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Kpatkum 0630p  AyCTEHUTHble LIBbI LUMPOKO WCMOMNb3YTCA B aTOMHOW, HeTEXUMUYECKONW U
obpabaTtbiBatoLLelt NPOMBILLNEHHOCTSX. CurbHas aHM30TPONUst MaTepuana u KpyrnHo3epHUcTasl CTpykTypa
B AEeHOPUTHOM 30He CBapHOro LUBa AenalT AaHHbIN BU CBapHbIX LWBOB OYEHb TPYAHbLIMU AN KOHTPONA
TPaauUMOHHBIMKM MeTogamu. M3BecTHo, yuTo lNMonepeyHas MopusoHTanbHo (M) opneHTUpoBaHHasi BOSHa
O4YeHb XOPOLLO NMOAXOAWUT AN OAHHOrO BMAA KOHTPOIS, M TexHonorus ¢ npumeHeHvem IOMAINT saensetca
Haunyylen ANsi TeHepuMpoBaHWs 3TOr0 TuNa BOMH, HO OTCYTCTBUME HeobXxoammoro o06opyaoBaHuSA
NPensATCTBOBANIO UCMOMNb30BaHMNID AAaHHOW TEXHOMOMMU 3a NpefenamMmu uccrenoBaTenbCckux nabopaTopui.
B maHHOW cTaTbe npefcraBneHo HoBoe 0bopyaoBaHue ansa pabotsl ¢ OMAI ¢ Pas3vpoBaHHOW PeLLIETKON
n ceHcop ¢ AMATT, Tvna TaHdeMm, a Tak XXe pe3ynbTaTbl, MOSyYEHHbIE HA TOMCTbIX CBAPHbIX KOHCTPYKLUUSIX
N3 HepXaBetoLen ctanu. PedynbTaThl NoaTBEPKAAT 060CHOBAaHHOCTL NMPUMEHEHUS OAHHOW TEXHONOMN
1 00opyaoBaHUS, KOTOPOE OTKPbIBAET HOBbIE BO3MOXHOCTM KaK ANSA UCMONb30BaHUA B UCCIEA0BATENbCKUX
uensx, Tak n 4nsa npakTM4eckoro NpUMeHEHNs.

KntoyeBble croBa: YnbTpassyk, AycTeHuTHbIn wos, OMATI, ®asmpoBaHHas pelleTtka, TaHgem.
1. BerynneHue

AyCTEHWUTHas! cTarnb LUMPOKO UCMOMb3YeTCsl B aTOMHOW U HEDTEXMMUYECKOA NMPOMBILLMEHHOCTSIX, a TakK Xe
B [OPpyrMx npoueccax, CBfA3aHHbIX C BbICOKMMW TemnepaTypamu, BCReaCTBMM CBOEW  BbICOKOM
COMPOTUBASIEMOCTH KOpPO3uun. M3 BonblLOro Yucna TUMNOB ayCTEHUTHLIX COeAWMHEHWI, Havbonee 4acTo
BCTPEYaTCsl COEAVHEHNST MEXAY HEPXKABEOLLUMU CTansiMW, HEPXXaBeOLWUMA U YINepoancTeIMiU cTansiMm
C MPUMEHEHNEM CrnnaBa WHKOHENb (XKaporpouyHbil U xapocmoUkul crnag Ha HuKenesoli OCHOse), U
coefiMHeHVs1 Hepxasetowen ctanu 300 cepun CO CMNNAaBOM WHKOHENb. AYCTEHWUTHbIE LUBbI WMEKT
KONOHHOOOPAa3HyH CTPYKTYpY 3epHa, KoTopasi paccemBaeT yNbTPa3BYKOBYHO 3HEPIMIO U OTKIOHSIET BOIHbI,
M TEM CaMbIM AENaeT UX OYeHb TPYAHBLIMU ANsi KOHTPONS C NPUMEHEHUEM TPaAULMOHHBIX YNbTPa3ByKOBbIX
cuctem. [1].

