt, 7)

TIe R €[L10], Xe[-15;15]; k = 1; m = 0; X — Oe3pa3mepHasi KOOpAWHATA BJOJb CTHIKA, KX—

Oe3pa3MepHasi aMIUTUTY/1a OTEPEK CTHIKA; G — CPETHEKBAAPATUYHOE OTKIIOHEHHE.
Ha puc. 5 mokazana ¢urypa npu HOpMaJIbHOM paclpeaesIeHHH SHEPTHH JUTS CIydasi TPAaeKTOPHH
CKaHUPOBAHHUS IEKTPOHHOIO ITyYKa B BUJIE pacTpa MONEpEK CTHIKA.
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Puc. 5. Pactipenenenue sHepruym myyka Ha MMOBEPXHOCTH JIETAIH IPU PACTPOBOM CKAaHUPOBAHUH

A =LA =2, A =3 A, =4; A;=5 A =6 A =7;A =8 A,=9; A, =10

Fig 5. Energy distribution on the surface for the case of a scanning trajectory in the form of
a truncated raster:

A =1 A =2 A =3 A -4 A -5 A =6 A =T

Ay =8 Ag=9. A, =10

Ha puc. 6 moka3zana TpaekTOpHs CKaHMPOBAHMS DJIEKTPOHHOTO IMy4yKa B BHJE YCEUEHHOTO
pactpa. Tpaekropusi ckaHHMpPOBaHUS B BUAE pacTpa onuckiBaeTcs Gopmynoi (8), HO 100aBISIOTCS
JOTIOJTHUTEIIbHBIC OTPAaHUYCHUS B BUJIE clenytomieii cucteMsr [18]:

A=1nput €[0.7;1.2]
A=-1nput €[2.6;3.2] (8)
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Puc. 6. ®opma ynpapIisiroiiero CurHaia B BUe TpEyroJibHUKa ¢ 30HaMH HACHIIIEHHUS

Fig. 6. The shape of the controlling signal in the form of a triangle with saturation zones

[Ipy cxkaHMpPOBAaHMM YCEYEHHBIM PAcTpPOM Ha OIpPENEICHHBIX Yy4YacTKax MpU OINpeAeIeHHOM
Nepuojie, aMIUIUTyAa MpUHUMaeT (QukcupoBaHHoe 3HaueHue. [lostomy B dopmyny (7) mobaBum
BBIPQXKEHHUS, C TMOMOIIbI0 KOTOPBIX OIMCHIBAIOTCSA IHMKH, BO3ZHHMKAIOIIME HAa 3HAUYEHHUSX PaBHBIX
ammutyze. [loaydnm crenyroriee BelpaxkxeHue:

- , A o
W(;)=T_$ M *ja*jﬂ*exp —(X_<AX2*k02t+m)) dt+¥* exp _(XZ_*(’:Z)) +exp —(X;(f:z)) . (9)
a

rae X — Oe3pa3MmepHas KOOpAMHATa Momepék cThika;, A, — Oe3pasMepHas aMIUIUTyAa MONepék

CTBIKA, G — cpeaHeKBaapaTiHuHoe oTkiaonenue; M = 0; k = 1; M — BpeMst HachIeHus; T — MEPUOJT
CKaHHUPOBaHHMS.

B dopmyne (9), npu ammiuryme paBHOW 3 M IpH YCIOBHH, 4YTO IUIOIIAAb (UTYpPHl MIpU
HOPMaJbHOM  pACHpPEICICHHH OSHEPrHH, HW3MEHHUM Mpeeibl TpPaHUI] 30HBI  HACHIIICHHS

%=[0.05;0.1;0.15;0.2;0.25;0.3;0.4] U TOJIYYUM CIEIYIOIUMe KPHUBBIE PACHpelleieHUs SHEPruw,

IIOKa3aHHbIC Ha pHUC. 7.
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Puc. 7. Pactipenenenne sHepruyn my4yka Ha MOBEPXHOCTH JI€TANIU MIPY CKAHHUPOBAHUH YCEYEHHBIM PACTPOM
1 U3MEHEHHUU T'PaHUL] 30Hbl HACBIILICHUS

Fig. 7. Energy distribution when changing the limits of the saturation zone

W3 mosydeHHBIX TpaguKOB BHIHO 4YTO, W3MEHSS BEIMYMHY 30HBI HACKHIMECHHS M MOYKHO
peryaupoBaTh aMILUIUTYAY IBYXTOpOOBOTO paclpesielieHUs SHEPTrUH IO IMSATHY HarpeBa W ITUM
noOuBatbcss Hawmydmedl Qopmbl  cBapHOTo 1mBa. YTOOBI BOCIOJB30BAThCS MOJTYYCHHBIMU
pacUeTHBIMH  XapaKTEPUCTUKAMH, HEOOXOIMMO TEpeHTH OT Oe3pa3MepHBIX KOOPAMHAT K
pasMepHBIM KoopanHaTaM. J[J1st 3TOro HeoOX0IMMO TIPOBECTH clieayronue aeiicteus [18]:

y=y*o; x=x*o1 A= A% W) = 0 w(y) =KD,

o o

B pesynbrare TpOBEICHHBIX HCCICIOBAaHMN ObLIa pa3paboTaHa IporpamMma Ui YIPaBJICHHS
pacrpeie/icHHeM SHEPTUH 110 MSTHY HarpeBa ¢ MOMOIIBIO UCIIOJIb30BaHUsI Pa3IMYHBIX pa3BepTok [19].
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