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B crathe onucaHbl MOJIENM U aNTOPUTMBI YIIPABJICHUS MPOLECCOM CBAapKH B POOOTH3UPO-
BAaHHBIX TEXHOJOTMYECKMX KOMIUIEKCAX U CHM)KEHUS PUCKA OTKIIOHEHHH B Ka4€CTBE MPOIYKIIHMH.
[Ipemiaraercs pemeHue 3a1a4u MMyTeM MUHUMHU3AIUK 1eeBOH (PYHKIIUHM, XapaKTepHU3YIOLIeH OT-
KIIOHCHHsI OCHOBHBIX IOKa3aTeJIel KauyecTBa TEXHOJIIOTMYECKOTO Iponecca. DTO JENIaeTCsl ¢ IOMO-
IIbI0 KJIACCMYECKOI'0 alIapara BapUallMOHHOTO HCYMCIICHHs, OCHOBAHHOIO HAa HAXOXICHUU JKC-
TpeMyMa (QyHKLIMOHada. B kauecTBe MCXOAHBIX JAaHHBIX HCIOJIB30BATNCH (DAKTHUECKHE U IJIaHO-
BbIC 3HAUCHHs MOKa3aTesel KauecTBa TEXHOJIOrnyeckoro npouecca. [lo paspaboTaHHOMY aaropuT-
My TIOJYY€HBI IUIaHBl MEpOIPHUATUN, 00eCreunBaloie MUHUMAIBHOE OTKJIOHEHHE (haKTHUECKUX
3HA4YECHUH OT IE€JICBEIX.

THE TASK OF REDUCING THE RISK OF DEFECTIVE
PRODUCTS IN THE WELDING PROCESS
WITH ROBOTIC COMPLEXES

D. S. Fominykh

The article describes models and algorithms for controlling the welding process in robotic
technological complexes to reduce the risk of deviations in product quality. The solution of the
problem by minimizing the objective function which characterizes the deviations of the main indi-
cators of the quality of the technological process is proposed. This is done by using the classical ap-
paratus of the calculus of variations based on finding the extremum of the functional. The actual
and planned values of the quality indicators of the technological process were used as the initial da-
ta. According to the developed algorithm, action plans were obtained that ensure the minimum dev-
iation of the actual values from the planned ones.

B cBs3M CO CTpEMUTENBHBIM PAa3BUTHEM TEXHOJOIMH M PACTYIEN KOHKYPEH-
[[UeH OJHOM M3 OCHOBHBIX MPOOJEM MPOMBIIUICHHBIX MPEANPUATUI SBISETCS 0Oec-
IIEYCHHE Ka4eCcTBa MPOAYKUHMHU. B Xo4e cBapku METAJUIOKOHCTPYKLHW C MCIOJIb30-
BaHHEM pOOOTH3MPOBAHHBIX TexHoNornueckux komriekcoB (PTK) Bompoc kauectBa
ABIIIETCS IPUOPUTETHBIM, BE/Ib TJIaBHAS 11€J1b MCIIOJIb30BAHMS CBAPOYHBIX POOOTOB —
ITOBBILLICHUE MPOU3BOAUTEIBHOCTA TPYAA U KadecTBa nmpoaykumu. Hemocratounbii
YPOBEHb KOHTPOJISL BO BpeMs IIpoLiecca Mo KaKoH-1100 NMPUYMHE YBEINYUBAET PUCK
Opaka mpoaykuuu. B Hacrosimiee Bpemsi pazpaOoTaHbl M MCHBITaHbl Ha IPAaKTUKE
paznuunble cucteMbl ynpasineHus PTK. OHu cocpenorodeHsl Ha Takux mpodiieMax,
KaK KaueCTBO CBAPKU TPEHUEM C NEPEMELIMBAHUEM, OTCICKHUBAHUE ITyTH CBAPKH,
CBapKa C IUCTAaHIMOHHBIM YIIPABJICHUEM, ONITUMU3ALINSA CKOPOCTH POoOOTA, KAYECTBO
MpoIIaBieHus mBa v T.4. [ 1-5]

IIpy 3TOM HEIOCTAaTOYHOE BHUMAHME YIEJAETCS ONTHMM3ALUU ONEPATUBHOTO
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YIIPABJICHUS ITPOLECCOM CBAPKHU C YYETOM HE TOJIBKO BCEX MapaMETPOB TEXHOJIOTH-
YEeCKOro Ipolecca, HO TAaKKE 4YeJIOBEUECKOro (pakTopa M BHELIHMX BO3ACHCTBUIA,
BJIIMSIOIIMAX HA KAYE€CTBO BBIITYCKAEMOU MPOLYKIHH.