OCHOBHbIM TUMOM BOJTH, MPUMEHSIEMbIX A151 KOHTPONS LWBOB, ABnsieTcs MNonepeyHasi BepTukansHas BonHa,
KoTopasi noaBepraeTcsi HaubonbLUMM  OTKIOHEHUSIM  U3-3@  aHW3OTPOMHOM  CTPYKTYPbl  @yCTEHUTHbIX
kpucTannoB. lNMpofonbHasi BOMHa OTKMAHAETCH 3HAYMTENbHO MeHblUe, YeM [lonepeyHas BepTukanbHas
BOJMHA B @yCTEHWUTHbLIX MaTepuanax, Ho BCe paBHO NMPOUCXOAWT 3HAYNTENbHAsA KOHBEPCUS MOAbI BOMHbI Ha
rpaHuLe LiBa M OCHOBHOW CTPYKTypbl Matepuana v noatomy TpebyeTcs AOCTyn KO LUBY C ABYX CTOPOH.
PaHHue nccnepoaHus B 1980-x, nokasanu, uto MNonepeyvHas opu3oHTanbHas BONHa HE KOHBEPTUPYETCS
B ApyrMe MoAbl Ha CTPYKTYPHbIX FpaHuLax M Takum obpasom sIBNsieTCS MOTEeHUMAnbHbIM pelleHueM Ans
KOHTPOJISi TAKOro Tuna LweoB [2].

Tem He MeHee, COBUrOBasi 3HEPINS HE NMPOXOAUT Yepe3 KOHTAKTHYH XUOKOCTb C HU3KOW MMOTHOCTLIO, U
MO3TOMY BOSHA C FOPU3OHTAITbHOM MONApU3aumnert He MoXeT BbiTb Nofy4YeHa Npy NCMONb30BaHUN NPU3MbI
ansa npeobpasoBaHMs MOAbl BOMHbI, W Takum 0OpasoM, OYEHb CIIOXKHO TEHepupoBaTb TaKyt BOJSHY
TPaaULMOHHBIM CNOCOOOM C MPUMEHEHUEM MbE30ANEKTPUYECKMX NpeobpasoBaTenien u Takon cnocod He
MOXeT OblTb NMpuMMeHeH Ha npakTtuke. C gpyronm CTOPOHbI OnekTpuyecknin MarHUTHbI AKYCTUYECKUI
Mpeobpasosatens (AMAI) asnsetcs acbdeKkTMBHOM anbTepHaTMBOW ANg reHepupoBaHusa NI (nonepeyHon
FOPU30OHTaNbHOW BOJHbI) AN YNbTPa3ByKOBOro KOHTpons. MexaHnamamu Ons reHepyMpoBaHWsi 3BYKOBOW
BOMMHbI C npumMeHeHnem OMAI aenatoTca cuna JlopeHua u mardutocTpukumsa. [3, 4]. Cwuna JlopeHua
ABMNSAETCA OCHOBHbIM MEXaHW3MOM Afsl FeHEPUPOBaHUSA 3BYKOBOW BOSHbI B TPAOULMOHHBIX @yCTEHUTHbIX
cTansx, MOCKOSIbKY OHM MMeIT cnabyto HaMarHUYEHHOCTb.
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Puc.2 nokasbiBaeT cxeMy reHepupoBaHnsa 3Byka ¢ ucnosnb3oBaHvem OMAT ¢ npumeHeHnem cunbl JlopeHua
N CpaBHEHME C TPaAULMOHHBLIM MbEe303NeKTpUYeckuM npeobpasosatenemM. TunudHbii SMAI cocTonT U3
[ABYX 4yacTei, MarHuTa v kaTywku. Korga kaTywka Bo3GyXOaeTcs aneKTpudeckum TOKOM, BUXPEBLIE TOKU
reHepupyloTCs B ayCTEHUTHOW CcTanu nop KaTylkoi. BsaumopeicTsBue Mexay BUXPEBbIM TOKOM U
MarHuMTHbIM Monem reHepupyet cuny JlopeHua. 3Ta cuna reHepupyeT YrbTpasByKOBble BOJIHbI, KOTOpbIE
PacrnpoCTPaHATCA B ayCTEHUTHOM MaTepuane. B cBolo oyepeab npu obpaTHOM npolecce, ynpyrve
BOIHbI, MPW HAMMYUKM MarHUTHOrO MONsl, BO30YXX4aloT TOKM B NpUHMMaloLLen kaTtylike SMATT.

