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OIEHKA TEXHI/IKO-BKO[-IOM‘!/I‘—IECKOI‘/'I IOPEKTUBHOCTHU
IMPOOECCA ABPABUBOCTPYUHOU OBPABOTKH METAJIVIMYECKHUX
SJIEMEHTOB KY30BOB KEJIE3HOAOPOKHbBIX BATOHOB

[IpeanoxkeH TUIOBOH METOJ OLEHKH TEXHHKO-
SKOHOMHUUECKOi 3 dekTuBHOCTH npolecca 00padoTKH
METAUTMYECKUX ITTOBEPXHOCTEH  IKEJIE3HOIOPOIKHBIX
BaroHOB CBOOOJHBIM a0pa3WBOM Ha OCHOBE JAHHBIX O
pexxnmMax o0pabOTKH, TMPUMEHSIEMBIX MaTepHajax u
MOJIy4aeMOr0 KadecTBa OYHILCHHON IOBEPXHOCTH.
[IpoBeneH aHanM3 CTaHIApPTOB B OOJACTH IPEIOKpa-
CcOYHON 00pabOTKHM METaIOB Ha MpEeAMET TpeOOBaHUit
K KaueCTBY OYHMICHHOH MOBEPXHOCTH, IIEPOXOBATOCTH

u creneHn obedxupuBaHus. [IpuBeneHbl pe3ysIbTaThI
CpaBHEHHsI YETHIPEX THUIIOBBIX TEXHOJOTHI HpenoKpa-
COYHOW 00pabOTKH METAIIOB Ha MIPEAMET NPOU3BOJIH-
TENBHOCTH MpOIecca, 3aTpauMBaeMbIX MaTepUalioB
(oHeprUM) W TMOIYIaeMOro B pe3ysibTare 00paboTKH
Ka4ecTBa MOBEPXHOCTH.

KuaioueBble cioBa: abpasuBocTpyiiHas oOpa-
0oTka, abpa3suB, MEPOXOBATOCTh, KAUYECTBO ITOBEPXHO-
CTH, TEXHUKO-9KOHOMHUYECKasi 3P(PEKTHBHOCTE.

M.Yu. Kulikov, A.A. Kulkov

TECHNICAL AND ECONOMIC EFFICIENCY ASSESSMENT OF METAL ELEMENTS
ABRASIVE-JET PROCESSING IN RAILROAD CAR BODIES

The efficient and durable coloration of cars at
their manufacturing and repair needs preparation of
surfaces to be painted which consists in ensuring their
quality and forming proper roughness required for
painting and degreasing. The paper reports the standard
method offered for the assessment of technical and
economical efficiency of railroad car metal surface
processing with a free abrasive based on data of pro-
cessing modes, materials used and quality of a clean
surface obtained.

For this at the initial stage there was carried out
the analysis of standards in the field of a metal pre-
coloration processing for the purpose of the require-
ments to the quality of a surface to be clean, roughness
and a degree of degreasing. In the corresponding stand-
ards there are defined three basic groups of surface
preparation quality, which may be conditionally subdi-

Beenenune

TexHONOrnYecKuid Mpouecc MpPOU3BOA-
CTBa M PEMOHTAa BaroHOB BKJIIOYAeT oOIepa-
U0 00pabOTKH MOBEPXHOCTH KYy30Ba TMEPE
OKpackoil cBOOOJIHBIM abpa3uBOM JIsi NpU-
JaHUS [IEPOXOBATOCTH W OOECTIeueHUs Kave-
CTBa MOBEPXHOCTH, a TAK)KE€ XUMHUYECKYIO 00-
paboTKy 1 00€3KUPUBAHUS TTOBEPXHOCTU U

HccaenoBanue npodaeMbl

O06paboTka MOBEPXHOCTEH BaroHOB Iie-
pel  OKpallMBaHUEM  PErJIAMEHTUPYETCS
I'OCT 9.403-80 [10] u cOOTBETCTBYIOIIIMMHU
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vided into high, average and low quality. The assess-
ment of processing efficiency was carried out under a
condition of ensuring the first quality group. For that
there was carried out a comparison of four standard
technologies of metal pre-painting for the purpose of
the process efficiency, material consumption (power)
and surface processing quality obtained. The compari-
son has shown that the highest effectiveness has a
technology of thermal abrasive-jet processing. This
technology allows avoiding chemical agents use for
metal surface degreasing which allows decreasing ma-
terial capacity of the process and increasing considera-
bly a pre-painting productivity.

