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WCCINEOOBAHUE NMAPAMETPOB MJA3Mbl, ®OPMUPYEMOW
B 30OHE JIASEPHOW CBAPKWU B BAKYYME

JasepHas cBapka B cpefie 3alyMTHbIX ra3oB Hallna NpUMeHeHVe B NPOMBbILLNEHHOM NPOV3BOACTBE MPU U3rOTOBEHNN U3AENUn Pa3nnyHon
HoMeHknaTypbl. OfHako achdeKTUBHOCTL NpoLiecca 3Ha4YUTENbHO CHIPKAETCs! MPU MOFMOLLEHUM YacT SHEPrUM NasepHOro ny4a nnasMeHHbIM da-
Kenom, hopMMpyIOLLMMCS y NOBEPXHOCTU MeTasnmna B 30He CBapKW, a Takke B kaHane nponnasnexus. MogobHoe HeraTMBHOE BMUSHWE B 3HAYW-
TenbHON Mepe MOXeT BbiTb CHUXEHO NPOBEAEHMEM NpoLiecca NasepHoii CBapku B Bakyyme. JlazepHasi cBapka B Bakyyme MO3BOMSET AOCTUTHYTh
napameTpoB nponnaeneHus, 61msknx kK napameTpam nponnasreHns, HabnaaeMblM Npy ANIEKTPOHHO-MYYeBOIN CBapke, Aaxe Npu HU3KUX cTene-
HSIX BaKyyMMPOBaHWs KamMmepbl CBapOYHON ycTaHOBKM. OLeHKa NpoLiecCoB Haf 30HOM NasepHOii CBapKkW U B kaHare MponnaBneHust MOXeT Npous-
BOAMUTLCA MO NapameTpam BTOPUYHO-3MWUCCUOHHBIX CUTHANOB, PercTpupyembix B NpoLecce cBapku. MnasmeHHbI dhaken npu nasepHoi ceapke
B BaKyyme SIBMisieTCsl NPOBOASILLEe CPeAoi ANs BTOPUYHO-OMUCCUOHHOIO TOKa, YTO MO3BOJISIET MPOVU3BECTU OLIEHKY NrasmeHHoro obnaka. BoaHuk-
HOBeHMe nna3meHHoro obnaka obycnoBnnBaeTcsi MOHU3aLME MeTanMYecknx NapoB NpM B3auMO4ENCTBAN C MOLLHBLIM Na3epHbIM U3NyYeHneMm.
[Mpn 3TOM TOK, PerMcTpUpyembIit KONMEKTOPOM 3apsKeHHbIX YacTul, umeeT konebaTtenbHbln xapaktep. OueHka 3HaYeHnin permcTpupyemMoro BTo-
PUYHO-3MWUCCMOHHOrO TOKa C MCMONb30BaHMEM MaTemaTu4eckoro anmnapaTta npoussogunack nocne unbTpauuy ¢ UCMOMNb3oBaHWEM MPSAMOro
1 obpaTHoro npeobpasoBaHusi Pypbe. 3ahMKCMpoOBaHO, YTO 3aBUCUMOCTb NIIOTHOCTU CPEOHEro 3HAaYeHWUs BTOPUYHO-AMMCCUOHHOIO TOKa OT Ha-
NPSXXEHNSt MeXY KONNEKTOPOM 3apsiKeHHbIX YacTul, 1 obpabaTbiBaeMblM U3AenneM 3MeKTPOHHOTO Toka UMeET xapakTep, 6M3kuin K IMHENHOMY.
MpoBefeHHble pacyeTbl NapameTpoB Ma3Mbl NOKa3bIBalOT, YTO MPU MPUMOXEHUN K 3neKTpoAdy NoTeHuuMana, paBHOro noTeHuuany nnasmsl, npo-
MCXOOMT HacblLLEHNe perncTpupyeMoro BTOPUYHO-3MUCCUOHHOIO TOKa, CBS3aHHOE C MOJSHbIM OTOOPOM TOKa M3 NNasmbl.

