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Annomayun. B cmamve npedcmasnieno mooeaupoganue npoyecca Noaupo6KU alioOMUHUEBbIX 3A20MOBOK € UCHOb-
3068aHUEM 0OUHOYHO20 AOPA3UEHO20 3ePHA 6 (hopMe YCeUEHHO20 KOHYCA U INAUNCOUOA MEMOOOM KOHEYHBIX DIEMEHMOB 8
npoepammuom komniexce LS-DYNA. Hccrnedyemes mamepuan 3a2omogku — anomunuesuiil cniag 6061-T6, ons komopozo
npumenena mooenwv Iiconcona-Kyka ¢ yuémom 3axona paspyutenus u ypaguenus cocmosanus I pionaiizena. B pacuémax
NOYHUEeHbl 3A8UCUMOCIU PE3YIbMUPYIOuetl CULbl, a MAK}ce IHePeUl CKOIbICCHUS U NAACMUYecKol dedhopmayuu, Ha oc-
HO8e KOMOopbIX onpeodeieHa memnepamypa 8 3oHe konmaxkma. Ilapamempul oyenusanucos no ckopocmu 3epua (5...50 m/c),
enyoune nponuknosenus (0,001...0,004 mm) u xosgpduyuenmy mpenus (0,1...0,3), ¢ anaruzom wepoxoeamocmu nogepx-
Hocmu nociae obpabomku. Moodenv yuumvigaem mpéxmepHylo zeomempuio 3epra (svicoma H. = 0,02 mm, paduyc
R. = 0,01 wmm), ceoiicmeéa abpasusa (AI203 kax owcécmkoe meno) U KOHMAKM ¢ AA2OPUMMOM
ERODING SURFACE TO SURFACE. Ilapamemput Johnson-Cook: A = 324 MIla, B = 114 MIla, n = 0,42 u op., c EOS
ons yuéma eoan oasnenusi. Illocmobpabomra 6 d3plot nossonuna uzyarusuposams pacnpeoeieHue HanpsiceHull, IHepeutl
u memnepamypwi (00 460 °C npu v = 5 m/c). [lonyuennvle epaguku nokazwlearom pocm pe3yibmupyoujeii Cuibl U IHepull
C ygenuueHuem CKOpOCMU U 21YOUHbI NPOHUKHOBEHUS, Ol INAUNCOUOHO20 3epHA Habidaemcs Oolee pasHoMepHoe
pacnpedenerue Hacpy30K NO CPABHEHUIO ¢ KOHUYeCKUM. Boluuciennas memnepamypa pacmém auneino ¢ dHepauei, ymo
KpUMUu4Ho 0 KOHmpoJsi mepmudeckux sggexmos. Lllepoxosamocmv nosepxnocmu Koppenupyem ¢ napamempamu:
Ra ~ 10°*...107 mm 6 3aeucumocmu om pescuma. Mzyuenue mexanusma pe3anus npu NOAUPOEKe 00UHOUHBIM 3ePHOM NO3-
80JIslem ONMUMUZUPOBAMb PedHCUMbL OJi NOBbIULEHUSA KAYeCMBd NOBEPXHOCMU U PAYUOHALbHBIX NAPpAMempos npoyeccd,
CHUDICASL UBHOC UHCMpYMenma U dHepzozampamul. [lonyuennvle pe3yabmamosl npUMeHUMbl 0Jisl paspadomKu mexHon02utl
QuHuwHOU 00pAbOMKU ANIOMUHUEBBIX Oemallell 8 MAWUHOCMPOEeHUU NPU bojee paAYyUOHAIbHBIX NAPAMempax.

Knwuesvie cnosa: LS-DYNA, MonenupoBanue moJmpoBaHus, Monenb J[oHcoHa-Kyka, ypaBHEHHE COCTOSHUS
I'pronaiizena, 3/UIMICOUTHOE U KOHYCHOE 3€pHO
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Abstract. The article presents a simulation of the abrasive finishing process for aluminum blanks using a single abrasive
grain in the form of a truncated cone and an ellipsoid through the finite element method in the LS-DYNA software package. The
material of the billet is aluminum alloy 6061-T6, for which the Johnson-Cook model is applied, taking into account the law of
fracture and the Gruneisen state equation. The calculations show the dependences of the resultant force, as well as the sliding
energy and plastic deformation, on the basis of which the temperature in the contact zone is determined. The parameters were
evaluated by grain speed (5...50 m/s), penetration depth (0,001...0,004 mm) and coefficient of friction (0,1...0,3), with analysis
of surface roughness after finishing. Simulation methods. The model takes into account the three-dimensional geometry of the
grain (height Hc = 0,02 mm, radius Rc = 0,01 mm), the properties of the abrasive (41203 as a rigid body) and contact with the
ERODING SURFACE TO SURFACE algorithm. Johnson-Cook Parameters: A = 324 MPa, B = 114 MPa, n = 0,42, etc., with
EOS to account for pressure waves. Post-processing in d3plot made it possible to visualize the distribution of stresses, energies,
and temperatures (up to 460 °C at v = 5 m/s). The graphs obtained show an increase in the resultant force and energies with
increasing penetration speed and depth; for ellipsoidal grains, a more uniform load distribution is observed compared to a
conical one. The calculated temperature increases linearly with energy, which is critical for controlling thermal effects. The
surface roughness correlates with the parameters: Ra ~ 107...10 mm, depending on the mode. Studying the cutting mechanism
during single grain finishing allows optimizing the modes to improve surface quality and rational process parameters, reducing
tool wear and energy consumption. The results obtained are applicable to the development of finishing technologies for alumi-

num parts in mechanical engineering with more rational parameters.

Keywords: LS-DYNA, abrasive finishing simulation, Johnson-Cook model, Gruneisen state equation, ellipsoidal and

conical grain
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BBenenue

[lepexon K pBIHOYHBIM OTHOIIEHUSIM B
HPKOHOMHKE BBIIBUHYJ Ha TMEPEAHHUN TUIAH IPO-
0JieMbl, CBSI3aHHBIE C BBIITYCKOM KOHKYPEHTOCIIO-
COOHOM MPOIYKIMU B MAIIMHOCTPOSHUH U ITPUOO-
poctpoenuu. «llorpedutensim HeoOXoauMa Mpo-
OYKIHS, XapaKTEePUCTUKH KOTOPOW YAOBJIETBO-
psnu OB MX 3anpockl U oxkunanus» [1 — 3]. Beico-
KU ypOBeHb TPeOOBAHUI K COBPEMEHHBIM MaIlIU-
HaM W TIpudopam 00yCIOBUI psij MpoOseM, CBS-
3aHHBIX C CO3/IaHUEM BBICOKOIPOU3BOIUTEIBHBIX
TEXHOJOTMYECKHUX IPOILIECCOB, 00ECIeUNBAIOIINX
U3rOTOBJICHHE JeTajell C 3aJaHHBIMU IapameT-
pamu kaudectBa. [lapamerpnl kauyecTBa ompee-
JSIOT (QYHKIMOHAJIBHYIO HPUTOJHOCTH JeTanen
(BO3MOXXHOCTh COOMPAEMOCTH B COOPOUYHBIC €1TH-
HUIIBI, Y3JIbl U arperaTbl, o0ecreueHnue repMeTuy-
HOCTU CTBIKOB U [p.), UX OSKCIUIyaTallUOHHBIE