OTu OOCTOSITENBCTBA ONPEICISAIOT aKTYaJbHOCTh W MPAKTUYECKYIO 3HAYM-
MOCTb JTaHHOH CTaThbM, coAeprKalleil pa3paboTKy MOJENENH U aJrOPUTMOB yIIpaBJe-
Hus npoueccoM ceapku B PTK mo kpurepuro, Mmo3BosssronieMy MHHMMU3HPOBATH
PHUCK OTKJIOHEHUS B KAYECTBE MPOLYKIIUH.

[TocTanoBka 3a7a4u BBITJISAUT CIETYIOIIMM 00pa3oM: pa3paboTaTh MaTeMaTH-
YECKHE MOJEIHN U AJITOPUTMBI, TO3BOJISIIOIIME HA BPEMEHHOM HMHTEpBAJIE [to, ;] A1
JT00BIX JOMYCTHUMBIX 3HAYEHUI BEKTOpa COCTOSHUM V(f)€V cpeapl HAWTH BEKTOP
ynpasisitonux Bozaehcteuit Ha PTK u(f) €U, no3Bossonmx MUHUMHU3UPOBATH 11€-
JEBYIO (PYHKIHIO

Q) = [ SR — Xi(0)?w, dt > min 0
IIPU OrPAHUYEHHUSAX

Lit,v,v,uu’) =0, j=1,.... my,
Lj(t,v,v',u,u') <0, j=my+1,....m,

Y TPAHUYHBIX YCIOBHAX
(to) _ .
Lj Y(t,v,v,uu) =0, j =mg,...,my,

L§t1)(t,v,v’,v,v’) =0, j=my+1,...,mg

rne X;, X;,i=1,2, ..., n — COOTBETCTBEHHO, IIeJIeBbIc U (PaKTHUECKUE 3HAYCHHUS T10-

Ka3zaTellell KauecTBa MpoIecca CBApPKH; ; — BECOBOM KOA(D(PHUIIMEHT i-ro oKa3aTes,
Mmji... N5 — 3aJJaHHbIE KOHCTAHTHI.

OcHOBHBIE TTOKa3aTeNM KayecTBa MpoLecca CBapKU ¢ ucnoiab3oBanuem PTK
(xonmuyecTBO AedekTHhIX Oamok Ha 100 mT., cpenHss AivHA AePEKTHBIX CBapHBIX
IIBOB Ha €IMHUILY MPOIYKIUH, CPEHEE OTKIIOHEHUE HAIPSHKEHHs] CBAPOUYHOM TyTH)
o copmynupoBansl B [6—9]. Tam xe npemyioxkeHo peuienue 3agaun (1) ¢ uc-
[I0JIb30BAHUEM MOJENIM JTMHAMUKH CUCTEMBI, MO3BOJISIOLIEH MOCTPOUTh AUPPepeH-
[[MaJIbHBIE YPAaBHEHHUs JI1 OCHOBHBIX (Da30BbIX NepeMeHHbIX. HecMoTpst Ha psin oue-
BUJHBIX NPEUMYILECTB, CUCTEMHOE JMHAMHUYECKOE MOJEINPOBAaHUE UMEET psAJl Or-
paHUYEHUH, CBSI3aHHBIX B MEPBYIO OYEPE]b C TOUHOCTHIO MOJEINPOBAHUS U CIOXK-
HOCTBIO OLIEHKH €r0 MOrpelHoCTU. B naHHOM cTaThe npearaercs pazpadoTaTh Ma-
TEMaTUYECKYI0 MOJEJb JUIS MOJIYYEHMs] aHAJIMTUYECKOoro peuieHus 3anaduu (1). B
CBSI3M C TEM, YTO PEIICHUE 33Jau 3aKII0YaeTCsl B HAXOKICHUN MUHUMYyMa IEIeBOU
byHKIMY, 1en1ecoo0pa3Ho HCMOIb30BaTh KIACCHYECKUI amnmapar BapUAllMOHHOTO
MCYHCIICHUS, OCHOBAHHBIN Ha HaXOXKJIECHUH dKCTpeMyMa (yHKI[MOHAJIOB.