KniouyeBble cnoBa: nasepHasi cBapka, cBapka B Bakyyme, Miia3mMeHHbli dhaken, MOHM3aUuMs MeTanmnuyeckux napos, BTOPUYHO-
3MVCCUOHHBIN CUrHar, KOSMEKTOP 3apshKeHHbIX YacTuL, 3MUCCUS ANEKTPOHOB, NnasmMeHHoe obnako, 30HA JleHrmiopa, KOHLEHTPaLUWs U 3NeKTPOH-
Hasi Temnepatypa nnasmbl, BofbT-amMnepHas xapakrepuctuka.

I.Yu. Letyagin', K.V. Felikan', V.Ya. Belenkiy"?, A.P. Erikov?

'Perm National Research Polytechnic University, Perm, Russian Federation
2Perm Military Institute of National Guard Troops of the Russian Federation, Perm, Russian Federation

INVESTIGATION OF PARAMETERS OF PLASMA FORMED
IN THE ZONE OF LASER WELDING IN VACUUM

Laser welding in a shielding gas has been applied in industry in the manufacture of products with different nomenclature. However, the effi-
ciency of the process is significantly reduced when a part of the laser beam energy is absorbed by the plasma flame. A plasma flame is formed at
the metal surface in the welding zone and also in the penetration channel. This negative effect can greatly be reduced performing laser welding
process in a vacuum. Laser welding in vacuum makes it possible to achieve penetration parameters similar to parameters penetration observed in
electron beam welding, even at low degrees of vacuumization of the welding machine chamber. Evaluation of processes above the laser welding
zone and in the penetration channel can be carried out according to the parameters of the secondary emission signals recorded by the welding
process. Plasma flame in laser welding in a vacuum is conductive medium secondary emission current. This makes it possible to evaluate the
plasma cloud. The formation of a plasma cloud is caused by the ionization of metal vapors when interacting with high-power laser radiation. In this
case, the current recorded by the collector of charged particles has an oscillatory character. The evaluation of the values of the registered second-
ary emission current using a mathematical apparatus was carried out after filtering the signals using the direct and inverse Fourier transforms. It is
fixed that the dependence of the density of the average value of the secondary emission current on the voltage between the collector of charged
particles and the processed product of the electron current has a character close to linear. Calculations of the plasma parameters show that when
a potential equal to the plasma potential is applied to the electrode, the recorded secondary emission current is saturated, which is associated with
the complete withdrawal of current from the plasma.

Keywords: laser welding, vacuum welding, plasma flame, metal vapor ionization, secondary emission signal, charged particle collector,
electron emission, plasma cloud, Langmuir probe, plasma concentration and electron temperature, current-voltage characteristic.
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BBenenue

JlazepHast cBapka B cpelle 3allUTHBIX TIa30B
C MCTIOJIb30BAaHMEM MOILIHBIX TEXHOJIOTHYECKUX Ja3e-
pPOB HaxoAMT Bce Ooyiee UIMPOKOE MPUMEHEHHUE
B IIPOMBIIIJIEHHOM Npou3BoAcTBe [1-5]. Ognako nmpu
60JBIION MOIIHOCTH Ja3€pHOI0 Jy4a IOTJIOIIEHHE
€ro JHEpruM IUIa3MEHHBIM (QakenoM, (GpopMHupyro-
IIMMCSI y TOBEPXHOCTH MeTajlsla B 30HE CBapKH, CY-
IIECTBEHHO CHIDKAeT d()(PEKTHBHOCTH TEPMUUIECKOTO
BO3JIEHCTBUS Jla3epHOro Jyda Ha MeTamn [6-8].
B cBsa3u ¢ 3THM B MocCJCAHCE BpEMA BO BCEM MUPC
BO3pacTaeT MHTEpPEC K JIa3epHOH CBapKe B BaKyyMe,
KoTopas 1o 3¢ (HEeKTHBHOCTH TIpoIecca HE yCTyHaeT
LIUPOKO HCIOIb3YEMOM B IIPOMBIIUIEHHOM IIPOM3-
BOJICTBE DJIEKTPOHHO-JIy4€BOM CBApKE U B TO XK€ Bpe-
MSI IMEET DS IPEUMYILECTB, CPEAH KOTOPBIX OTCYT-
CTBHE BO3JICHCTBHS Ha MPOLECC CBAPKH OCTATOYHBIX
MAaTrHUTHBIX T10JIeH B CBapuBa€MOM U3ACTIUN U HU3KUEC
TpeOOBaHUS K CTENIEHN BaKyyMHUPOBAHHS TEXHOJIOTHU-
YECKOH KaMepbl YCTAaHOBKU [UIsl JIa3€PHOM CBapKu
B Bakyyme [9-13].