XapaKTEPUCTUKU (YCTAIOCTHYIO MPOYHOCTh, KOP-
PO3UOHHYIO CTOWKOCTh, M3HOCOCTOWKOCTbH, KOH-
TaKTHYIO KECTKOCTh U Jip.). OKOHYATEITLHO TaKHe
napameTpsl HOpMUPYIOTCS Ha (DUHUIIHBIX OIepa-
[USX, B YACJIE KOTOPBIX 0CO00€ MECTO MPUHAIC-
KUT MPOIIECCY MOTHUPOBAHUSI.

AHanu3 COBPEMEHHBIX HCCIEIOBAHUN B
obmactu (pUHUIIHON 00pabOTKM MO3BOJSAET CHe-
JIaTh 3aKJII0YCHUE O BO3pACTaHUU MOTPEOHOCTH B
MIPOU3BOJICTBE TOJMPOBAHHBIX JIMHHOMEPHBIX
QTIOMUHHUEBBIX TPYO, U APYTHX IUIHHAPUUECKHUX
3arotoBok. Hambonee 3¢ ¢eKTUBHBIM METOI0M
OKOHYATEJIbHONH 00pabOTKH TaKUX H3IEITHU SBIIS-
ercsi JieHTouHoe mnosupoBanue [4]. [lupokoe
BHEJIPEHHWE B MPOM3BOJICTBO JIaHHOTO METO/Aa
CIEP)KUBACTCS OTCYTCTBHEM YETKHX METOIUK 00-
pabOTKH BBIIIEYKa3aHHBIX MaTEPUAJIOB.

Jis  pa3paboTKu METOIUK YIIPaBJICHUS
MPOIIECCOM HEOOXOIUMBI MOJIEITH, KOTOPHIE MOTYT
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OBITH TIOJyYEHBI MOCPEICTBOM TPOBEACHHS KO-
HEYHO-3JIEMEHTHOT'0 MOJIETUPOBAHUS. DTO TOCTH-
raeTcsi MOCPEJCTBOM MPOBEACHHUS KOHEYHO-3JIe-
MEHTHOTO MOJIEJINPOBAHUS, HANpUMeEp, B IpO-
rpamMmmHOM obecrieuennu LS-DYNA.

Hampumep, B pabote [S] 17151 aBTOPOB CTO-
sfla 3a/1a4a MoKa3aTh B pacueTe, TJIaBHBIM oOpa-
30M, BO3MOXKHOCTbh UCITOJIb30BaHUs y100HOU (hop-
MYJIMPOBKH METOJ]a KOHEUHBIX 3JIEMEHTOB — Me-
ToAa TuapoauHAMHUKH riaaakux vactui (SPH). B
pabote [6] mpoBeneHO KOHEYHO-3JIEMEHTHOE HUC-
CIeJIOBaHHE PEXYLIUX CBOWCTB OJAMHOYHOIO
3epHa B (opMe TPAJAUIIMOHHOTO YCEYCHHOTO KO-
Hyca 1 KOHyca CO c(hepruuecKor pexyIield Kpom-
KOH, KOTOpPOE BBINOJHSUIOCH HA CTAJILHOW 3aro-
ToBKe. HO CBOICTBa altOMHHMEBBIX CIUIABOB IO
MJIACTUYHOCTA U PaA3pPYyIICHHUIO CUJIBHO OTIUYa-
I0TCS OT CBOMCTB CTajJH U, IO3TOMY, IIOJTy4YEHHbBIE
B pa0OTEe BBIBOJIBI HE MOTYT HAIIPSIMYIO HCIIOIH30-
BaThCsl IS MX y4eTa Impu 00paboTKe CIUIaBOB TI0-
JUPOBAHUEM U TPEOYIOT COOTBETCTBYIOIICH Mpo-
BEPKHU M KOPPEKTUPOBKU. B nccinenosanuu [7] kak
pa3 MpoBEICHO U3YYEHUE CBOMCTB AIIFOMUHUEBOTO
crmaBa A357 nipu pa3iuuHON CKOPOCTH €T0 PE3KU
C MPUMEHEHHEM KOHEYHO-3JIEMEHTHOTO aHaju3a,
HO MpH pe3Ke pPe3LOM, HUMEIOLUIUM Ppa3IuYHYIO
dbopMy UL OmpeeNeHHusT MOMEHTAa IOSBICHUS
CTPYKKH.

MarepuaJibl 1 METOAbI

BBuay mainbix pasmepoB 3epHa AJis Moje-
JUPOBAHUS TMPOIIECCa UCTOIB30BaHBI Pa3MEpPHO-
CTH: MM, TpaMM, MUUTHCeKyHAa (Mc), °C, MIIa).
®opMmy 3epeH T'eHepUpPOBAJIU YCEUEHHBIM KOHY-
coM ¢ pazmepamu 1o Beicote H. = 0,02 MM, 60I1b-
muM paguycoM Re = 0,01 MM 1 ManbIM paanycom
rc=0,0025 MM ¥ IOJTIOBUHOM 3JUITUIICOUIA C pa3Me-
pamu a = 0,01 wmm (Oonpimas TMOMYOCH),

g = [D; + D, exp(D30™)]

rae 6* — OTHOIICHHE TUAPOCTATUYECKOTO JIaBJe-
HUS K DKBHBAJICHTHOMY HaIpsDKEHUI0, a Kodhdu-
[IUEHTHI OMPEICIISIOT CO00M: D1 — HAYANBHYIO Je-
dopmanuio 10 pazpyueHus; D> — BIUSHUE TpeX-
OCHOCTH HanpspKeHUM; D3 — 4yBCTBUTENBHOCTD K
TPEXOCHOCTH HalpsKeHU; D4 — 4YyBCTBUTEIb-
HOCTh K CKOpocTu aedopmanuu; Ds —4yBCTBH-
TEJIBHOCTh K TEMIIEpaType NpH pa3pyLICHUH.

r = 0,01 mm (paguyc 3akpyrnenus), b = 0,00625
MM (MaJyiasi TIOJIyOCh), YTO XapaKTepHO IJIsi HH-
cTpyMmeHTa ¢ 3epHuctocthio P500...P1200. 3epno
MOJIEIUPOBAJIOCH AOCONIOTHO TBEPIbIM TEJIOM
(*MAT _RIGID) ¢ mMexaHW4eCKUMHU CBOWMCTBaMH,
xapaktepHbiMu AlOs3.