TpagUUUOHHbLIE IAMAI
Y3K

KaTywka
< OMAIN
KoHTakT-
Has
AN
XKunpgkoctb BuxpeBble TOK
Cwuna
NopeHua MarHutHoe none
YnbTpassykoBas YrbTpa3BykoBast
BOJSHA S

Figure 1: MpuHuMn pa6otsl AMAI c npumeHeHueM cunbl flopeHua U cpaBHeHWE C Nbe303NIeKTPUYECKUM
npeo6pa3oBaTeneM Arnsi reHePUPOBaHUs NPSIMOrO Jyya.

Wpee npumerenuns SMAIT ans reHepypoBanus M7 BOMHbI 4N KOHTPOSS ayCTEHUTHbIX cTanen bonee AByx
pecaTkoB neT. B otyete 1985 "The ultrasonic inspection of austenitic materials -State of the art report",
Hudgell n Gray [1] yxe 3aknoyanu, uto "Pa3spabotka OMAIT gomkHa noowparteca”. Tem He MeHee, npu
pa3pabotke OMAIT Ana AaHHOrO NpPUMEHEHWS HYXHO Obinio NpeogoneTb ABe cepbe3Hble Npobnemsl:

* AyCTeHWTHble MaTepuanbl UMEKT O4YeHb HU3KYHD MPOBOAUMOCTb, YTO BAWSIET HA BO3MOXHOCTb
reHepypoBaHUS BUXPEBLIX TOKOB, @ CregoBaTeNbHO, M 3BYKOBLIX BOSH, C npuMmeHeHnem OMAI. B
CPaBHEHUM C artOMUHUEM, €eLlé OAHMM HE MarHUTHbIM MaTepuarioM, B KOTOPOM FeHepupoBaHWe C
nomowbio AMAIT nponcxogut 3a CHET MCNONb3oBaHUst cunbl JlopeHua, HepxxaBelLlas ctanb MOXeT
nmeTb B 10-15 pa3 Gonbluee conpoTMBEHME, YTO MPOMNOPLNOHAIbHO BIIMAET HA COOTHOLLEHME CUrHan-
LyMm.

*  KoHctpykumss SMAIT ons reHepupoBaHusi HaknoHHow [T BOMHbI ¢ uUcnonb3oBaHWeM cunbl JlopeHua
TpebyeT NCMNONMb30BaHMSA anbTEPHATUBHBIX MArHUTHBLIX MOMOCOB. XOTS1 CMOCOOHOCTN Y BO3MOXHOCTU
NUMMYIbCHBIX U MOCTOAHHBIX MarHUTOB 3HAYUTENbHO YBENMYUIUCH 3a MOCHEeOHUE HECKOSBbKO NET, Tem
He MeHee, eCTb OrpaHUYeHne No pa3mMepy MarHUTOB, MOA KOTOPbIMW MArHWTHOE Mofe CTaHOBUTLCS
CNUWKOM crabbiM, YTO OrpaHM4YMBaEeT BO3MOXHOCTM KOHCTPyKUMW. Bonee Toro, u3-3a 3BeHsLLEro
acbdekTa B MarHMTax M TpPygHOCTU UX U3ONMPOBAHNS OT KaTyLlKW, Ha npakTuke, M7 BONHbI, Nog, yrrom,
MOryT FeHepvMpoBaTbCsl TOJbKO MNPV WMCMOMb30BaHWM KOHCTPYKUWMM, KOorga wusnydaTenb U NPUEMHMK
ABNATCA OTAENbHbIMU NpeobpasoBaTensaMu, pasgeneHHbiMy Usndecku, No cxeme «pitch-catch».
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HecmMoTpsA Ha MHOrouvcrneHHble nonbiTk B npowrnom [7, 8], OMAI Tak 1 He nonmyynn npakTUYecKoro
NPUMEHEeHU Ansl KOHTPONS ayCTEHWUTHbIX LWBOB. fABNAACH nuaepamu B TEXHOMOrMU C MNPUMEHEHUEM
OMATII, nHxeHepbl M pa3paboTymkn komnaHum Innerspec paboTalT Hag aton npobnemon ¢ 2003r. B
otyeTe B 2010 roay, Mbl NpeacTaBuny 8-Mu KaHanbHbIA NPUOOP ¢ BO3MOXHOCTbLIO nonyyeHns 0o 20 kW Ha
O[HOM KaHare, a TaK e npeobpasoBaTtenb C ha3vpoBaHHOM peLueTkon Ansi koHTpons I HaknoHHON
BONHOM Mo cxeme «pitch-catch» [9]. B atom gokymeHTe, Mbl npeacTaBuny HoBbl ceHcop OMAI Tuna
«TaHgem» Ha asnpoBaHHbIX pelleTkax W pesynbTaTtbl, MONyYeHHble MNpU ero npumeHeHun. [JaHHoe
obopyaoBaHve ObiNO MPOTECTUPOBAHO HECKONBbKMMU MEXAYHAPOAHbIMU  KOPNopauusiMu U UHCTUTYTamu,
KoTOpble paboTaloT B aTOMHOM NPOMbILLNIEHHOCTH, U 06OPYAOBaHNE NPOL4EMOHCTPMPOBANo BO3MOXHOCTb
HageXHOro BblSABNeHWs Bcex AedeKToB B NpeAcTaBneHHbIX 6 pasnuyHbix obpasuax.