Takum ob6paszom, 3amada (1) cBOAUTCS K BapUAIIMOHHOW 3ajlade HAXOXKICHUS
YCIIOBHOTO 3KCTPEMYMa, U JJIsl €€ PelIeHUs He0OX0AUMO HalTH 3KCTpeMaib (yHK-
[[MOHAJIA!

J = [ X0, Xo (0, X (D),
F(X1(6), X2(8), ..., Xn (1) = Zi1(Xi — Xi(6)) .

Jlia peuieHust mpoOieMbl BOCHOJb3YEMCS METOJIOM MHOXuTenen Jlarpanxa.

Cornacho [10], Heo6Xx0a1MMO BBECTH HOBBIN (DYHKITMOHAIT:
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21
5= [ F@ K@ K@)
to

FX1(8), X5 (), ..., Xn(0)) = F(X1(8), Xo(0), - .., Xn(8)) + X2 45
rae A, j=1,2,..,m — MHoxutenu Jlarpanxa, ¢; — ypaBHEHHUS CBS3H.

HeobxonuMblie ycnoBUs HaIU4Msl IKCTpEMyMa 3aJIal0TCsl CIEAYIOLIed CUcTe-
MOW ypaBHEHUU:

oF
—=0,i=12,...n
!axi ’ ! 2)
$;=0,j=12,..m
B kadecTBe ypaBHEHUI CBSI3M UCIOJIB3YIOTCS MPUOIMKEHHbIC (YHKIIMOHAIb-
HbIC 3aBUCUMOCTH MEXJy IOKaszaTejlsiMu, nogydeHHele B [6, 8]. Torma cucrema
ypaBHEHHH (2) MpUMET CICAYIONTUNA BU:

|A1A2 A18 b1 P2 ... ¢34|T=0
A

_2)?26()2 + ZXZC()Z + 2,4‘6X2/15 - 3,22/15 + 0,15X22/113 - 1.52X2/113 + 4,74/113

_2)?18(‘)18 + 2X1gw1g + A9 + A30 + A31 + 35 + A33 + 134
X, +0,36X3, —1,74X% + 0,09X,, — 1,13

X, +1,08X3 — 1,14X% + 0,74X, — 0,98

Martpuiisl A 1 @ npuBeIEHBI HE MOJHOCTHIO BO N30€XaHHWE IPOMO3IKOCTH.

PemmB cucremy ypaBHeHU# (2), MOJIydUM TOUYKH IKCTpeMyMma (yHKIIMOHAJA
FX1(8), X2(0), ..., Xn(0)).

UtoObl ompenenuThb, SBISIOTCS JAaHHBIE TOYKH YCIOBHBIM MHUHHUMYMOM HWIIA
YCJIOBHBIM MaKCHUMYMOM, UCITOJIb3yEM METOAMKH coryacHo [10].

VYmpasnstoniyue BO3ACHCTBUS PEATU3YIOTCS B BUJE IUIAHOB MEPONPUITHNA {u,
Uy, ... Uy}, KOKIBIA U3 KOTOPBIX TSl y00CTBA MpEACTaBICH B BUAE dpeima:

<name; (Acty; R_exy; Ply; Th); ... (Actyy, R _exyy Plyy Ty)>,
IJie CJIOT name — HAUMEHOBAaHME TUIaHA; CJIOT Act; — OMUCAHUE I-TO MEPOIPHUATHS;
CIOT R _ex; OTBETCTBEHHBIN 3a BBIMOJHEHUE i-TO MEPONPUSITHS TUIaHa; cJIOT Pl; Mmecto
BBITIOJTHEHUS i-TO MEPOIPHUATHS; CJI0T 1; — BpeMsl Ha BBIMOJHEHUE (MIEPUOAUIHOCTD)
i-ro Mmeponpustud, i =1, 2, ... M.