Key words: abrasive-jet processing, abrasive,
roughness, surface quality, technical and economic
effectiveness.

yAaJleHusd ¢ HEe€ OPraHMYeCKUX COEIMHEHHM
[1; 2]. Takoe coBmeleHHE TPUBOAUT K BbIIC-
JICHUIO TEXHOTCHHBIX OTXOJOB B BHJE OTpa-
OOTaBIIMX MOEYHBIX XHJIKOCTEH U 00e3XKHU-
PUBAIOIIMX COCTABOB M B LEJIOM YCIIOXHSIET
TEXHOJIOTMYECKUH POLECC.

uHCcTpykuusamu [8; 9], pazpaboTaHHbIMU CIie-
muaneHo a1 OAO «PXK». Ilpu ouunctke
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BaroHOB K TEXHOJIOTUU NPEIbSABISIOTCS Clie-
Iyro1ue TpeOOBaHUS:

1. O4HCTUTHh TMOBEPXHOCTH BaroHa OT
craporo jakokpacouHoro mokpeitusi (JIKII),
PKaBUMHBI U JIPYTHX TBEPIbIX SKCILTyaTalu-
OHHBIX 3arpsi3HEHUM 10 METALTUYECKOTO
osecka (crenenb ounctku | mam II B cooTBet-
crBuu ¢ OCT 9.403-80 [5]).

2. IlpupgaTth TOBEPXHOCTH IIEPOXOBA-
TOCTh, PErJIAMEHTUPYEMYIO CTAHIAPTOM WJIU
TpeOOBaHUSMU HM3TOTOBHUTENS JTAKOKPACOYHO-
T'O MOKPBITHSL.

3. O6e3XUpuUTh MOBEPXHOCTH BaroHa.

B mpomnecce ouncTku BaroHoB BbIpada-
THIBAIOTCSl IIPOU3BOJICTBEHHBIE U TEXHOJIOTU-

V. :Vn.o. +VT.O.

omx

I'me Vomx — o0mmii 006éM 0Tx0108B; Vo —
MIPOU3BOJICTBEHHBIE OTXO/BI; VT.0 — TEXHOJIO-
rMYecKue OTXO0Jbl; Vo — TBEpAbIE MPOU3-
BOJICTBEHHBIE OTXOJIbI (OCTAaTKH CTapOMl Kpac-
KM W 3arpsi3HeHU); Viomacn — TMPOU3BO/I-
CTBEHHBIE OTXO/bI MAaCISTHUCTOTO XapakTepa;
Viox — JXKUAKHE TEXHOJIOTMYECKHUE OTXO[bl
(ITAB u pactBopurenn); Vio.np — TBEpAble
TEXHOJIOTHYECKHE OTXOAbI (Apo0h W abpa3u-
BbI).

CreneHb OYUCTKHM MOBEPXHOCTU Xapak-
TEpU3yeT Ka4eCTBO MOATOTOBKU MTOBEPXHOCTH
K OKpalIuBaHMIO. Pa3Hble MeTOJbl OUYMCTKH
ITO3BOJISIIOT JOCTHYb Pa3HbIX creneHen. Mn-
CTpYKLIMEH JOMYyCKaeTcs IepBas WIM BTOpas
crenenb (crenenb 1 mmu 2 nmo 'OCT 9.402-
80) OUYUCTKH pu PEMOHTHO-
BOCCTAaHOBUTEIIEHOM OKpAIINBAHUU:

— CTeIeHb OYMCTKU MPH JpoOecTpyiHOI
oOpabotke — 1;

— CTEMeHb OYHMCTKHU MpHU JIpOoOEeMETHOM
obpaboTke — 2;

— CTeleHb OYMCTKU MpPU T'MIIpoadbpa3uBs-
HOM oOpaboTke — 1;

— CTENEeHb OYMCTKU MPHU 00paboTKe CH-
cremoii I'’JIA (razoaunamuyeckuii arnmapar) — 1.

