HATE K4 W
2008 £ 7 A

HrliR2EAR (B ARBHARR)
ACTA  SCIENTIARUM NATURALIUM UNIVERSITATIS SUNYATSENI Jul.

Vol. 47 No. 4
2008

HET CCD RIS BRI B SRS LR

PRk AE

2, RMBR

(1. LA FHRZRALTENREZ, 7 & #hh 528000;
2. BHEIRFAHLER, &K )N 510640,
3. LA FRHARFERETRETRR, S A4hb 528000)

 OE: T CCD MOREE AR T AL/ CCD MR XSO AN (- B B, 378 3o ke A8 AR 0 e
JERE, R —FMOGIR TE R B T R E R TP IR, SR A B R AL RS SR AT AL
CCD ERALFRRTIRE, M RASOCIR BRI TS BRI AT SRR TN AT, AT RO MR R B, A5 T
X B IR E BB B ST AMS o A SEIR BT A AR O BRI, %07 ER RE SRS I L S OB AR R RY

INTARSTEE, FT Ao E PR ERLE, MR mEEORR SRS EfRE,

o

LE R TV

KB WORIRTE; WObREE; JREAMER; CCD; WIsil

hESHKE. TN  TERFRIRES: A

CCD (Charge Coupled Devices) i, i #5 & 2%
i, & 20 40 70 A0 & R R f AT B2 R AR
H, BREBLESHERRRESNER, HNAH
FROCREREOE I TAT L P B EEM N AR ARZ
—, BRETKRAH 50% ~70% %2 B4 FR A4
27 CCD ol TH A, Hi FEOGRER AN
SRR, FESLBR RS AR RN AL R S A A T
TAk, CCD Yl 2t 77 76 — BE 7R AT 4 9 ) A, 3L
HREDL IR R R 2 R R, R, FEBOBIR
B, BEBOLRAE RS —BER, SRR
BB R SEIT AN

HAl, 2T CCD BobREm THAREZRM
TfE CCD M R G BEAT ", XA BUHHAR F 2%
BT RGN, MAESEhRA = IR s, e
WOt BRI B EN)E, BTFsREin L AR R
SERPLT AR S B A0 CCD 8 M IR He LR A TE AR
WA AR ZE, BT 66 T8 5 A o A8 4 T A0 R
Bo FPXEXANRIR, ASCHSAROGHRIE B & R I R
FARME AL SR, SeXTEOERTEHITIR, 2
JERHEIN T T304 7 BB R EFIAL IR, feJE X
BN RE MOl B TAME B IE, 2
T —Fp AR CCD BOBIREN RS

-« WS B ER: 2008 -02 -28
EETEH: BRARBFEELTHTE (10547108)

TEHS: 05296579 (2008) 04-0043-05

U EARIFEIEAN T Ik

1.1 ZZGHIER

ME 1R, ARG EEBEEE O
#0) . COD &R . WA MRS AR . TIE
AR, BOEIEIRE S IR B ) B T
b, SR CCD B, BMERER, Ha%
FEGALIIRAR, REBMTTHENES, A
ARG X T RE N RGBT, S5 R
HOBIE o FHEUR AR B R
IV 45 A 26 7 ) B A BB L A P A
B3, RS I AL BRI L SR T AR AR
e, WOIR B Z G5 1 RO SR L 1 B SO
SEBEATHRTR, BoGhRERE B A i

CCDRE
WEMELR

WENARSE

B 1 CCDROBIR I RG4S
Fig. 1 Laser welding system based on CCD
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Fig. 2 Integral range of laser beam width along x — direction
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Fig. 3 Flow diagram of welding trajectory image process
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Fig. 6 Simulation curve of welding trajectory
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Fig. 7 Light intensity distribution of welding trajectory
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Pure Ferroelectric Hysteresis Loop of Lead Zirconate Titanate Ceramics

ZHU Gui-wen' , SHEN Han’ , LIU Jun-diao® , Ruan Kai-bin>, CHEN Min®,
(1. Guangdong Pharmaceutical University, Guangzhou 510006, China;
2. School of Physics and Engineering, Sun Yat-sen University, Guangzhou 510275, China;
3. Department of Electronics, Huizhou Institute, Huizhou 516007)

Abstract. Hysteresis loop and differential hysteresis loop of Pb( Zr, 4 Tiy 5, ) O (PZT) ceramics have been meas-
ured in the temperatures from 0 to 150 °C. It is found that with the increase of temperatures, the height of hystere-
sis loop becomes larger, which is conflictive to the phenomenological theory of ferroelectricity. For this reason, a
more precise measuring method for obtaining pure ferroelectric effect based on differential hysteresis loop is pro-
posed. Using this method, the influence of DC conductance, non-ferroelectric linear capacitance can be elimina-
ted, and obtain the signal of pure ferroelectric effects. The experimental result is in agreement with the existence of
morphotropic phase boundary in PZT.
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Adaptive Measuring Method of Laser Beam Width Based
on CCD and Design of Laser Welding Compensator

’

ZHANG Lu-ying' ,REN Ping®, ZHAO Hui-min’

(1. Department of Photoelectron and Physics, Foshan University, Foshan 528000, China;
2. College of Automation Science and Engineering, South China University of Technology,
Guangzhou 510640, China;

3. Department of Electronic and Information, Foshan University, Foshan 528000, China)

Abstract; To obtain the precise localization of laser welding beam and mitigate the influence of CCD noise on
measuring result of the Workpieces that needs laser welding, an adaptive measuring method of laser beam width is
presented to define the welding trajectory of the workpieces through varying the integral part and integral area.
Meanwhile, by making the most use of image sensor CCD technique and the image processing technique of comput-
er, the image data of the welding seam on workpieces could be collected and processed. Further more, the design
of laser welding compensator is presented which is proposed to compensate the laser welding trajectory with the
known setting trajectory. This method can define the integral area of the workpieces and effectively modify the weld-
ing trajectory in practice while improving its quality and precision, and the result of experiment design and the
physical simulation shows that this method is feasible.

Key words: laser beam width; laser welding; welding compensator; CCD; physical simulation