Ha ocHOBe 3KCHIEpPTHBIX OIEHOK ObLIM anmpOKCHMHUPOBAHBI B BUJIE TTOJIMHOMOB
BTOPOM CTENEHU 3aBUCUMOCTH IOKa3areien kauectsa X, X, ..., Xig OT peanus3amnuu
Ka)XJIOTO TJIaHa MEPOIIPUSATHIA:

fagi)tz + bfi)t + Cl(i),CCJII/I U= Uy
Xi(wt) = ! 0yt + byt + ¢ ecmnu = uy;

D2 4 5@ ) —
ay tc+ by, t+c, ecmuu = Upy;
Taxkum 00pa3zoM, HCKOMBIM BEKTOPOM YIPABIISAIOLIETO BO3JEHCTBUS OYIET TOT
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TJ1aH MEPOMNPUSTUH, KOTOPBIN 00ECIIEYNT HaMMEHbIee OTKIOHEeHUE X;(u,f) OT X 0),
ABJISIFOIIUXCS pEHIEHUEM CUCTEMBI ypaBHEHUH (4). i1 3TOro BBEIEM METPUKY:
20w) = 21X (we ) = X" Ol w; - (5),

Torna mian MeponpusaTUid u™ OyneT ABIATHCS penieHuemM 3aaauu (1), ecau ais

HETO BBITIOJIHAETCS CIEYIOIIee YCIOBHE:
Vi€ [1,m] = Q) = 2(u *).

Boeraucnsas nocnenoBarensno Q(uy) nns k=1, 2, ..., m, BeIOUpaeM TOT TIaH

MEPOTPUITHI, KOTOPOMY COOTBETCTBYET MUHUMAaIbHOE 3HaueHue (2(uy).

B kauecTBe mpumepa 3agaquM LENEBBIE 3HAYCHUS MOKA3aTENEN KauyeCcTBa, yC-
TaHOBUB HX Beca (Tabi. 1).
Tabnuya 1
IleneBble 3HAYEeHMsI MOKA3aTe/led KayecTBa M MX Beca

Xi | XN | X | X | X | Xo | X7 | Xz | Xo | Xio | X11 | Xz | Xiz | Xua | Xis | Xie | Xi7 | Xis

<

0,07/0,50(0,10{0,50(0,98{0,55/0,85(0,90|0,30(0,25|0,20/0,30{0,60|0,97/0,30|0,60(0,95|0,90

; (0,14/0,07/0,02(0,05]0,03|0,04|0,02/0,06{0,02|0,07{0,03|0,07|0,04|0,06/0,06{0,04|0,08(0,10

[ToxcTaBiisisi KOHCTAHTBI U ®; M PELIMB CUCTEMY YpaBHEHHI (4), MOTy4uM 3Ha-
YeHHsl ToKa3aTesel, Mpu KOTOpbIX GyHKIuUsS ((?) NpUHUMaeT MUHUMAIbHOE 3Haue-
HHUE C yqéTOM OTPaHUYECHUM:

=0,075; X,=0,613; X5=0,29; X;,= 0,379; X5=0,869; Xs= 0,661;

X7—O773 Xs=0,849; Xo=0,275; X,0=0,318; X;;=0,37; X;,=0,303;

=0,688; X14,=0,933; X;5=0,215; X;6=0,512; X}7=0,948; X;5=0,955.