2. OnucaHue cuctembl ansa KOHTpONA

2.1. 8-Mm KaHanbHbIN NPUGoOp 6onbLIOK MOLWHOCTK ANA paboTbl ¢ AMAI Ha da3MpoBaHHbIX
pelueTKax.

TpagnumoHHbiM HegocTaTkoM OMAI aBnseTcs ero Huskast 3PEKTUBHOCTE B FEHEPMPOBAHNUY U NpUemMe
3BYKOBOW BOJHbI. Kak crniegcteune, cuctembl QMAI 06bIYHO reHepupyroT CUrHan ¢ MeHbLUeV amnnmMTyaomn n
TpebyloT 6oree MOLLHOW 3MeKTPOHWKN ANst BO30YXAEHWUS CUrHANoB, CHUXKEHNS LIYMOB M CrieumnarbHbIv
anroputMbl 06paboTkM curHana s yryylweHnss COOTHOLEHUST curHan-wym. OgHoOM 13 Hawmx
3anaTeHTOBaHHbIX MHHOBALWIA SIBNSAETCA HOBbIA yCUnUTENb € TexHonormen H-bridge, koTopbli no3sonsieT
nony4aTtb HaMDOIbLUY 3HEPIMIO, 3 EKTMBHOCTL 1 bonee UJI/IpOKI/II/I CMEeKTP 4acToT MO CPaBHEHMUIO C
ApYrM 0BOpyaOBaHNEM Ha pbiHke. Ha pucyHke 2 nokasaH temate® PowerBox 8, KOTOPbIi MCMONb3yeT
OaHHY0 TexHonoruo ansi nony4vennss 2000Vpp unu 20kW nnkoBor MOLLIHOCTU Ha KaHan npu 1% paboyem
umkre, npu Yactotax ot 100kHz po 7MHz. [1Ba BCTpOeHHbIX gatdmka nytu (X-Y), n 12 nporpammumpyembix
Bx./Bbix. [103BONAT UHTErpMpoBaTh AaHHOE 060pyAoBaHME CO CKaHEPAMN U APYTMMUN BHELLIHUMMU
ycTponctBamu. KoHTponb npnbopom OCyLLECTBISETCS BHELIHUM KOMMBOTEPOM YEPEe3 NHTEPHET MOpT.
KoMnbloTep BKroYaeT Hallie mporpamMmmHoe obecnederne PowerUT® ¢ co6CTBEHHBIMY PUnbTpaMu 1
OPYrMMY yCTponcTBamm, paspaboTaHHbIMM cneumanbHO 118 TEXHONMOorMi ¢ npumeHeHnem SMATT.

