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TEXHO/IOTUA NMPAMOTO JIASEPHOIO BbIPALLIMBAHMA
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Cxema npouecca

IIOPOILIOK

AA3EPHBIVI AYY
COIAO \ /

30HAPOCTA

KoakcuaneHasa cxema HekoakcuanbHasa cxema
vUepes ra3onopoLLKOBYO CTPYHO MPONYCKAETCA Aa3ePHOE U3AYUEHME.
vIloAyyaem XnAKYHo 060A0UKY M TBEPAOE AAPO NMOPOLLNHKM.
vKOHTPOAMPYEMOE NAGBAEHUA NOPOLLKA.

v/\Byx¢pa3Haa BaHHa pacrnAaBa U 06beMHaa KpUcTanAu3aLms.

Ti ™
(riviTas.
. cTpykTypa)

YKnokasa dasa

-

.

TBépaas hasa

dusnyecKkue npouecchol

v[a3oAMHaMUYECKKe NPOoLIeCChl NepeHoca NopoLlKa
B ra3oBOM CTpye

\/HarpeB N NAaBAEHUE YaCTUL, MOPOLUKa Aa3EPHbIM
N3NYHYHEHUEM

vTennoBble NPOLECCHI B 30HE POCTa

vKpuctanamsaums pacnaasa 1 ¢popmupoBaHue
NMOBEPXHOCTU U3AEAMSA

vDOPMUPOBAHNE MUKPOCTPYKTYPbI USAEAMS.

OcHoBHbIe npenmyLlecTea

vYBeAnyeHne NPou3BOAUTEABHOCTU U3TOTOBAEHMS
AETANEN CAOXHOW GOpPMbI (A0 2.5 Kr/u) u3
TPyAHOOOpabaTbiBaeMbIX MaTepPUaNOB

vCHUXEeHWe MaTepPMUaNOEMKOCTU NPON3BOACTBA

vB0O3MOXHOCTb NMOAYYEHUA N3AEAUN C rPapAnMeHTHbIMUA
AKCNAYyaTaluMOHHbIMW XapaKTePUCTUKAMM
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HenuHenHas KBa3ncCTtaumnoHapHaa 3agada TensiornpoBOAHOCTU
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HopmarnbHO pacnpeneneHHblin annnnTu4eCckum MCTOYHMK TENSOThI:

nqusing
Uo (X,Y) = ———5—exp
7T I

(x sin,B)2 + y2
B 2

.

YpaBHEHME paBHOBECUSA XUAKOW ¢hasbl B NOSE CUM TAXKECTHU:

ock=-pQz,+C

KoopauHarta z, Mm

BxogHble napameTpbl:
- pPeX1m BblpallMBaHUA
- CTpﬂTEI'VIFl BblpﬂLLLI/IBaHVIFl
- Tennodusnyeckme cBoMCTea

Mopenb B3anMoaeicTBums
nasepHoro ManyyeHus
C ra3onopoLLKOBOW CTpyen
1 NOAJIOXKKON

b

leHepaumnsa TpexmepHOWH
pac4eTHOW CETKK

v

- NapaMeTpbl pacyeTHOW
npoueaypsi

Homep cnos = Homep crnos + 1

[

v

PelueHvie 3a0ayun TENMONPOBOAHOCTM B KBa3UCTaLMOHAPHON
WM HECTALMOHAPHOM (OMLUMOHANLHO) NOCTaHOBKE

PelueHne 3agayn hopMMpOBaHUS MOBEPXHOCTW

HannasneHHoro cnos

KoppeKkTupoBKa TPEXMEPHOA CETKM C Y4ETOM PacCHUTaHHON

hOpMbI HANIABNEHHOTO Cros

v

Oa
, KonuuyecTBo cnoes AOCTUINO 3a4aHHOro 3HavyeHua?