B kauecTBe Marepuaa 3aroTOBKU UCIOIb-
30BaH IIMPOKO PaCHpPOCTPAHEHHBIN aTtOMUHHE-
BBt crtaB 6061-T6 (mmotaoCTh p = 0,0027 T/MM?;
Monyinb yrpyrocta £ = 68,9 I'Tla; koaddunmuert
Ilyaccona v 0,33; TemmepaTypa IUIaBJIEHUS
Tn = 650 °C; ynenpHass TEMJIOEMKOCTh
Cn=896 MIx/(r - °C)).

[Ipy monupoBaHMM ATIOMUHUS TPOHUCXO-
JIUT JOKAJTLHBIM HATPEB B 30HE KOHTaKTa abpa3uBa
C MMOBEPXHOCTHI0, MoJ1eb HarpeBa peain3oBaHa B
LS-DYNA kak *MAT JOHNSON COOK (JC)u
MMeeT CIeAYIOmui oomwmit Bu [7]

o=[a+Bep][1+cn2|[1- (= )]

Ty Ty

rae 6 — 3¢p¢deKTUBHOE HampspkeHue; €p — 3hdek-
TMBHas IIacTHIeCKas aepopmanus; £, u £, -3¢-
(beKTHBHAsA U ONMOpPHAsi CKOPOCTH JedopManuu; a
T, T, n T,, — Texy1ias, KOMHaTHasi TEMIEPATYPhI U
TemIeparypa rniasiaeHus. s ykazaHHOTO cIijiaBa
3HAQUEHUsI TapaMeTpoB omnpeaeneHsl B [9]:
A — HavanbHBINA Tpenen TekydecTtu; B — ko3 pu-
LMEHT YIOPOYHEHHUS; M — TOKa3aTrelb CTENEHU
ynpouHeHus; C — k03((UIIMEHT 4yBCTBUTEIBHO-
CTH K CKOPOCTH Ae(popMaliu; m — MoKa3areyb CTe-
MEHU TEPMUYECKOro pasymnpouHeHus. OOpazoBa-
HUE CTPY)XKH MOJEJIMPOBAJIOCH C HCHOIb30Ba-
HUEM 3aKOHa paspylieHus Mmojienu JIxoHcoHa-
Kyka. B aTom 3akonHe nedopmaruu, CKOpocTH je-
dopmanuu U TeMneparypbl YUUTHIBAIOTCS, KaK B
ypaBHeHUH (2)

1+ D41ni—z] 14Dy (22 )m] )

Tn—Tr

3areM A0IyCKaeTCsl BOSHUKHOBEHHE pa3pyLIEHMS,
KOIJla MapameTp MOBpEkKIACHUS D, onpenenseMblil
ypaBHeHueM (3), nocturaet eaunuusl (D = 1,0), u
ITI0TOMY BCE€ COOTBETCTBYIOIINE YACTULIBI UCKITIO-
YarOTCS U3 BBIYUCICHUN

p-x. G
er
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B LS-DYNA MOJICIIb
*MAT JOHNSON COOK omnuceBaeT TOJBKO
JICBHATOPHYIO (CBUTOBYIO) YacTh HANPSKCHUN U
TE€PMO3aBUCUMYIO IJIACTUYHOCTb, HO HE 3aJaeT
ypaBHEHUE COCTOSIHUS (EOS) JUTS

oot 1+(1-2)u-4]

THJIPOCTATUYECKOTO JIaBJICHUS; IOITOMY Ul KOP-
PEKTHOTO pacyeTa MMOJHOT0 TeH30pa HapsHKEHUH
pPacCUMTHIBATIM TUAPOCTATUYECKYIO COCTaBIISIO-
IIyIO IEBUATOPHBIX HANPSHKEHHUH IS COKAaTHUs, UC-
noJb3ys ypaBHeHue ['pronaiizena (4) [10]

p:

JUTs pacTspkeHus (5):

P =poCu+(yo +an)ky, (5)
K03 dULIMEHT CKaTus paBeH (6):
p=t ©)
Po

II€ p — JaBJIEHUE; po — OINOpHAsl IJIOTHOCTD,
C — cxopoCTh 3ByKa B Marepuaie, Yo — ramma

[1 (S1=Dn= SZ(HT> ((Hi)z)]

2 + (YO + (XM)EO, (4)

I'pronaiizena, 3Ha4eHHs S;— KOHCTaHTHI HAKJIOHA,

XapaKTepHbBIE JJI1 KOHKPETHOTO Marepuana, a —
MONPaBOYHBIN K03 duimeHT oobema, £y — MOIyIb
YOPYTOCTH NP PACTSHKCHUU.

KoHCTaHTBI NMPOYHOCTH W TOBPEKACHUS
momenmu JIxoHcoHa-Kyka, paccMOTpeHHBIE B
JNOCTUTHYTHIX pe3yJbTaTax MOJAECINPOBAHUS U BXO-
nsaue B ypaBHeHus: (1 — 3), mpexacraBieHbl B
Tabm. 1 [6]. A ko3hUITMEHTHI, BXOIAIINE B YpaB-
Henue [pronaiizena (4 — 6), yka3aHsl B Ta0m. 2
[10, 11].

1. KoncranTsl I:xxoncona-Kyka ais amwomuaneBoro ciiiasa 6061-T6 [9]

1. Johnson-Cook constants for aluminum alloy 6061-T6 [9]

A,MIla | B, MIla n C m

Dy D, Dy D, D5

324 114 0,42 10,002 | 1,34

-0,77 1 1,45 1-047] 0,0 1,6

2. Koappuumentol ypaBHeHus ['proHaiizena 1 aaioMuHueBoro crviasa 6061-T6 [10, 11]

2. Coefficients of the Gruneisen equation for aluminum alloy 6061-T6 [10, 11]

C, m/c M

S, Yo a

5330

1,338

0

1,97 | 0,48

KonTakTHOE B3aumojelicTBUE 3€pHA U 3a-
TOTOBKM MoJenupoBasioch KoHTakToM CON-
TACT _ERODING SURFACE TO SURFACE.
Pa3mepsI 211eMeHTOB CeTKH JTsl 00ecTIiedeHHsT TOU-
HOCTH PEIICHUS MPUHUMAIUCh TaKUM 00pa3oM,
YTOOBI B IJIOCKOCTH KOHTAKTa 3€pHA M 3arOTOBKU
y 3epHa OBLIO HE MEHee 7 AJIEeMEHTOB, a y 3aro-
TOBKHU — 10 3J1eMEHTOB.