Tenepb HEO0OXOIMMO HAWTH MJIaH MEPOIPUSATHI, MPUBOIAIINN MOKa3aTeIN Ka-
YecTBa K JaHHBIM 3HaYeHUsIM. Ha OCHOBaHMM MHOTOJIETHUX HAOIOJIEHUN 32 00bEK-
TOM ympaBJieHUusI ObLTH cPOPMUPOBAHBI 3aBUCUMOCTH TIOKazatened X, Xa,..., Xig OT
IUTAHOB MEPONPUSITHH U], Uy,...,Us. Hanmpumep, 3aBucumMocTs nokazatens X; («Komm-
4ecTBO 3a0pakoBaHHbIX Oanok Ha 100 eauHUI] MPOIYKUKUW») OT IJIaHA MEPOIPUSITHIA
BBITJISITUT CJIEIYIOUUM 00pa3oM:

(—0,003t% + 0,015t + 0,077,ecnu u = uy;
—0,003t2 + 0,01t + 0,095,ccmu u = uy;
—0,017t + 0,137,ecnmu u = ug;

—0,003t% — 0,006t + 0,131,ecu u = Uy;
—0,003t%2 — 0,0058t + 0,149 ,ecnuu = us;
\—0,003t? + 0,0045t + 0,113,ecmuu = ug

byaem HaxonuTh MUHUMAabHbIE 3HaueHus (2 (#;) B pa3Hble MOMEHThI BPEMEHU
IUIsL ONpENENICHUs] IUIaHa MEpOINpUATHNA. Pacdy€Tsl MpOM3BOIMIMCH HA WHTEpBAje
t=[0;1], cooTBeTCTBYIOIIEMY TIEpUOY B 1 Mecs. Pe3ynbTaTbl BEIYMCICHUN CBEICHBI
B Ta0II. 2.

Xi(u, t) =<
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Tabnuya 2
Bp10op muiana MeponpusiTHil HA BpeMEHHOM HHTEpBaJie

4 Q (u) Q (u2) Q (u3) Q (us) Q (us) Q (ue)
0,1 0,023 0,034 0,102 0,017 0,073 0,026
0,2 0,026 0,093 0,151 0,027 0,053 0,029
0,3 0,052 0,063 0,122 0,027 0,044 0,046
0,4 0,003 0,103 0,161 0,086 0,102 0,016
0,5 0,082 0,122 0,131 0,115 0,171 0,065
0,6 0,072 0,005 0,112 0,056 0,102 0,035
0,7 0,101 0,024 0,171 0,043 0,161 0,006
0,8 0,111 0,014 0,171 0,007 0,142 0,065
0,9 0,072 0,093 0,082 0,115 0,102 0,114

1 0,121 0,054 0,082 0,086 0,122 0,095

Kaxk BujHO 13 Tabnuiel 2, Ha uHTEepBasie BpeMenu [0;0,3] onTUMaIbHBIM SIBJISI-
eTCs TIJIaH MEeponpusTHUil us, Ha uHteppane [0,4;1] — maH ug. YuutsiBas OJU30CTh
3HaueHu Q(us) u Q(ug) Ha uaTepBate [0;0,3], MOKHO MPUHSTH IUIAH Ug B KAYECTBE
BEKTOpPA YNPABILIOMIMX BO3JAEWCTBUA HA BECh NPEACTOAIIMN Mecsl. DparMeHT
(dpeiima, COOTBETCTBYIOIIETO TAHHOMY IUIAHY, MPEICTABIICH HIDKE:

<ug; (IIpomedxrcymounsiii kKoumpons kavecmsa céaprnozo wiea;, Onepamop PTK;
Coopouno-ceapounviii yex, Eocecmenno); (Ilposepams axmyanbHocms mMexHONO2U-
yeckou O0oKymeHmayuu Ha pabouux mecmax, ITexnonoz; CoopouHo-ceapoumwlii yex,
Esceonesno); (Monumopune 3uaueHuti c6apouHoc0 moka no UHOUKAMOPAM UCMOY-
HUKa numanus 8o epems ceapku usoenusi; Onepamop PTK; Coopouno-ceapounwiii
yex; Kaorcowviii uac); (Buennanogsoe mexnuueckoe oocayxcusanue PTK; Hanaouux
ceapournozo obopyoosarnus;, Coopouno-ceapounsili yex, B meuenue nedenu); (Ilpu-
HAMb Ha pabomy ewe 00HO20 npozpammucma, Mncnekmop no kaopam,; Omoen xao-
pos8, B meuenue mecsaya)>.
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