JKene3HomOpOXKHBINM BaroH MpeacTaBis-
eT co0oil KpYyMHOrabapuTHYIO KOHCTPYKLHIO
C IJIOMIAJbI0 BHELIHEW moBepxHocTH S = 250
M2, Manompou3BouTeIbHEIE METOABI 00pa-
OOTKM HE MOTYT IIPOM3BECTH OYMCTKY BaroHa
obicTpo. [ToaTOMYy BBICOKAsT TTPOU3BOAUTEID-
HOCTb — Ba)KHBII KpUTEPHUIl CpaBHEHUSI.

—V
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I1.O.1B

yeckue oTxofbl. K mpon3BoACTBEHHBIM OTXO-
JaM OTHOCSITCSI OCTaTKU CTaporo JIaKOKpa-
COYHOTO TMOKPBITUS U JPYIHX 3arpsa3HEHH
[3-5], ymamsembIx ¢ BaroHa, T.e. HMPOJIYKTHI
ourctku [6]. B cpemnem Ha maccaXxMpcKoM
BAaroHE TaKUX OTX0A0B okojo 50 Kr, U mpu-
MepHO Ha 90 % 3TO cTapoe JIaKOKpAacO4yHOE
MOKPBITHE.

TexHonoruueckue OTXOIbl — 3TO MPO-
TYKTBI, 00pa3yroImuecs: B pe3yiabTare Mpou3-
BoZCTBa paboT no ouuctke. K 3TM oTxomam
MO>XKHO OTHECTM OTpabOTaBLIME pPacTBOpPUTE-
JU U MOEUHBIE >KUIKOCTH, HCIIOIb30BAHHBIN
abpasuB H T.1.

+V.

I1.O.macn
[Tpu olieHKe MPOU3BOJUTEIBHOCTH TPO-
[[ecca OYMCTKHU BBIPa3UM €€ dyepe3 Bpems 00-
pabOTKH, IPUHSB, YTO

S
T, = ;;2 +T,, +T.+2T,,

obw

+V, +V.

I1.O.x I1.O.ap?

rae Se.. — 00mIas iomanas BaroHa; I/ — mpo-
W3BOJIUTEIIBHOCTh THIIOBOTO APOOECTPYHHOTO
(npobemérHoOro) ammapara; 7m — BpeMsl MOW-
ku BaroHa (3 4); Tc — BpeMs CyIIKu BaroHa (2
4); To — Bpems 00ayBku Barona (0,2 4).

OT KoJMYecTBa WCHOIB3YEMBIX TIPH
OUYHCTKE PACXOIHBIX MaTepUaIoB BO MHOTOM
3aBUCHUT KOHEYHas ce0eCcTOMMOCTb Bced 00-
paboTKH B IIENIOM, a TakXKe HKOJIOTHMYECKHe
nokasarenu [7]. [lpu ourcTke MCHOIB3YIOTCS
ITAB, npo6s u tomnmuso. IIpu onenke mare-
pUATOEMKOCTH TIpoIiecca MPUMEM, YTO pac-
X0 1pobu Ha BaroH My, = 50 kr (3HaueHue
MIPUBEICHO C YYETOM CHCTEMBI PEKYyIIepaIu,
BO3Bparawmed 10 95 % npobu obpatHO B
anmapatsl), pacxon [IAB Ha BaroH Mpas =
150 n, pacxon TomnuBa Ha Baron Mt = 120 1.

st cpaBHEHHSI TIPEIIararoTCs YeThIpe
TUTIOBBIE TEXHOJIOTMU OUHCTKHU:

1) npobectpyiiHas 0oOpaboTka B coBMe-
IIEHHH C TOBEPXHOCTHO-AaKTUBHBIMH Bellle-
ctBamiu (ITAB);