Pe3yabTarhl M 00Cy:KIeHHE
Pesynbratel pemenus 3agaun B LS-DYNA
3anuceiBatoTcs B Qaiin d3post. s uccnenopanus
OBLTH BEIOpAHBI TAPAMETPHI:
1. Pesynsrupyromas cuia (resultant force)

— IIOJIHAsl KOHTAKTHAas CUJIa, IEUCTBYIOIIAs MEXKITY
3€pHOM U 3aTOTOBKOM (CyMMapHbIi BEKTOPHBIH pe-
3yJIbTaT HOPMAJIBHOM M KacaTeJbHOM COCTaBIISAIO-
IIUX [0 BCEM AaKTUBHBIM KOHTAaKTHBIM TOYKaM B
NaHHOM KoHTakTe). [loka3bIBaeT MTIHOBEHHOE
«yCHJINE KOHTAKTa» MEX]y 3€PHOM U 3arOTOBKOM,
WHTETPUPOBAHHOE IO BCEM KOHTAKTHOM 30HE, T.C.
SIBJISIETCS] MOJTYJIEM CHUJIBI ITOJIMPOBAHUS B BUJIE

JVEL+F}+F] .

2. Tlomnas sHeprus (total energy) — sto
SHEprus, HAKOIUICHHAss B JTAHHOM KOHTAaKTe, T.C.
cyMMapHas pabora KOHTaKTHBIX cull
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(HOpMaJIbHBIX + KacaTeNbHBIX) 3a BpeMs pacuéra.
Bxurouaer Bk Kak OT HOPMaJIBHOM COCTaBIISIO-
mieil (BOaBiIMBaHHWE / YIPYTrO-TUIACTUYECKAs Je-
¢dopmarus), Tak ¥ OT TPEHHUS (CKOJIBKEHUE).

3. DHeprus CKOJIBYKEHUS (sliding
energy) — 3TO PHEPIHs, CBA3aHHAs TOJIBKO C Kaca-
TEIBHON COCTABIISIONCH KOHTAKTHOM CHIIBI, TO
ecTb pa0oTa CHUJI TPEHMsS IPU OTHOCUTEIBHOM
CKOJIBKEHUHU TOBEpXHOCTeH. [l 3amad nmoaupo-
BaHMsI MMEHHO OHa HauboJjee TECHO KOppeIupyer
C TEIUIOBBIIETIEHUEM B IIOBEPXHOCTHOM CJIO€, HH-
TEHCUBHOCTBIO M3HOCA 3€pPHA U KayeCTBOM 0Opa-
OOTaHHOU MTOBEPXHOCTH.

4. Duepruss  Ha  3arotoBke  (slave
energy) — 3Ta BeJIMYMHA OTHOCUTCS K «IOAYUHEH-
HO» (3aroToBKa) CTOPOHE KOHTAKTa M IOKa3bl-
BACT, KaKasi 4acTh KOHTaKTHOM pabOThI OTHECEHA K
3TOM CTOPOHE.

Jlist OIIGHKH 3TUX MapamMeTpoB OBLIM BbI-
MIOJTHEHBI PAaCUEThI ¥ IIOTY4EHbI TUarpaMMbl UX U3-
MEHEHHUsI B 3aBUCHUMOCTH OT CKOPOCTH CKOJIbXKE-
HUS 3€pHA ¥ IIIyOMHBI €T0 BHEAPEHUS /IS 3€pHa B
(opMe yCedeHHOro KOHyca U Moy uuncouna. B
pacyerax npuHAT Kodddunuent tperus 0,3 kak
JUI CyXOro MOJHpoBaHus. B kadecTBe mpumepa
KpHBasi pe3yJbTUPYIOLIEH CHUIIbI TIOJIMPOBAHMS AJIS
KOHYCHOTO 3€pHa IIPU CKOPOCTHU IBMKEHUS 5 M/C U
rmyoune Baeapernus 0,001 MM, B3auMoAeHCTBYIO-
el MEXIy 3€pHOM M 3arOTOBKOM, MPEACTABICHA
Ha puc. 1, U3 KOTOPOro BUIHO, YTO Ha rpaduke
CHJIBI KOHTAKTa B Mpoliecce NOIMPOBaHUS HAOIIO-
JAl0TCs BIAJAMHBI U3-32 00pa30BaHMs 3a30pa IpU
paspylIeHU U yrajieHuu anemeHToB. Ha puc. 2
NIOKa3aHbl JUarpaMMbl U3MEHEHUS CPEIHEro 3Ha-
YEHUS PE3YIBTUPYIOLIEH CHIIBI B 3aBUCUMOCTH OT
CKOPOCTH JBM)KEHUS 3€pHa U INIyOUHBI €ro BHEJ-
peHus UId 3epHa B (hopMe yCEeueHHOTro KOHyca M
MOJTy3JUIMIICOM 1A, @ Ha puc. 3, 4, 5 IpecTaBIEHBI
AQHAJIOTUYHO UarpaMMbl MOJHOW SHEPIUH, dHEp-
MM CKOJIBXKEHUS U SHEPTHH Ha 3aroToBKe. Taxxke
B)XHBIM IOKA3aTeJIeM MOXKET CIYXHUTb OTHOIIE-
HHUE YHEPTUU CKOJIbKEHUS K MOJHON SHEprHuH, 10
KOTOPOMY MOKHO OLIEHUTB JIOJII0 TEIIAa UMEHHO OT
TpEeHus, T.€. €€ BKJIaJ B [TOJIHY0 3Hepruto. Ha puc.
6 9TO MOKa3aHo IS IBYX HPEACTABICHHBIX (HOpM
36pHa B 3aBUCHUMOCTH OT CKOPOCTH JBM)KEHUS
3epHa U NITyOMHBI €r0 BHEIPEHUS.

AHanu3 puc. 2 MOKa3bIBaeT, YTO C POCTOM
CKOPOCTH  JBMDKEHHMsSI 3€pHa HMHTEHCHUBHOCTh
BO3PACTaHMsl  pE3yNbTHPYIOLIEH  Cuibl  JAJs
sIuMIicona npu riryoune BHenpenus ot 0,002 Mm
Y BBIIIE ABJISIETCS OOJIbIIEH BETMIMHOM, 0COOECHHO
npu npubmmkeHnu K 50 M/c, 4yeM A yCeueHHOTro
KOHYCa.
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Puc. 1. I'paduk pesyasTHpyoued cuiabl 1J KOHYCHOTO
3epHa NP CKOPOCTH ABU:KeHus 5 M/c u rimyoune 0,001 mm

Fig. 1. Graph of the resultant force for a cone grain at a
speed of 5 m/s and a depth of 0,001 mm
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Puc. 2. luarpaMMsbl cpegHero 3Ha4eHHUs Pe3yJbTHPYIO-
el cHIbI IS ABYX (hopM 3epHa NPH pa3JIMYHBIX YLIYy0-
JICHMSIX H CKOPOCTSIX IBUKEHHS