Puc. 2; temate® PowerBox 8 EMAT Phased Array Probe

DasanpoBaHHbIE PELLETKU LUMPOKO MCMONb3YOTCHA B YIbTPa3ByKOBOM KOHTPOMeE Ans MoflydeHus BbICOKOW
YyBCTBUTENBHOCTM M pa3peLuatoLLent cnocobHocTn. PasnpoBaHHbie pewweTkn AMAT ncnonbayoT cepumn BY
KaTylwek, Mo aHanormu C MNbE303NEKTPUYECKUMN MaTepuanamu, KOoTopble BMECTE COCTaBMsoT
Nbe303NeKkTpuyeckyto  asupoBaHHyto peweTky [10]. Mbl  3KCMEPUMEHTMPOBANMU C  HECKOMBbKUMMU
KOHCTPYKUMAMM hasmpoBaHHbIX pelwieTok OMAI, Bkntoyas rMOKy0 3neKkTpoMarHutHyr peweTky (US
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Patent 7,165,453), OBYX CEHCOpPHYIO KOHCTPYKLMIO C YINOBOW pelueTkon Ansd pabotbl no cxeme «pitch
catch», n koMnnekT HM3KOMPOUNbHBIX MOCTOSIHHBIX MarHUTOB B KOHdUrypauuum «taHgem». Kaxgas
KOHCTPYKUMS MMeeT CBOM MPeMMYLLEeCTBa, HO CEHCOp MO CXeMe «TaHOem» C pa3mepoMm pabouyer 30Hbl
25mm Ha 50mm, npeacTaBnseTca ngeanbHON KoHdurypaumen ans ucnosnb3oBaHus Ha Tpybax m3-3a ero
YMEHbLLEHHBLIX Pa3MepoB U NPOCTOTbI B UCMOSNb30BaHWN.

Ha puc. 3 nokasaHo ynpasreHue ny4yom B oa3vpoBaHHON peLleTke «TaHgem» npu paboTte no cxeme «pitch
catch». BoceMb n3anyyatenen ¢ He3aBMCUMOW 3aePXKKOM No BpemMeHW BO30YyX4atloT BOSHbI, KOTOpbIe
nepecekaroTcsa mexay cobor B Touke hOKyCMpPOBKM A4S NOMYyYEeHWsI BOSTHOBOIO Mot 60MbLUon
NMHTEHCUBHOCTU. OTpPaXKEHHbIV cUrHan ua ob6ractn boKyCUpPOBKM NPUXOANT Ha KaXKablA SITIEMEHT B pasHoe
BpeMSsi, U 3agep)Kka No BPEMEHU COOTBETCTBYET DOKarbHbIM 3aKOHaM TaknuMm 00pa3oM, YTO CUrHasm n3 30HbI
OKyCUpPOBKM cyMmMUpyeTcs. B pesynbTaTe, ynbTpasByKOBOW Ny4 MOXET YyNpaBnsiTbCs B 3apaHee
onpegeneHHon obnacTtn. bes adhdpekra npeobpazoBaHusa moa, MNIT BonHbI MOryT ooKycupoBaTtbCs B NH060M
obnacTtu u nog nobbIM yriioM, U MOTYT UCMOMNb30BaTbCA KaK Anst KOHTPOMNs NPsiMbIM JTy4OM, TaK 1 A4S
KOHTPOMS1 HAKMOHHbLIM JTy4OM.

Transmitter Receiver
Timing Summation

- 1li L

Focal area

Puc. 3: CeHcop QMAI c hasmpoBaHHOW peLueTKor, U NPUHLMN POKYCUPOBKM Jyya.

2.2. KoHdwurypauus cuctembl

Puc 4: OCHOBHbIe KOMMOHEHTbI CUCTEMbI ANA KOHTPONA ¢ npumeHeHvem SMAN

Austenitic Weld Inspection Page 4 of 11 InnerspecTechnologies



temate”) temate® PA Austenitic Weld Inspection with EMAT PA

Ha Puc 4 nokasaHbl KOMNOHEHTLI Haler cucTembl Ans npumeHernns AMAI Ha hasnpoBaHHbIX peLleTkax.
CucTema BKIIOYaEeT KOMMbIOTEp, 3NEKTPOHHbIN Griok temate® PowerBox 8, 8-Mu KaHarnbHbIi 6110k
COrnacoBaHusi CUrHanoB, CEHCop B cOOpe 1 coeauHUTENbHbIE kKabenu.