[Iponeccer opmupoBaHust mIa3Mbl HpPU BO3-
JICHCTBUM MOIIHOTO JIA3€PHOTO JIyya Ha METall IpH
aTMOC(EpHOM JAABICHHU AOCTATOYHO XOPOIIO H3Y-
yeHsl [14-17]. Ilpu nasepHON cBapke B BaKkyyMme
B 30HE BO3ACHUCTBUS JIA3€PHOTO JIyda B PE3yJIbTaTe
MOHHN3aIUH NTapOB MeTajlla TaK)Ke BOSHUKAET IJIa3Ma,
KOTOpasi, B OTJIMYKE OT IUIa3MEHHOro (akena mpH Jja-
3epHOM CBapKH B CpeJe 3allUTHBIX ra3oB, HE MOIJIO-
IaeT SHEPTHIO JIA3EPHOTO M3IYUYECHUS U B TO JKE€ Bpe-
Ms SIBJISIETCA TPOBOJALICH Cpefoil mjisi BTOPUYHO-
9MUCCHOHHOI0 TOKa, BO3ZHHUKAIOLIETO B 30HE Jasep-
HOM CBAapKu B BaKyyMe€ B pe3yJIbTaTe UHTEHCUBHOMH
TEPMOIJIEKTPOHHON AMHUCCUU U3 30HBI BO3JEHUCTBUA
Ja3epHOro gy4a Ha Metai [18-22].

@dopmHupoBaHHE BTOPHYHO-3MHCCHOHHOTO CHI-
Hajla B 30HE BO3ICHCTBHS MOIIHOTO JAa3€pPHOTO JIydya
Ha MCETaJUI B BaKyyM€ MNPECACTaBJIACT 3HAYUTEIILHBINA
HUHTEpPEC C TOUKU 3PEHMS pealu3alli OINEepaTHBHOTO
KOHTpPOJISL TIpoIiecca JIa3epHOM CBapkd B BaKyyMe
[19-22]. BennuuHa 3TOT0 CHUTHAla CYLIECTBEHHO 3a-
BUCUT OT YCJIOBUH TOKONPOXOXKJEHUS B IMPOMEXKYTKE
MEXIY CBapHBAaEMbIM H3JEJIHEM M KOJUIEKTOPOM 3a-
PSDKEHHBIX YacTHIl, YCTAHOBIICHHBIM HAJ 30HOH cBap-
KU JJ1d perucTpani BTOPUIHO-OSMUCCUOHHOI'O CUTHA-
na. OIHAKO 10 HACTOSIIET0 BPEMEHH OTCYTCTBYIOT
CBEJICHMS O IapaMeTpax IUIA3MEHHOTIO O0JlaKa B 30HE
JIa3epHOU CBapKHu B BaKyyMe.

B cooTBeTcTBHM € 3THM LIENbIO AaHHOW PadOTHI
SBJISUIOCH WCCIIENI0BAaHHWE IApaMETPOB IUIA3MBI B 30HE
BO3JCHCTBUS JIA3€PHOTO JIy4a Ha METaJUl B BaKyyMe U
YCIIOBUI IPOXOXkKAEHNS B HEW BTOPUYHO-3MUCCUOHHOTO
TOKa, PETUCTPHPYEMOTO ISl OCYIIECTBICHHUSI KOHTPOIIS
HpoLEcca JIA3EPHON CBApKH B BaKyyMe.