Fig. 2. Diagrams of the average value of the resultant
force for two grain shapes at different deepening and
speeds of movement
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Fig. 3. Diagrams of the total energy for the two shapes of
grain as its speed changes.
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Puc. 4. /lnarpaMmsbl IHepPrud CKOJB:KEHHMSI IJISl ABYX
(¢opm 3epHa npu pa3aMYHBIX YLIy0JEHHAX H CKOPOCTAX
€ro IBHKEeHUS

Fig. 4. Diagrams of sliding energy for two grain shapes at
different deepeningand speeds of its movement

Ho mpu ckopoctu okoio 5 m/c, KoTopas
Haubonee  mpuemyieMa i MOJUPOBaHUS
ATIOMHUHHUEBBIX 3aTOTOBOK, CHJIBI I 00eux (hopMm
3epHa TpUMepHO paBHBI npu Tryoune 0,001 MM
u OoJbllle MO BEIMYMHE TPUMEPHO B 2 pasa
JUIsl YCEUEHHOTO KOHyCa, HayuHasi C IIyOMHBI
0,002 MmM. M3MeHeHue IMOJIHON »JHEPrUM IO
IyOMHe  BHEIpEeHMs]  3epHa  OKa3bIBaeTcs
3aBUCHUMBIM TOJIBKO OT CKOPOCTH JBUXKEHUS, UTO
BHUJIHO Ha pHC. 3.

AHanu3  pe3ynabTaroB  MOJACIHUPOBAHUS
MOKa3bIBAET, UTO MO Mepe U3HOca 3epHa B hopme
MEepBOHAYaIbHO YCEYEHHOTO KOoHyca K (opme
AIUTUIICOUA PE3YIbTUPYIOLIAs CHjla B KOHTAKTe
JUIsL MaJIBIX CKOpOCTEMN (momupoBaHue)
YMEHbILIAETCsl, HO SHEPTeTUUECKasi COCTABIISAIONIAs
B BHUJE 3aTpaTHOM IIOJHOM DJHEPIHUM pACTET.
3aBUCHUMOCTH SHEPTUU CKOJBXEHHUS OT CKOPOCTHU
JBUKCHHSI 3¢pHA B ()OpME YCEUYECHHOTO KOHYCa U
JITUIICOUJA TPHU PaA3IUYHBIX DIIyOMHAaX €ro
BHEJIpEHUs MPEACTaBIeHbI Ha puc. 4. BumaHo, 4to
npu miyomne 0,004 MM IS 3IUIMIICOMAA
MIPOUCXOAUT HEMIPEPHIBHBIN €€ POCT. 3aBUCUMOCTHU
JUTSI SHEPTUH Ha 3aTOTOBKE, TOKa3aHHbIE Ha pUC. 5,
MPAKTHYECKH TOBTOPSIOT (OPMBI TUarpamMm Ha
puc. 4, 4TO CBUJETENHCTBYET O KOPPEISLUU UX
MEXTy COOOM, TaK KaK MPH YMEHBIIIEHUU SHEPTUU
CKOJIb)KCHHS YMEHBIIAETCsl U MOABOAMMAS K
3arotToBke  sHeprusi.  OTHOILIEHHE  SHEPTUU
CKOJIbXKEHUS K TIOJTHOM »JHEprud Ha puc. 6
MOKA3bIBAECT, YTO DJHEPrUsl CKOJIbXKEHHUS HMEET

HauOONBIIMKA BKJIAJ JUIsi KOHYCHOTO 3€pHa U
CYIIIECTBEHHO CHIDKaeTcs s 0oenx ¢opM 3epHa
0 Mepe BO3pACTaHHS €ro CKOPOCTU JBUKCHHSI,
rae Ha 25 M/c yke cocTtaBisieT MmeHee 5 %, a mis
AITUTICOUTHOTO — €IIe MEHBIIIE.
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Fig. 5. Diagrams of energy on the blank for two shapes of
grain when the deepening and speed of movement change
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A8 ABYX (opM 3epHa NPH Pa3IUYHBIX YIIYOJeHHAX U
CKOPOCTSX €ro JBU/KCHHUS

Fig. 6. Diagrams of the sliding energy ratio for two grain
shapes at different deepening and speeds of its movement

Ha ckopoctu momupoBanms 5 wm/c
JUTSL SILTATICOMIHOTO 3€pHA BKJIAJ COCTABISIET HE
oonee 10 % s Bcex ymryOneHud, a s
KOHycHOro poxoaut mnoutu a0 30 % mnpu
yoyonenun 0,002 MM, cHmxkasch A0 25 % npu
yriryonenuu 0,004 M.

HaykoéMmkne TeXHOJOTHH B MalIMHOCTpoeHnu, Ne3 (177) 2026
«Science intensive technologies in mechanical engineering», Ne3 (177) 2026



ABTOM&TI/I?)HI)OB&HH])IG MNOATOTOBKA U YIIPABJCHUE TEXHOJOIHNICCKUMHU IpoueccaMu
Technological processes automated control

bbuto  Takke HMCCIENOBaHO — BIMSHUE
ko3pdunmenra TpeHus f Ha  BEIUYHHY
PE3YNbTUPYIONIEH CHITBI Ui IBYX (OpM 3€pHa B
3aBHCHMOCTH OT BEJIMYMHBI €T0 3arayOseHus AJs
OJIHOW CKOpPOCTH JBHMXKEHHMS 3€pHAa W Ha puc. 7
MOKA3aHO CpPAaBHEHHUE 3HAYEHUN CpPEIHEH CHIIbI
npu ko3 dunmente tpenus 0,1 u 0,3. Bugno, uto
BJIMSIHUE Y SJITUICOUTHONU (OPMBI BBILIE, YEM Y
koHycHOH. [Ipu sTOM 3HaueHue kod(puIeHTa
TPeHHs  3a/JaBajioCThb  MPOTPaMMHO  TIpHU
HazHadeHnn tuna koHtakra CONTACT EROD-
ING_SURFACE _TO SURFACE.

[Toutn Bcst paGoTa TpeHHs NEPEXOAUT B
TEIJI0 B 30HE KOHTakTa (0OBIYHO KOA(DGUIIMEHT
npespauienus n = 0,9...1,0). Kak ncrounuk ten-
JIOBBIACNIEHUSI OT TPEHHUSI HEOOXOAUMO HCHOJIb30-
BaTh DHEPIHUIO CKOIBkeHUs £.,. Torna xommde-

CTBO BBIJICIMBIICIOCS TEIUIAa B 30HE KOHTAaKTa
MOKHO OIIEHUTH C yueToM KodhduImeHTa o 10au
TeIUIa, yXosIien B 3aroToBky (o = 0,8...0,95 s
MOJINPOBAHUSL ATIOMUHUSA a0pa3uBHBIM HHCTPY-
MEHTOM), KaK

QTp i n'a'ETp- (7)

Cpennuil ynenbHBIM TEIJIOBOM MOTOK B
30HE MOJUPOBAHUS B 3TOM CIy4dae MOXKHO IpeJ-
CTaBUTh 3aBUCUMOCTBIO

qz& (8)
A At

peai

r11€ Apean — peaJbHas MJIOLIAAL KOHTAKTA; At — UH-
TepBall BpeMeHH |[t;, t,], Ha KoTOpOoM Oepercs
MIPUPALLEHUE SHEPTUH CKOJIbKEHUS AEr, U OLICHH-
BAeTCsl KOJIMUYECTBO BblAenuBIIerocs remia AQm
o 3aBUCUMOCTH (7).