Het

Pe3ynkraTthl pacyeTa:

- NapamMeTpbl pacnpegeneHna ninoTHOCTU MOLWWHOCTWU
MCTOYHWKa TennoTbl K €ero Kng

- KNHETWMKa TeMnepaTypHOro nons

- reoMeTpusA BblpallleHHOro n3genua

KoopauHata z, Mm

1 -

-1 0 1 -1 0
KoopauHara y, Mmm KoopauHara y, Mm

6) 8)
BnusaHne pacnpegeneHnsa nioTHOCTN MOLLHOCTH (a, 6) n
CKOPOCTW NpoLiecca Ha hopmy NornepeyHoro ceyveHus (B)

-1 1
KoopauHarta y, MM

a)
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MporHo3npoBaHue «ycagKku»

ToyHoCTb NocTpoeHua +/- 0.2 MM Ha
paauyce 420 mm (kBanutet 9-10)
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YctaHosku [/1B:
* MaHunynatop: poboT + 2x oceBon NO3NLNOHEP + INHENHAA OCb
* MakcumanbHbii pasmep nsgenuna: @ 2000 mm, h=800mm

* [lpon3BoaUTENbHOCTb Ha cnaaBax Ti: 0o 1,25 Kkr/u

* [lpoussoantenbHOCTb Ha cnnaBax Fe, Ni, Co: no 2,5 Kr/u

= « KoHTponmpyemas atmocdepa ymctoro AproHa
* BonoKoHHbIN naszep J1C-3: 3 KBT

* [lopowKoBbIN NUTaTENb: 2 X 5 N
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Pa3pelunTs rpadguky W

MMnopT reomeTpum BCex pacnpoCTPaHEHHbIX
CTaHAapToB

MNMocTpoeHne TpaekTopuii 06paboTku
PesaKTnpoBaHMe TpaeKTopWuiA, COPTUPOBKA MO
CN0osIM, HazHayeHue nopsagKa obpaboTkm
Ha3HayeHMe TeXHONOrMYEeCKUX NapaMeTpoB:
MOLLHOCTb /1a3epa, pacxos, rasoB 1 NOPOLUKa
Cumynsums asuxeHuA poboTa

MpoBepKa ABMKeHUs poboTa HAa CTONIKHOBEHMA
MocTnpoLueccupoBaHme ynpaBaatoLen
Nporpammbl 1 OTNPaBKa ee Ha ycTaHoBKY /1B
TOHKOCTEHHble M TO/ICTOCTEHHbIE TeNa BpaLleHus
TOHKOCTEHHbIE Tena CNoXKHOoM Gopmbl
MaccuBHbIe 31eMEHTbI C Pa3/INYHbIMM TUMAMMU
LUTPUXOBKM

KoMbuHaumMa TOHKOCTEHHbIX M TONCTOCTEHHbIX
31eMeHToB

ToHKaA HacTpOMKa TEXHONOrMYECKUX
napamMeTpoB M TOYHOE yrnpaBAeHNE TONLMNHOM
CNOSA U LWMPUHOW BaNMKa

CMHXPOHHAA MHOrOKOOpAMHATHAA obpaboTKka —
6+2+1 (poboT+No3nLMOHEP+AMHENHAA OCb)
HacTpoiika ayelikn n noctnpoueccopa nog,
Ka*kayH YCTaHOBKY

MepeHOCMMOCTb MPOrpamMmm MeKay
yCTaHOBKamMu



OTPABOTKA TEXHONOIMn NnPAMOIO NA3EPHOIO. BbIPALLl\MBhl-m\FI
3NIEMEHTOB CYOBbIX ABUXUTENEN U Cyﬂ,OBOM APM\ATYPbI
YHHKaJILHLIH H,ueHTI/I(bHKaTop npoekra RFMEFIS7417 X017~

OBBEAUHEHHAR
CYOAOCTPOUTENIbHARA
KOPMOPALUUA
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ADVANTAGES OF HYBRID LASER-ARC WELDING
COMPARISION WITH LASER WELDING S—

*More tolerance to assembling accuracy.