MeTtoauka uccjaeaoBaHuK

HccnenoBanue napamMerpoB IUIa3Mbl IPOU3BOJIH-
JIOCh IYTEM pPETHCTPAllMi BEJIWYMHBI BTOPUYHO-
SMHCCHOHHOTO TOKa C IMOMOUIBIO KOJUIEKTOpa 3apsi-
JKEHHBIX YacTHUI, YCTAHOBJIEHHOTO HaJl 30HOW BO3ZIEH-
CTBHS JIa3€PHOTO Jy4a Ha METall B BAKyyMe M ITPOH3-
BOJSINEr0 OTOOP TOKAa M3 IUIA3MBbI, NIPU M3MEHEHUH
HIOJIOKUTENBHOTO MOTEHIMalla KoJulekropa. Perucrpa-
LUsI BTOPUYHO-IMHUCCHOHHOTO TOKa OCYLIECTBIISUIACH
NyTEM CO3JlaHUsl BHELIHEH 3JEKTPUYECKON LENM s
3apsJioB IUIa3Mbl. DJTa LeNb cojliep)Kana peryiupye-
MBII MCTOYHUK HANPSDKEHHUS CMEIIEHHUS Ha KOJUIEKTO-
pe, MO3BOJISIOINI N3MEHATh MOJIOKHUTEIbHbBIM MOTEH-
nuan Kojuiektopa B nuamnazonHe 0-50 B, u pesuctop,
NaJIcHue HalpsDKEHUs Ha KOTOPOM PETHCTPUPOBAIOCH
C TIOMOIIBI0 KOMIBIOTEPHOH  HMH(OPMALMOHHO-
U3MEPUTEIBLHOM CHCTEMBI, OCHAIIEHHON aHajoro-
nudpoBeiM HHTEpdElicoM Ha 0a3e MHOTOKAaHAJIBHOTO
anajoro-mdposoro npeodpazosarens E20-10 ¢pupmsr
L-Card. DxcnepuMeHTHI NPOBOAMINCH HAa YCTaHOBKE
st nazepHoit ceapku ALFA-300, ocHamieHHOH Tex-
HOJIOTUYECKOM BaKyyMHOH KaMepoil ¢ OKHOM U3 KBap-
LIEBOTO CTEKJIa B BEPXHEH KPbIIIKE KaMephl ISl BBOJA
nma3zepHOro Jy4a. B kadecTBe MaTepmaiia oOpabaThI-
BaeMOT0 HM3JIEJIUs MCIIOIb30BAJIACh ayCTEHUTHAS CTallb
mapku 12X18HI10T. Cxema 3KcriepruMeHTa IpeacTaB-
JieHa Ha puc. 1.

Nl 5

d

Puc. 1. Cxema peructpauuu BTOPHYHO-3MHCCHOHHOTO

TOKa TIPH JIA3epHON CBapKe B BaKyyMe: / — yCTaHOBKa ISt

nasepHoit cBapku Monenu ALFA-300; 2 — BakyyMmHas

Kamepa; 3 — KOJJIEKTOpP 3apsDKEHHBIX YacTHIl; 4 — CBapu-

BaeMoe H3JeNie; 5 — pPe3UCTOp Harpy3Ku; 6 — UCTOUHHK
HamnpsHKEHHUs CMELEHHs

Kak u3BectHO [16], OTHIM M3 OCHOBHBIX (haKTO-
POB, BBI3BIBAIOIIUX 00pa3oBaHME IIa3Mbl B 30HE BO3-
JEWCTBHSI MOIIHOTO JIA3EPHOT'0 JIyya Ha METaJll, SBJIsi-
€TCsl MOHM3AIMs METAJUIMYECKUX MApOB MPH B3aUMO-
JCUCTBUU C MOIIHBIM JIa3€PHBIM H3IIyYSHUEM 33 CHET
TOPMO3HOI'0 MOIJIOIIECHU TTPU BSaMMOﬂeﬁCTBHH JJICK-
TPOMArHUTHOM BOJHBI CO CBOOOTHBIMHU JIIEKTPOHAMHU.
OMuccHusl 3TUX SJICKTPOHOB M3 METallla MPOUCXOIUT
KaK B pe3yJibTaTe TEPMODJICKTPOHHOW SMUCCUH U3 Ha-
TPETOro JIa3ePHBIM JIy4OM METalIa, Tak | 3a c4eT (o-
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TO3JIEKTPOHHOM 3MUCCHH IPU MOTJIOIEHUH MEeTalIoM
JIa3€pHOro U3lydyeHus. B 3ToMm cityuae xoJuiekTop 3a-
PSDKEHHBIX YacTHIl MOXKHO PacCMaTpUBATh KaK 3JIEK-
TPOJ, IOMEIIEHHBII B «IOCTOPOHHIOIO» IUIa3My,
U aHAJIU3UPOBATh BOJIBT-aMIIEPHYIO XapaKTEPUCTUKY
MPOMEXYTKA «KOJJIEKTOp — oOpabaThiBaeMOe H3JIe-
J1e» Kak KpUBYIO TOKa Ha 30HA JIeHrmropa B mia3me.
ITo Tako¥i KpHBOIi, MOCTPOCHHOH B JOrapu(pMHIECKOM
MacmTabe, MOTYT OBITh PacCUMTaHBl KOHLCHTPALHS
U 2JIEKTPOHHAsI TeMIepaTypa IUIa3Mbl C HCIIOJIb30Ba-
HUEM BBIPAXEHUH, CIPAaBEUIMBBIX AJIS MaKCBEJIOB-
CKOT'0 paclpe/esIeHus] SIEKTPOHOB 110 dHeprusaM [23]:

el d NE
T, =;[w(ln1p )} ; (1
; b
n,= Jﬂ ane , (2)
e \ kT,

rae U — HampshKeHMe MEXIy H3JCIHAMH, COIpHKa-
CAIOIMMUCS € TIJIa3MOM 3JIEKTPOJOM; j, — IUIOTHOCTb
PETUCTPUPYEMOTO TOKA B IIIA3ME, j, = 1,5 5 I, — peru-
CTPUPYEMBIil BTOPHYHO-IMHCCHOHHBIH TOK; S — IDIO-
1ab TOBEPXHOCTH JJIEKTpona (B JAHHOM Clydae —
KOJUIEKTOPA 3apsDKEHHBIX YacTHII), COPUKACAIOIETOCS
C TIA3MOM; jm — MIIOTHOCTH TOKA HACBILIEHUS (IPH 10-
TCHIMAJIE JIEKTPO/Ia, PABHOM MOTEHIMAITY IIJ1a3Mbl).

IIpu BO3A€HCTBUN MOILIHOTO JIa3€PHOTO JIyya Ha
METaJUl B BaKyyMe TOK, PETHCTPHPYEMBIH KOJUIEKTO-
POM 3apsKEHHBIX YacTHIL, UMEET KojeOaTeIbHbIH Xa-
pakrep [22]. B cooTBeTCTBHM C ATUM CpeJHEee 3Haye-
HUe (TIOCTOSTHHAsI COCTAaBIISIONIAsl) 3TOrO TOKa OIIpe-
NEJSUIOCh ITyTeM O0palboTKH (ailyioB perucTpamun
BTOPUYHO-IMHCCHOHHOTO TOKA, 3alMCAHHBIX B IPO-
[ecce IKCHEPUMEHTOB, C UCIOIb30BaHUEM IpPOrpam-
Mbl Mathcad. B mpomecce o0paboTKu 3ammcaHHBINA
CHUTHaJl OYHMINAICA OT COMYTCTBYIOIIUX MOMeEX
¢unprpanmeit no wacrore 50 I'm. IIpousBommiiock
npsMoe u obpatHoe npeobpazoBanue Dypne. [Tomy-
YCHHBIA OT()HIBTPOBAHHBIM CHTHAJI pa30HBaCS Ha
y4gacTkH. JlJI1 KaXA0ro y4JacTKa ONpelNessUINCh 3KC-
TPEMyMBI C JAIbHEHIINM BBIYHCIEHUEM CPEIHETO
3HAYEHUS aMILIATYIBI.