[Ipu cranmmoHapHOM TOMEPEYHOM Bpe3a-
HUU (0€3 CYyIIECTBEHHOTO CABWTA WM TPOCKATb-
3bIBaHUSl BIEpPE]) OOBIYHO YYHUTHIBACTCS TOJBKO
KOHTAKTHas IJIOIIA/b MO KacaTeabHOU (MTOBEPXHO-
CTH CONPUKOCHOBEHUSA), TO €CTh T€OMETPUUECKOE
MSATHO KOHTAKTa MEXAYy 3€pHOM M 3aroTOBKOW B
MOMEHT BPEMEHH, U JJIsi MajbIX TIIyOMH OOBIYHO
MPUHUMAIOT €€ 3a IJIOL[a/Ib OCHOBAHUS HA YPOBHE
h. Takoi#l moxxon BIOJTHE MPUEMIIEM, TaK KaK HH-
TepecyeT TOJIbKO OTHOCUTENILHOE CPABHEHUE ILIIO-
a1 KOHTaKTa y IBYX (OpM 3epHA MPH OJUHAKO-
BBIX YCJIOBUSX ompezaeneHus. Torma st KOHyc-
HOTO 3epHa peaabHas TUIOIIAh KOHTAKTa

Apean. . =T R;%, (9)

rae Re, rc, He — OOIBINION pagnyc, MaJblii paanyc
1 BBICOTA YCEYEHHOTO KOHYCa;

Ry =r.+ (RC -7, )i — paauyc KOHYCHOM I10-
HC
BEPXHOCTH Ha TIIyOWHE MOTPYKESHUS A.
Jlis ManbIX mIyOUH MOTPYKEHUS Y AILTUII-
couJia KOHTAKTHas IUIOMAJKa — O3TO DJUIMIIC C
OOJIBITION TOTYOCHIO A/ U MAJIOM TTOTYOCHIO De, KO-
TOPBIE 3aBUCAT OT T€OMETPUU U TTyOUHBI:

2h 2h
ay=a|—, by=_|—, 10
el He] el H ( )

el
e a, b — GomnbIas U Maasi TOyOCH JUTHIICOUIA;
H ,; — BBICOTA OTYIIUIICOUIA.

PeanbHast muiomaab KOHTaKTa Ui MOIydI-
JIMIICOMTHOTO 3epHa ¢ yueToM (10) onpenenurcst kak

Apean. el = Magrbg. (11)

Ha puc. 8 npencraBieHsl AuarpaMmmbl u3-
MEHEHUSI peallbHOM IUIOIIa Iy KOHTaKTa 3epHa B
3aBHCHUMOCTU OT DIIyOWHBI €T0 MOTPYXEHHS s
yce4eHHOro koHyca 1o ¢gopmyne (9) u s nmomy-
smummnconga no ¢gopmyne (11). Bugno, uto npu
nryoune norpyskeust mesbie 0,0015 MM mio-
I1a]b KOHTAKTA Y MOJIy3JUTUIICOMAAa MEHBIIIE, YeM
Yy YCEYEHHOI'0 KOHYCA.
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Puc. 7. ImarpamMmbl cpeaHell pe3yJbTHPYIOMIel CHJIBI
A8 ABYX ¢opM 3epHA NpH H3MeHEeHHHM Ko3ddunuenTa
TpeHHus U IIyONHbI BHEAPEHUsI 3¢pPHA

Fig. 7. Diagrams of the average resultant force for two
grain shapes with a change in the coefficient of friction
and the depth of grain penetration
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&
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Puc. 8. Ilmarpammbl peajibHOI NJIOIIAIM 3€PHA JJI51 ABYX
ero (popM npu pa3IMYHBIX YIIy0JeHUAX U OAHOI CKOpO-
CTH ABHKEHUS

Fig. 8. Diagrams of the actual grain area for two grain
shapes with different deepening and the same speed of
movement

Teneps 1Mo cpenHeMy TEIIOBOMY IOTOKY Ha
KOHTAKTHOH TIIONIAJIKe MOXXHO OLICHUTH MpHpalle-
HHE TEeMITepaTypbl Ha IOBEPXHOCTH 3arOTOBKH pa3-
JMYHBIMU MTPUOIKEHHBIMU criocobaMu. Bocmosb-
3yeMCsl METO/IOM OIIEHKH TEMIIEPaTyphl IO 3aKOHY
TEIJIONPOBONHOCTH. Eciu mpearnoaokxuTb, 4TO
TETUIO YXOUT TOJBKO B 3arOTOBKY (OIHOMEpHas 3a-
Jla4a ¢ U1eaIbHBIM TEIUIOBBIM KOHTaKTOM), TOTA!

an =k (12)

TIe ¢m — CPEAHUHN TETUIOBOM MOTOK; kK — K03(pdu-
IIUEHT TETJIONPOBOJHOCTH 3aroTOBKH; O — TOJ-
IIMHA MPOTPeBa (XapaKTEPHBIN CIION, OOBIYHO Y-
Ouna pesanus); AT — pa3HOCTb TeMIeparyp
MEXJly TMOBEPXHOCTHIO M «XOJOAHBIM» BHYTPEH-
HuM cioem. Otcrozaa:

AT =2 (13)

Ecmu Tteruio momBomuTcs 3a KOPOTKOE
BpeMsi K HEOOJIBILIOMY CJIOI0 (Hampumep, Ha IIy-
OuHe Bpe3aHus /), TOrJla MTHOBEHHOE TeMmIepa-
TYpPHOE MpUpaIIeHUe (U1 UMITYJIbCa TerIa)

A
AT = 2L (14)
pc,h

7€ p — IJIOTHOCTh MaTepHaa; ¢, — yAeiabHas Tell-
J0eMKocTh; At — Bpemst mozauu Tera. Eciu mio-
I11a]{b KOHTAKTa — MAJICHBKOE IISITHO M OXJIAKICHHUE
MIPOUCXOIUT B MacCUB Tela (MpUOIMKeHNe ToUed-
HOTO MCTOYHHUKA), TOI/Ia YCTAaHOBUBIIASCS TEMIIE-
parypa omnpenesnsieTcs Kak