Puc. 5 nokasaHo OBuKeHVe MHJOpMaLUM Mexay KOMMNOHEHTamMu cuctemsbl. Monb3oBaTtens BBOOUT B
KOMMbIOTEP BCE KOHTPONMUPYEMbIe NapamMeTpbl, BKIoYas YaCcToTy TOHaNbHbIX NOCHLITOK U1
NPOAOIKUTENBHOCTL MMNYrbca. MpnGop nonyyaeT aTy MHADOPMALIMIO U FeHEPUPYET HU3KOBONbTHYIO
nocnegoBaTenlbHOCTb MMMYbCOB, KOTOPas 3aTeM YCUIMBAETCS 40 BbICOKOBOSLTHOM, U Yepes 6ok
cornacoBaHusl CUrHaroB, rnogaeTcsi Ha uanydarernb. [1py BbICOKOBONBTHOM BO30YXXAEeHMWH,
npeobpa3zoBaTernb reHepupyeT 3BYKOBYIO BOJHY, KOTopasi nepeHocuTbes B MaTepuarn. MpnemMHuK
NPUHUMAET yNbTPa3BYKOBbIE BOSHbI 1 KOHBEPTUPYET UX B SNEKTPUYECKME CUTHArbI. OTU CUrHanbI
yCcUnuearoTcsa U unbTpytoTcs B GIOKE COrnacoBaHWsl CUrHaNoB U Nocre 3TOoro nepechinarTcs B
3MEKTPOHHBIN BIOoK, B KOTOPOM NMPOUCXOAUT UX AarnbHellas obpaboTka. 3aTem curHan oumdgpoBbiBaeTcs
1 nocbinaetca B MK ans ganbHelwel 06paboTku, ecrnvu Heob6X0AMMO, BOCIPOM3BEAEHUSI Ha SKpaHe U
COXpaHeHws1.

B gononHeHue K o6pa60TKe OCHOBHOIo curHana, KoMnbloTEP TaAK XXEe MOXET pa60TaTb C apyrmmmn
cncremMamm and aBToMaTtn4eCcKoro KOHTpoJiAa (CTapT, cTon un CVII'HaJ'II/I3aLI,I/IF|).

Computer
[ Input / Qutput Control
* Pulser specification
Instrument -

* Pulse Data Gen.eratmn
— .
Signal

Conditioning
+v @ @

Sensor | --Transﬂiil_:tir.q;m.lnd _| IC_) d Receiving 5.1:|un.d

_.} L

@ Digital Data @ Analog Data J Sound

Puc. 5: Cxema nepegauv uHdopMaLmumn BHyTPU CUCTEMbI ANsi KOHTPONS.

2.3. YcTaHOBKM AnsA Tecta

[na Hawwyx naGopaTopHbIX TECTOB, CEHCOP KPenumcsl K Tpéx KoopauHaTHOMY ckaHepy XYZ c
YCTPOMCTBOM, KOTOPOE MO3BOMANO CEHCOPY CBOOOAHO KayaTbCs M aganTUpoBaTbCS Nof pasnuyHyio
KprBU3HY 06pa3LioB. Puc 6 nokasaHo YCTPOWCTBO U CEHCOP Ha TECTOBOM 0bOpasLe.
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Puc 6: Kondmrypaumsa TectoBoi cuctemsbl: (a) O6paseu, (b) MexaHnyeckoe npucnocob6neHue.
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3. PesynbTaTtbl TECTOB
3.1. OnucaHue obpasua

O06paseL, NokasaHHbINA Ha pyc.6, NpeacTaBnseT coboW TanMYHbIN ayCTEHUTHbLIN LLOB B aTOMHOWN
npoMmbILNeHHOCTH. TonwmHa obpasua 50mm. B obpasue HaxoasTcs 6 MCKyCCTBEHHbIX AedeKToB, Thna
yCTanocTHbIX TpewuH, B 3oHe Tepmudeckoro BnvsHus (3TB), pacnonoXeHHbIX ¢ O4HOW CTOPOHBI LLIBA,
Kak nokasaHo Ha puc. 7. fedektbl A, C, n E nmetot gnuny, npubnuautensHo 3” (76.2mm) ,a B, D,nF
nMeroT AnvHy npubnuantensHo 2" (50.8mm). MybuHa gedekToB B NPOLEHTHOM OTHOLLEHWU K TOMNLMHE
obpasua coctaensieT 39%, 10%, 59%, 2%, 39%, 1 24% coOTBETCTBEHHO. [lns 3TMX TecToB, obpasel
pacnonararncsi Takum o6pa3om, 4To Obl AedekTbl paccMaTpuBanuch Kak AedekTbl Ha BHyTPeHHeN
nosepxHoctu (BHyTpeHHem [unametpe (BHT)) wBa.
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Puc 7: OedekTbl B TeCTOBOM OoGpasue