Pe3yabTaThl U 00cyKI1eHUE

Ha puc. 2 npuBeneHa 3aBUCUMOCTb CPEIHETO
3HAYCHHUS BTOPUYHO-IMICCHOHHOTO TOKA, PErHCTpHU-
PYEMOro KOJUIEKTOPOM 3apsDKEHHBIX YacTHIl B 30HE
BO3/ICHCTBUS JIa3epHOTO Jlyda Ha METaUl B BaKyyMe,
OT HaIPSHKEHUS MEXy KOJUIEKTOPOM U H3/EIHEM, TI0-
CTpOeHHas B moiyiorapupmuyeckom macmrabe In /)

[IPY U3MEHEHUH 3TOT'0 HaNpsbKeHus B auanasose 5-30 B.
[Tnomans KoMIeKTOpa 3apsyKeHHBIX YaCTHI[ COCTABIIS-
na 180 mMm’.
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Puc. 2. INonynorapupmudeckas 3aBUCUMOCTb CPEIHETO

3HAYCHUS] BTOPHYHO-IMUCCHOHHOTO TOKA OT HaIPsDKEHUS

MEXIy o0palaTblBaeMBIM M3IEIHEM M KOJUIEKTOPOM
3apsHKEHHBIX YaCTHUIT

OTa 3aBHCHMOCTH aHAJHM3HPOBAlaCh KaK 3JeK-
TPOHHAasi BETBb 30HJIOBOM XapakTepucTukd. Haceiie-
HUE AJIEKTPOHHOTO TOKa M3 IUIa3Mbl XapaKTepU3yeT pa-
BEHCTBO TOTCHIIMAJIOB KOJUIEKTOpA 3apsDKEHHBIX dYac-
THII, OTOMPAIOIIEro TOK U3 IUIa3Mbl, H, TAKHM 00pa3oM,
MIOTEHINA MJ1a3Mbl cOCTaBisieT BeinuuHy 30-33 B.

U3 rpadmka BUAHO, YTO 3aBUCUMOCTH IUIOTHO-
CTH CpENHEro 3HAYCHHUS BTOPUYHO-IMICCHOHHOTO
TOKa OT HAIpPsDKEHUSI MEXAY KOJUIEKTOPOM 3apsKeH-
HBIX YacTHIl M O0padaThIBaCMBIM H3IICIHEM JJICK-
TPOHHOTO TOKa MMEET XapakTep, ONM3KWU K JTHHEH-
HoMy. Opmnaxo ¢axr, BTOPHYHO-
SMUCCUOHHBIN CUTHAJ IPAKTUYECKU OTCYTCTBYET IIpU
MTOJIOKUTEITHPHOM TOTCHIIMANIC KOJUICKTOpa 3apsiKeH-
HBIX YaCTHI[ BEJIUUYMHONH MeHee 4-8 B, cBHUAETENBCT-

TOT 4To

BYET O HApYUWIEHUMU JIMHEHMHOCTH KPUBOU 3JIEKTPOH-
HOTO TOKa M, COOTBETCTBEHHO, 00 OTKJIIOHEHUH
GYHKIIUU pacrpeneneHus 3JEKTPOHOB IO SHEPTHAM
B [UIa3M€ OT MAaKCBEJUIOBCKOH B OOJIACTH BBICOKHX
9HEpruid. DTH OTKJIOHEHHS MOTYT OBITh CBS3aHBI
C UCKaXCHHEM TIapaMeTPOB IUIa3MBl B pe3yJbTaTe
oTOOpa TOKa M3 IUIa3MBI HA AJIEKTPOA-KOJUIEKTOp 3a-
PSKCHHBIX YaCTHII WIM C HAJIMYMEeM B (DYHKIIUU pac-
TIpeIeNICHHsI BBICOKOYHEPT€THUECKOT0 «XBOCTa». Tem
HE MeHee, KaK IoKa3aHo B pabote [24], sddexTus-
HYI0O TeMIepaTypy 3JEKTPOHOB ILIa3Mbl MOXHO OIle-
HUTb U B Cllydae OTKJIOHEHUS (QpyHKIMH pacrpenesne-
HUS 3JCKTPOHOB IO SHEPTUSAM OT MaKCBEJUIOBCKOM.
[Ipu >TOM 111 OlIEHKH A(PPEKTHBHON TeMIIepaTypsbl
IUIa3MBbl JOJDKHA UCIIOJIB30BAaThCA YacTh 3JIEKTPOHHOM
BETBH 30HIOBOW XapaKTEPUCTHUKH, COOTBETCTBYIOIIAS
MMOTeHIHAaIaM, OJIM3KUM K MOTCHIIHAY IIa3MBI.