T :TN% T (15)

max
o

rae 7o — HavaJlbHas TEMIIEpaTypa; a — Xapakrep-
HBI pa3Mmep nATHA (pajguyC ISITHA KOHTAKTA);

k

0. = —— — TEMIEePaTypONPOBOIHOCTb.
pPCp

Bripaxenue (15) naet olieHKy MakCUMaJIb-
HOTO TeperpeBa Ha MOBEPXHOCTH MO/ ISITHOM IIPU
«MTHOBEHHOM)» yCTaHOBHUBILIEMCSI KOHTakTe. Jliis
MPUHATOTO AJIOMUHHUEBOIO CIIaBa MaTepuaa 3a-
TOTOBKH TPU HMCTIOJIB30BaHUM BhIpakeHU# (14) u
(15) ObIIM TPUMEHEHBI CIEAYIONINE MTapaMeTphl,
yuuThiBas JnauHYy 3arotoBku: L = 0,03 wmwm;
At = 0,006; 0,0012; 0,0006 Mmc — BpeMsI TPOXOXK-
JICHUs JJIMHBI 3arOTOBKM 3€pPHOM Ha CKOPOCTHU
v =15;25; 50 m/c; p=0,0027 r/Mm> — IIIOTHOCTE
MaTepuaia 3arotoBku; ¢, = 896 M/Ix/(r - °C);
To =22 °C. lnarpaMMbl U3MEHEHUS TEMIIEPATYPBI
B 3aBHCHMOCTH OT CKOPOCTH IBM)XECHHUS 3€pHa U
IyOMHBI €ro 3arayONieHust IS MOJIy3JUIMIICOUAA
npecTaBieHbl Ha puc. 9, a, a Ha puc. 9, 6 — s
yCeUeHHOro KoHyca. /lparpaMmbl OCTPOEHBI Ha
Pa3NIUYHBIX PUCYHKAX M3-3a Pa3HOCTH MaciiTada,
YTOOBI XOPOIIIO UX BU3YaJIM3UPOBATh, TaK KaK JJIs
KOHYCHOTO 3€pHa TemIleparypa Ha 3aroToBKe
MPAaKTUYECKH paBHA Ha4YaJbHON M MPEHEOPEeKNMO
MaJjio MEHSETCs 110 Mepe 3arTyOJIeHHs U IO CKOPO-
CTH JBMKEHHS.

AHanu3 auarpaMMm Ha puc. 9, a nokasbl-
BAET, UTO IS AJUTUIICOUTHOTO 3€pHA 110 MEpe yBe-
JMYEHUS] CKOPOCTU TEMIIepaTypa BO3pacTaeT, HO
ee TpaJIMeHT CHIKAETCS C YBEIMUEHUEM 3armyoiie-
HUS, BEPOATHO, M3-3a pacCCEHBAaHMsI TeIia B O0JIb-
meM o0beMe OKpyJKaroliero marepuana. Takum
oOpaszom, m3MeHeHHne (OpMBI 3€pHAa OT yCEUCH-
HOTO KOHYCa K 3JUIMIICOMIHOMY B IPOIIECCE €TI0
M3HOCA MPUBOIUT K TOBBIIICHUIO TEMIIEPATyphl
3aroTOBKHU, HO MPHU IMOJUPOBKE HA MAaJBIX CKOPO-
cTsX (5 M/C) IOBBIIIIEHUE JICKHUT, TPUMEPHO, B TIPE-
nemax 13 % mst toyounst 0,001 MM, kak camoe
6osnbiee. [Ipr 3TOM CKOPOCTh MOBBIIIEHUS TEMITE-
parypsl coctaBisieT, npumepHo, 460 °C/mc. [ns
OOJBIIETO 3arTyOJIeHUST 3epHA MPU ITOM K€ €ro
CKOPOCTH JIBUKEHUSI HHTEHCUBHOCTD MOBBIIIICHUS
TeMIeparypsl OyAeT MEHBbIIIE.
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Puc. 9. /luarpaMmsbl TeMneparypbl NPy U3MEHEHUU CKOPOCTH JBUKEHHS U TJTyOHMHBI BHEPEHHUsI 3epHa:

a — SIUTANICONTHOTO; O — KOHYCHOTO

Fig. 9. Temperature diagrams with changes in the speed and depth of grain penetration:

a — ellipsoidal; b — conical

OO6pazoBanue OOpPO3bI MPOIMAXUBAHUS Ha
3aroTOBKE TIPH €€ MPOXOKIACHHH obeumu ¢Gop-
MaMHU 3epHa IpesicTaBieHo Ha puc. 10. BugHo, uto
CTpYKKa 0Opa30BbIBAaETCS MO OOKaM HEOOJBIION
BBICOTHI, «pBaHas». Takas ¢opma oOpa3oBaHUS
CTPY’KKH TMOHSTHA, TaK KaK Y KOHYCHOW W DIUIHII-
coMTHOU (hOpM 3epHA MEPETHUN YTOJI OTPHUIIATENb-
HBI, YTO HE JaeT BO3MOXXHOCTH 0Opa3oBaHUIO

TTOJTHOIIEHHOM 1eNIbHOU CTpykKu. [Ipu oOpa3oBa-
HUU OOpO37bl OCTalbHAs YacTh MaTepHalia 3aro-
TOBKH YZaJsIeTCs B OKpY’Karolee MpOCTPaHCTBO.
B pa6ore [7] npoBeneHo ncciaenoBanne 0opa3oBa-
HUS CTPYKKU IIPU pe3aHUH ATFOMHHHUEBOTO CIIIaBa
A357, rae mokaszaHo, 4To IefibHast opMa CTPYKKH
B 3TOM Clly4ae 00pa30BbIBAETCS TOJIBKO, €CIIH Tie-
pENHUI yroa y UHCTpyMeHTa He MeHbIe 70 ©.

Puc. 10. U300pa:kenue 60po3abl MpoNaxuBaHUsl HA 3aTOTOBKE OT 3epHa:

a — KOHYCHOTO;, 60— OJUTUIICOUIHOI'O

Fig. 10. Image of a grain plowing furrow on the blank:
a — ellipsoidal; b — conical

Bonb1ioii nHTEpEC BHI3BIBAET KAYECTBO TO-
Jy4YeHHOW TMOBEPXHOCTU TOCEe 00paboTKH 3aro-
TOBKH B oOyiacTu oOpa3oBaHHOHM Oopo3nsl. [lome-
peuHblid TpoduIs OOpO3aBI B €€ MPOAOIHLHOM
HalpaBJICHUH B INITACTUYHOM CJIO€ MaTepHaa Jjs
obenx (opm 3epHa rpu ko3 dunmente rpenns 0,3
u 3anmyonenuun 0,001, 0,002 u 0,004 MM Tipu CKO-
pocTu ABMXKEHMS 5 M/C TIpesicTaBieH Ha puc. 11.