3.2. PesynbTtathbl

Haunbonee o6LLen 1 HarNsgHOW CXeMOW NPEAOoCTaBNEHUS pPe3ybTaToB C NPUMEHEHNEM (DAa3NPOBaHHON
peLleTKn, SBNSIETCA CEKTOPHOE CKaHupoBaHue (S-Scan), Npu KOTOPOM yNpaBfieHne YoM nageHus nyya,
NpouCXoauT Takum obpasom, 4To Bbl 0b6ecnevnTb NOKPbITME OnpeaeneHHon 0brnacTu Npy UCNOSb30BaHMM
pasnuyHbIX hokanbHbIX 3aKOHOB. B TpaguumnoHHoMm, koHTakTHOM Y 3K, dha3npoBaHHbie peLueTku
reHepypylT NPoAobHY0 Y3 BonHy B NnpeobpasoBaTesnie, KOTopasi MOXeT ObITb UCMOMb30BaHa cama no
cebe, unu koHBepTMpoBaThes B B (MonepeyHyto BepTUKaNbHYO) BOJTHY NPy NPUMEHEHWUN NPENOMSIOLLEN
npusmbl. Becneacteue npovcxogsilero KOHBePTUPOBAHUA MeXay NPoaOoribHOW 1 MONepeyYyHon BONHaMu,
NpoaonbHas BOMHA MOXeT MCMOMb30BaTbCA NPy KOHTpone noA yrnoMm =30° oT HopManu, B TO BPeEMS Kak
KOHTPOJTb MONepeYHor BOMHON 06bIYHO NPOBOANTLCA Nod yrnamu ot 30° go 70°.

lMonepeyHas ropnaoHTanbHasa BoSHa, B M30TPOMHLIX MaTtepuarnax, NpakTu4eckn He nogBepraeTcs
npeobpas3oBaHnio B Apyrne moasl. [Ana aycteHuTHbIX matepuanos, N7 BorHa Tak e He npeTepneBaeT
3HAYUTENBHOW KOHBEpPTaUMK B Kakne-nnbo apyrme mogpl. Pe3ynbTaTtom 3TOro SABMsieTCs BO3MOXHOCTb
CKaHMpoBaHWsi nog NobbIM yrmom oT 0° go +90°. [nsA gaHHbIX TECTOB, CKAHMPOBAaHWE NPOBOAMIIOCH NOA
yrnamu oT 0° go +90° ans onpegenexHns nedekToB B OCHOBHOM MaTtepuarne n 3TB.

Ha puc.Puc. 8 cekTopHble ckaHbl, NonyyYeHHble Ha AedekTe A ¢ 06enx cTopoH wea. OTpaXkeHHbIN curHan
Ha 0° NpeacTaBnsieT MHOTOKpaTHOE OTpaXkeHue OT AOHHON NoBepXxHoCcTU. OTpaXkeHusl, NonyYeHHble nog
YITIOM, NOKa3bIBaloT pacnonoxeHve gedekTta. KntoueBbiM pe3ynbTaToM AaHHOTO TecTa, SBMAeTcs To, YTo
rokasaHa BO3MOXXHOCTb HafeXHoro onpeaeneHns aedekTos ¢ Noboii CTOpPoHbI LWBa, brarogaps
BO3MOXHOCTU MNI" BOMNHbLI NPOHMKaTb B ayCTEHUTHbIE MaTepuarnbl. Bo3MOXHOCTb KOHTPOMS ¢ O4HOW
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CTOPOHbI OYeHb XenaTtenbHa Npu TPYAHOCTM UMM HEBO3MOXXHOCTW KOHTPOIS C ApYroi CTopoHbl. Cuctema
MMeeT BO3MOXXHOCTb YBEPEHHOro onpeaeneHus nasa rnyouHoi 4mm (2%)c obenx CTOpoH LBa.
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Puc. 8: CekTopHbIf ckaH oT aedekta A:  (a) Co cTopoHbI ceHcopa 75mm, (b) C apyro cTopoHbl 75mm
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Puc. 9: CekTop ckaH ot gecekta B, (a) Co cTtopoHbl ceHcopa 50mm, (b) C apyrou ctopoHbl 100mm
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Puc.10: Cektop ckaH oT aecekta C, (a) Co cTtopoHbl ceHcopa 50mm, (b C gpyron cTopoHbl 75mm
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Puc. 11: CekTop ckaH oT gecpekta D: (a) Co cTopoHbl ceHcopa 50mm, (b) C gpyrou cTopoHsl 100mm
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Puc. 12: CekTop ckaH ot gaedekta E: (a) Co ctopoHbl ceHcopa 50mm, (b) C apyro cTopoHbl 75mm
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Puc. 13: CekTop ckaH ot gedekta F: (a) Co cTtopoHbl ceHcopa 50mm, (b) C apyron cTopoHbl 75mm
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4. MpakTuka