B pesynpTare pacdyera mnapamMeTpoB IIIa3MBI
B 30HE BO3IEHCTBUSI MOIIHOTO KOHIIEHTPHUPOBAHHOTO
Ja3epHOTO JIy4Ya Ha METaJI B BaKyyMe C HCIIOJIb30Ba-
HueM BeIpaxenuit (1) u (2) momyueno 7, = 1,2:10" K
.= 6-10° M. Cieftyer OTMETHTb, YTO MPOHU3BEICH-
HBIE OIICHKHM HOCST KAa4eCTBEHHBIA XapakKTep, TaK Kak
KOJIJICKTOP 3apsPKE€HHBIX YaCTUIl UMECT 3HAUYUTCIIbHYIO
IUIOIIA/(b COMPUKOCHOBEHHMS C TUIa3MOW U MTPOU3BOAUT
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0oTOOp TOKA, BO3MEHCTBYS Ha IJIa3My U U3MCHsIS €€ Ma-
pameTpbl. BEICOKHE 3NEKTPOHHBIE TeMIEpaTypbI
TUTa3MBI OOYCIIOBIIEHBI B 3TOW 00JIaCTH HAIPEBOM B pe-
3yJbTAaTC AUCCUNIALIMU SHCPTHUU TIPU BSaHMOﬂeﬁCTBHM
3JICKTPOMATHATHON BOJIHBI JIA3EPHOTO HU3JIYYCHHUS CO
CcBOOOTHBIMH 3JICKTPOHAMH TIIa3MBI.

[IpuBeneHHple pe3yabTaThl MOKA3BIBAIOT, YTO
MPUMEHUTEIIBHO K YCJIIOBUAM PErucTpaiui BTOPUIHO-
SMHUCCHOHHOTO TOKa, ((OPMHPYEMOTO TEPMOIIEKTPOH-
HOM »MHCCHEN B Ija3My IIpU JIa3€pHOM CBapKe B Ba-
KyyMe, KOJUICKTOpP 3apsIKCHHBIX YaCTHI[ MOXET pac-
CMaTPUBATBCS KaK JIEKTPOJ], pabOTAIONIHA B PEIKUME
30H1a. BennunHa maneHuWs MOTEHIMAla B CIIOE MpO-
CTPAHCTBEHHOT'O 3apsiaa BOJIM3HM 3TOTO 3JIEKTPoJa Oll-
penersieTcss OTHOIICHUEM TUIOTHOCTH PErHCTPUPYEMO-
ro BTOPUYHO-3MHCCHOHHOTO TOKa j, K IJIOTHOCTH
MTOJTHOTO TOKA M3 IJIa3MHl j [25]:

kT,
=—In=—.
e

AU

[Ipn mpunoxeHMHn K OBIIEKTPOAY MOTEHNIMAa,
PaBHOTO MOTEHIMANY IUIA3Mbl, IPOUCXOIUT HACHIIIE-
HUE PETHCTPUPYEMOrO BTOPUYHO-IMUCCUOHHOTIO TOKA,
CBSI3aHHOE C MOJIHBIM OTOOPOM TOKA U3 IIJIa3MBI.

3akjrouenue

HccnenoBanue 3aBUCUMOCTH BEIMYUHBI BTOPUY-
HO-3MHCCHOHHOTO TOKA B IIa3Me IPH JIa3epHON CcBap-
Ke B BaKyyMe OT HaIpPsKEHUS MEXIy KOJUIEKTOPOM
3apsOKEHHBIX YacTHI U 00pabaThIBaeMbIM H3ZEIHEM,
AaHAM3UPYEMON KakK »JJEKTPOHHAs BETBb BOJBT-
aMIIepHOM XapaKTEepUCTUKH 30HAa JleHrmiopa B mias-
Me, MO3BOJIWIO ONPEAETUTh NapaMeTpsl IIa3Mbl, BO3-
HUKAIOIIEH B 30HE JIa3€pHOM CBapKU B BaKyyMme: KOH-
LEHTPAILHIO, FNEKTPOHHYIO TEMIIepaTypy ¥ HOTSHIHAT
IJIa3MBbI.
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