W3 ananu3a puc. 11 BumHO, uT0 Tipu oOpa-
00TKE KOHYCHBIM 3€pHOM [TOBEPXHOCTH UMEET BbI-
COKylo uucrory nmpu 3armtyonenusx 0,001
1 0,002 MM ¥ HECKOJIBKO MEHBIITYIO MPH 3army0rie-
Huu 0,004 mm. Pa3mep KOHEYHOrO 3eMEHTa, KO-
TOPBIA BHUJIEH BBICTYNAIOLIUM HaJl TOPU30HTAb-
HOM MOBEPXHOCTHIO HAa PUCYHKE, IO BBICOTE CO-
crasisier 2,5%10™ MM, HCXOIS U3 STOTO 3HAYCHUS,
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MOXKXHO Cy,Z[I/ITI: O YUCTOTEC HOBerHOCTI/I B KAXXJI0M
cinyyae 00paboTku. BumHo, 4TOo juIs SnMmnconia
YUCTOTAa HOBerHOCTI/I CHMXKACTCA, MU MOXHO

2)

CyauTs O Hell 10 BETUUMHE KOHSUHBIX OJICMCHTOB,
BBICTYIIAOIIWX HAA ITOBEPXHOCTHIO.

Puc. 11. KauecTBO MOBepXHOCTH 00paGOTKH NMPH CKOPOCTH ABUKeHHS 5 M/c U IiryouHe BHeapenust 0,001; 0,002; 0,004 mm

IJIsI 3€pHA:
a, 6, 8 — KOHYCHOTO; 2, 0, € — DIUTHIICOUTHOTO

Fig. 11. The quality of the workplane at a speed of 5 m/s and penetration depth of 0,001; 0,002; 0,004 mm for grains:

a, b, ¢ — conical; d, e, f— ellipsoidal

CraTbsi AEMOHCTPUPYET, UTO KOHEUHO-3JIEe-
MeHTHoe MonenupoBanue B LS-DYNA no3Bosiser
KOJIMYECTBEHHO OLIEHUTh CHUJIOBBIE, DHEpreTuye-
CKH€ U TEIIOBBbIE XapaKTepUCTUKU Ipoliecca mo-
JIMPOBaHMS aIOMUHHEBOTO criaBa 6061-T6 ogu-
HOYHBIM 3€pHOM pa3HOH (POPMBI U CBA3ATH UX C Ka-
YECTBOM TOJydaeMod moBepxHocTu. KiroueBbie
BBIBOJIbI MCCJIEJIOBAHUS BKIIIOYAIOT:

1. KonycHoe 3epHO obecrnieunBaet OoJiee BbI-
COKYIO0 YHCTOTY OOpaOOTKU TO CPaBHEHHUIO C IJI-
JIUTICOUTHBIM IIPU aHAJIOTUYHBIX PEKUMAaX.

2. Ilpu THUNHYHOM CKOPOCTH IIOJMPOBAHUS
(5 m/c) BKIIag SHEPTHHM CKOJBXKEHUS B OOIIyIO
sHepruto cocrasiger 10 30 % ans KOHYCHOTO
3epHa U MeHee 10 % 115 37T couIHOTO.

3. PocTt TemmepaTypsl IpH HCIOIb30BAaHUU
W3HOIIEHHOTO (DJUIMIICOMIHOTO) 3€pHA HAa MaJIbIX
ckopocTsax gocturaet 13 %, 9To He0OX0UMO yIH-
THIBATh ISl MPEAOTBPALCHUS TEPMHUYECKOUN Je-
rpajaiy MOBEPXHOCTHOTO CIIOSL.

4. MopaenupoBaHu€e MOATBEPANIO, YTO OTPH-
HATEIBHBINA MTEPEAHUIN YTOJ 3epeH MPUBOIUT K 00-
Pa30BaHUIO «PBAHOW» CTPYKKU U MPEPHIBUCTOMY
XapakTepy CUJI pe3aHus U3-3a yJaJeHUsl dJIeMeH-
TOB 110 KPUTEPUIO pa3pylICHHUS.

3akJaroueHue

IToctpoena 3D-Monenb cUCTEMBI «3€pHO —
3aroToBKa» C  HMCIOJb30BAaHUEM  Marepuala
3aroroBku 6061-T6 no moxenu J[>xoHcoHa-Kyka
B CBSI3KE C  ypaBHEHHEM COCTOSIHUS
Mue-I proHaiizeHa, 4To 00ecreunIo KOPPEKTHBIN

YYeT IUTACTHYHOCTH, Pa3pyIICHHS ¥ JIaBJICHUS ITPH
BBICOKHX CKOpocTsx JnedopmupoBanus. I[loka-
3aHO, YTO TpU MEpPexXoAe OT yCEYCHHO-KOHUYE-
CKOTI'O K TOJIYSJINIMTICON IAJIbHOMY 3CPHY HAa HU3KHX
CKOPOCTSX IIOJIMPOBAHUS CyMMAapHasi KOHTaKTHast
CHJIa yMEHBIIIAETCS, TOT/Ia KaK TIOJTHAsl KOHTaKTHAs
JHEprus U TeMIIeparypa B 30HE KOHTAKTa yBEIU-
YHBAIOTCS 32 CUET M3MEHEHUS PeasTbHOW TUTOIIAIN
KOHTAKTa 1 BKJIaJla SHCPIrUu TPCHUA.

YuciieHHbIe SKCTIEPUMEHTHI BBISIBIIIN JIHa-
Ma30HbBI CKOPOCTEH, TITyOMH BHEApeHUs U Kodhdu-
LIUEHTOB TPEHMUS, IIPH KOTOPBLIX KOHYCHOE 3€pHO
obOecrieunBaeT 00Jee BBICOKYIO YHCTOTY MOBEPX-
HOCTH IIPU YMEPEHHBIX TEIUIOBBIX HArpy3Kax, TO-
I71a KaK U3HOIIEHHOE (3JUTHIICOUTHOE) 3€PHO 1aeT
OONIbIINI HarpeB W XyAIIyI0 MHUKpPOTECOMETPHUIO
00po3bl. YCTaHOBIICHO, YTO MPH TUIMHYHBIX CKO-
POCTSIX MOJIMPOBAHHS ITOPSIKA 5 M/C POCT TEMIIE-
parypbl 3aroTOBKM OT HM3HOCa 3€pHa OCTaeTcCs
OTpaHUYEHHBIM, a JOMUHHUPYIOIILYIO poib B (op-
MHPOBAHUU KaUCCTBA MOBCPXHOCTH UTPAIOT I'CO-
METpHs 3epHa M TIyOWHA pe3aHusi, 4TO JaeT OC-
HOBY JJIs1 BEIOOpA pallMOHAIbHBIX PEKUMOB U KOH-
TPOJISL COCTOSHUS a0pa3UBHOM JICHTHI.
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Bknao aeémopog: Bce aBTOPHI clenany SKBUBAICHTHBIN BKJIAJ] B IOJATOTOBKY ITyOIHKAITUH.
ABTOpBI 3a5BJISIIOT 00 OTCYTCTBUU KOH(JIMKTAa HHTEPECOB.
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