Cwncrema TecTnpoBasnachb Ha pasfmiMyHbIX o6pa3u,ax, KOTOpPbIE NCMOJIb3YHTCA B aTOMHOWN NPOMbILLUIIEHHOCTW.
Cwncrema npoaemMoHCTpupoBalia BOSMOXHOCTb onpeaerneHna BCeX NCKYCCTBEHHbIX ,D,e(beKTOB B
npencrtaBli€HHbIX 06pa3u,ax C npeBOCXOA4HbIM COOTHOLWEHUEM CUrHan-wym no cpaBHEHUIO C
TPaaNUNOHHbIM, KOHTAaKTHbIM KOHTPOJIEM. KapTVIHKa BHU3Y NOKa3blBaeT TECTUPyeMble O6p83Ll,bI, KOTOpPbIE
NMEIT Kak 0ObIYHbIE CBapHble coeanHeHnd n3 Hep)KaBelOU.leVI cTanu, Tak n coegnHeHuna, BbINOJIHEHHbIE N3
pas3nnyHbIX MeTarnsnos. Pe3yJ'IbTaTbI, NnoJliy4eHHble Ha 3TUX o6pa3u,ax, ABMNSOTCA YAaCTHOM COBCTBEHHOCTLIO,
M HE MOryT ObITb npeacrtaBlieHbl B JaHHOM OTYETE.

Puc. 14: O6pasubl, npoTecTMpoBaHHble cuctemon Ha AMAI ¢ dhasmpoBaHHOM peLLeTKOW
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5. 3aknrovyeHus

B naHHOM [OKyMeEHTe oTpaXKeHbl nocrneaHve paspaboTky B TEXHoNorum ¢ npumeHeHnem AMAIT ans
KOHTPOIS TONCTOCTEHHbBIX aYCTEHUTHBbIX LLBOB. VIcnonb3ysi 8-My KaHanbHbIN 3NIEKTPOHHbIN OM10K BbICOKON
MOLLIHOCTW, WU HOBENLLUIA CEHCOpP TuMa TaHaeM Ha 6ase dasmpoBaHHon pelleTkn ans NI BoNHbI, Mbl UMEEM
BO3MOXHOCTb onpeaenstb AedekTbl B 06pa3uax ¢ ayCTEHUTHbIMM WBaMKU ¢ 06enx CTOPOH LIBa C
BEMNMKOMEenHbIM COOTHOLLEHMEM curHan-wym. [letanbHo npeacTaBrneHbl pesynbTaThl, NONy4YeHHbIe Ha
obpasue TonuwuHom 50mm.

B nobaeneHue k yKa3aHHOVI BO3MOXHOCTU, JaHHaA MeETOOUKa C NpUMEHEHNEM OMATI npenocraBnAaeT
BO3MOXXHOCTb KOHTPOJ14 NoA yrnamMmu B anana3oHe OoT 0° oo 90°, yTo npegocTasnseT abcontoTHO HOBbIE
npenmmyuiecrtBa He OOCTynNHble Npn TpaguuMOHHOM, KOHTakKTHOM Y3K. VlCI'IOJ'IbSyFl 3Ty CUCTEMY, Mbl MOXEM
npoBoAnNTb KOHTPOJ1Ib OCHOBHOIO MaTtepuara npAamMbiM J1y4OM, KOHTPOJ1b HAKIMOHHbIM J1y4OM 3TB ¥ 30HbI
aAYCTEHUTHOIO WBa 1 KOHTPOJ1b 3TBc 06paTHOI7I CTOpPOHbLI WBa, BCe 3TO OAHOBPEMEHHO 1 3a OAMH NMpPoxXoa.

Mocnepytowme paboTel 6yayT HanpasneHbl Ha M3MeHeHUe pa3MepoB 060pyaOBaHMS, pa3paboTky
o6opyaoBaHus Ans paboTbl NpU BLICOKUX TeMnepaTypax U ans paboTbl ¢ 06bekTaMu, NorpyxeHHbIMI Nog
BOOY.
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