*Possibility of welding with controllable gap
*Increases of productivity . .
*Weldability providing by means addition alloying from filler wire Maporasopwiicanan | ) JEEEE  ceapounan panna

COMPARISION WITH ARC WELDING ) "l

*Increases of welding depth
*Increases of productivity
*Decreases of HAZ

*Decreases of distortion
*Decreases of number of passes
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PROCESS SIMULATION

put parameters =10] x|

Fegim parameters | Material propeities  Geometry of seam |

homm [ by hlmm [100

noname1]
indows  Help.

H.em [Laser
‘Wave length
<

B b
I o 1. I 200 Radiation power, kw/
mm [Z00 a o poser IV TS
b2.mm |—1 o0 025 =] | 3|
Welding speed, cm/sec -
| |

Aperture, cm
<

Focal radius, cm
072 < = | 02
Focaldstonce em S
1.00 al ] i3
Focal exceeding.cm
i |
125050 025
Hybrid Laser-Lamp Welding Lamp Parameters
el 2483w Lamp radiation power, KW
This is unstable through penetration | 3
Reflection eneray losses ow ok spof chamster ollomp i)
[ Aoy tppe filters = [T DNumber | Material [Melting paint, K [E<ili < | .
Vapour flow speed 238.4 m/sec =
2 E dStE335 i Wall temperature 7K Sene —
£ oo 1.0 Cram10 1756 [ | i g
" Cuprum — Channel is present
&) 1.002 Crame 25 1725 SIGEADGHNERIIT o e
Iurnimiu — Sample thickness 100.00 mm El _,1 '2_
= Titanium | [1.003 Crans 30 1725 Depth 0.81 cm
[ |1.004 Crans 40 1703 S e 0.46 om LampGas [Argon =1
[~ Find allay |_{1.0801 AIS| 1060 1647 ‘Width on the half of Depth D14cm
Add metal |_|1.1165 A151 1330 1725 Melted zone square 0.25 cm™2
o 1.1165 AI511330H 1725 S o 1ot
Add non-metal | | 1
actibiines NN iy FREY A1511335H 1703 Material Low-carbon steel
Clear List [ [11172 A£151 1030 1725 P T
W RRES AI51 1040 1703 Melting Point= 9331
N EAREL AIS| 1045 (Cma5) 1703 Builing Paint 2793
1.3505 4151 E 52100 1647 geal fapa‘:" 2-3‘7
1 ensity=
|1aoie  aisiType 4m0 1714 Themal conductivity= 238 W_4 5 kW V_ 1 5 m m S MaTe M an
14021 AIS| Type 420 1756 - e = =4, ) - ) —
- - 3 Thermal suiface tension=  -0.35
Find First i i Latent evaporation heal= 2908
Find Next I || Pt || i CTa n b 1 O

Select | Cancel

H.mm H.rrm H.mm
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_ reflection® energpt- - -

5.00 I e e e e e e e i S el 5.00

7.50 7.50 7.50
Ij:u_ll_r_e-_c:l_l,lstqllisatiqn Zone
0.0 10,0 10.00- - - .F'artial_meltir?g zone
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Hybrid laser-arc welding of Al constructions
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LASER-ARC SYSTEM FOR CUTTING AND WELDING OF FLAT SHIP SECTIONS
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Arc welding

Hybrid welding
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ROBOT BASED DESIGN OF HYBRID INSTALLATION

Design Realization
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Hybrid welding & laser cutting
Laser power — up to 20 kW
Electric arc — up to 500 A
Seam tracking system
Process monitoring
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Technologic set-up for laser cutting and hybrid laser-arc

welding

Hybrid welding & laser cutting
Laser power — up to 20 kW
Electric arc — up to 500 A
Seam tracking system
Process monitoring