2) npobeméTrHas 00paboTKa B COBMeIIIe-
auu c ITIAB;

3) runpoabpaszuBHas 00pabOTKa B COB-
memennu ¢ [TAB;

4) cucrema I'JIA.
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B Tabmume mpeacTaBieHbl OCHOBHBIC OYHCTKH.
CpaBHUTEIbHBIC MoKa3aTen npoiecca
Tabnuia
TexHUKO-?5KOHOMHYECKHUE MOKA3aTeNn MPOLecCca OUUCTKU
OTXO01FbI, KT [IpousBoauT. Marepuaibl
CreneHb
MeTopl OYUCTKH OTHCTRI
5 § T 0011 H061u
el 5| & | & 2
g g 2 g & = =
S| S S | > = | = | S
Hpobectpyiinass  oOpa- 15
60tka + [IAB 50| 5 | 150 | 50 1-2 17,9 13,9 50 0 0
Hpobemérnas oOpaboTka 15
" TIAB 50| 5 | 150 | 50 2 6,4 39,0 50 0 0
I'unpoabpa3uBHas oOpa- 15
6orka - TIAB 50| 5 | 150 | 50 1 18,8 13,2 50 0 0
Cucrema [TTA 50| 5[ 0 |50 1 82 | 304 |50 | 0 | %
3aki0ueHue

CpaBHUBaeMble TEXHOJOTHH OJIM3KHU IO
KOJIMYECTBY HCIIOIB3YEMBIX IIPU OYUCTKE Ma-
tepuanoB. Cucrema I'’JIA mo3BossieT He npu-
MeHaTh [1AB, omHako HCHONIB3yeT TOIUIMBO,
MOATOMY JaJbHEHIINI pacu€r BEAETCS UCXO-
1 U3 cooTHoIennsa croumoctu I1TAB u toIr-
JIUBA.

IIo KOJIMYECTBY NPOU3BOIUMBIX OTXO-
JIOB TpUMEHsSEMble TEXHOJOIMH 00JaJaroT
IIPUMEPHO PAaBHBIMM IOKA3aTEISIMU, & CUCTE-
Mma ['JIA no3BosisseT yMeHbIIUTh 00BEM OTXO-

CIIMCOK JIMTEPATYPbI

1. EBceeB, H.I'. Ouenka sddexTuBHOCTH mpolecca
00paboTKM TIOBEpXHOCTEH BaroHOB Mepe] OKpac-
kot / 1.T'. Ercee, A.A. KynskoB, A.}O. KopsrTo
// MetamtoobpaboTka. - 2016. - Ne 4 (94). - C. 66.

2. Escees, [.I'. Bimsane mapaMeTpoB apoOecTpyii-
HOH ra30iMHaMUYECKON 00pabOTKK Ha MPOHU3BOIH-
TEJILHOCTh OYMCTKH IIOBEPXHOCTEH IIPH pPEMOHTE
BaronoB / JI.I'. EBceeB, A.A. KynbkoB // Hayka u
TEXHUKA TpaHCIopTa: Hayd.-uHdopm. co. - 2009. -
Ne 2.-C.24.

3. Kynbkos, A.A. OcobeHHOCTH abpa3uBHO-CTPYHHOI
00paboTKH METAITHYECKHX TIOBEPXHOCTEH Mepen
okpaumBanueM / A.A. Kynekos, M.A. Jlapuonos //
Haykoemkue TEXHOJOTMM B MAIIMHOCTPOEHHH. -
2018. - Ne 12 (90). - C. 15.

4. Kymbkos, A.A. TexHonornueckue pexxumsl yibTpa-
3BYKOBOTO JKHJIKOCTHOTO MaTHpOBaHHsS METallId-
yeckux nosepxnHocreii / A.A. Kynskos / Mertano-
obpabotka. - 2017. - Ne 6 (102). - C. 51.

67

noB Ha 150 m orpabotaBmmx IIAB, 4uro co-
crapisiet 6osee 50 % Bcex OTXOMIOB.
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