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ONPEAENEHUE COOTHOLWUEHUA TEMNEPATYPbI NOJIMMEPA HA BbIXOAE
COMNA FFF/FDM 3D-NMPUHTEPA U AJIUHbI AKTUBHOW (FTOPAAYEN) YACTU
ONsA PA3NMUYHBIX NMMHEWHBIX CKOPOCTEN NMEYATU

OnucbiBatotcs 6a3oBble npobnembl FFF/FDM 3D-nevatu, cBA3aHHble C NOBeAEHMEM pacnnaBa nnactuka B ropsiyert 4acTu aKCTpyaepa.
MpencraeneHa paspaboTaHHast Hay4YHbIM KONMEKTUBOM [1epMCKOro HaLMOoHanbHOro UCCNenoBaTenbCKOro NOMUTEXHUYECKOro yHuBepcuteTa 6o-
nee MoGWnbHas U NErkoAoCTyNHas TEXHOMOMUA neYaT NONMMEPHbIX U3OENWi COXHOW reoMeTpuyeckolt popmbl Ha ocHoBe FDM-TexHonorum
3D-neyatu. MpuBoaMTCS CpaBHEHWE CTaHAAPTHOTO M pa3paboTaHHOro aBTopamu CTaTbu SKCTPYAEPOB.

CpenaH BblBOA O TOM, 4To TexHonornss FDM ganeko He MOMHOCTBLIO packpbinia CBOW NOTEHUMan n3-3a LUMPOKOro CNeKTpa TEXHUYECKUX
npobnem. PaccmMoTpeH Kpyr BONpOCoB, KOTOPble HEO6XOAUMO PeLUNTb AN YCMELHOro U3roTOBNEHWS NONMMEPHbIX U3AENWIA MPU NOMOLLM AAHHO
TexHonorvn. BelABMHYTLI rMNoTe3bl U NYTW peLleHns npobnem. PaccMoTpeHbl NepcnekT1Bbl AaHHON TEXHOMOMMK, a Takke AaHa OLeHka ee nones-
HOCTM B NPOM3BOACTBE 1 AN obLlecTBa.

MpepcTaBneHa MeToaMKa W pesynbTaTbl MOAENMPOBAHWA MOBEAEHWS pacnnaea MoNMMEpHOro mMartepuana BHyTpu conna FFF/FDM
3D-npuHTepa ocobon opmbl. B kayecTBe cpefbl MOAENMPOBAHWA AN ONpeAerneHNs paBHOMEPHOCTW Harpesa ropsivyert 4actu CTaHAapTHOro
9KCTpyAepa 1 aKCTpyaepa HoBoro Tuna ncnonb3osancs Solid Works Simulation. [Ins pacyeta makcvMarnbHOW CKOPOCTU NMPOXOXAEHWS nonMmepa
yepes conso pa3paboTaHHOro aKCTpygepa npu ycrnoBMn paBHOMEPHOrO Mporpesa ropsivert yactu (conna) 6bina noctpoeHa MynbTudmanyeckas
ocecnMMeTpuYHasi matemaTudeckasi mogens B nakete Comsol Multiphysics, cogepxaluas TennoByto U 9NEKTPOMarHUTHYIO 3agayn.

PesynbTaTbl MOAENMPOBaHUS MO3BOMSIOT OMPeAenuTb COOTHOLLEHWE CKOPOCTU NevaTtyl, ANvHbI U TemMnepaTypbl NPorpeBaeMoi YacTi Ans Asyx
BUOOB nonvvepa. [laHHasi 3aBMCMMOCTb MOXET BbITb MCMOSb3oBaHa Afsi OCYLLECTBIIEHUS PErynMpoBaHns TeMnepaTtypbl COMa U CKOPOCTU Noaaym nomnu-
MEpHOI HUTK HENOCPeLCTBEHHO BO Bpems nevaTn.Takoe perynmpoBaHue no3sonunT obecneunTs Goree BbIcokoe Ka4ecTBO M3roTaBnBaeMblx OOBEKTOB.

KnioueBble cnoBa: FFF, FDM, 3D-nevyatb, HepaBHOMEPHbIN HarpeBs, 3KCTPyAep, MaTematuyeckoe moaenvposanve, 3D-npuHTep, kave-
CTBO nevatu, punameHT, Conmno.

E.V. Matveev, L.I. Bezukladnikov, D.N. Trushnikov, V.S. Bogatyrev, A.A. Oskolkov
Perm National Research Polytechnic University, Perm, Russian Federation

RATIO OF POLYMER TEMPERATURE AT THE END OF FFF/FDM 3D-PRINTER NOZZLE
TO LENGTH OF ACTIVE (HOT) PART FOR VARIOUS LINEAR PRINT SPEEDS DEFINITION

This article describes the basic problems of FFF / FDM 3D-printing relates to the behavior of plastic melt in the hot part of the extruder. A
more mobile and easily accessible technology for printing plastic products of complex geometric shapes based on FDM technology of 3D-printing
developed by the scientific team of Perm National Research Polytechnic University is represented. A comparison of a standard extruder devel-
oped by the authors of the article is given.

It is concluded that FDM technology has not fully revealed its potential due to a wide range of technical problems. The range of issues to
be solved for the successful manufacture of plastic products using this technology is considered. Hypotheses and ways of solving problems are
being put forward. Prospects of this technology are considered, as well as an assessment of its utility in production and for society.

The methodology and results of modeling the behavior of the polymer melt inside the FFF/FDM 3D printer special shape nozzle are pre-
sented. SolidWorksSimulation was used as a modeling environment for determining the eveness of heating of the hot-end of a standard extruder
and a new type extruder. To calculate the maximum polymer passage through the nozzle of the developed extruder under the condition of even
heating of the hot-end (nozzle), an multi-physical axisymmetric mathematical model was constructed in the ComsolMultiphysics package, which
containing a thermal and electromagnetic tasks.

The simulation results allow to determine the ratio of print speed, length and temperature of the heated part for 2 types of polymer. This
dependence can be used to control the temperature of the nozzle and the feed rate of the polymer thread directly during printing. Such regulation
will ensure a higher quality of manufactured objects.

Keywords: FFF, FDM, 3D-printing, uneven heating, extruder, mathematical modeling, 3D-printer, printing quality, nozzle, filament.
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BBenenue

B HacTosimee BpeMs pa3iHUYHBIC TEXHOJIOTHHU
3D-neyaTy He MPOCTO AKTUBHO BHENPSIOTCS B IPO-
W3BOJCTBEHHBIN MPOIIECC, & YK€ CTAIH MPOBEPEHHBIM
WHCTPYMEHTOM Ha COBPEMEHHBIX MaJbIX M OOJNBIINX
npeanpusaTHsx. OJHONW W3 CaMbIX MPOCTHIX, HAICK-
HBIX W CTapbIX aJAUTHUBHBIX TEXHOJOTHIl SBISETCS
FDM/FFF 3D-meuats, KoTOpas Obuta paspaboTaHa
B koH1le 80-x rr. kommanueu Stratasys [1-11]. He-
CMOTpPSI Ha 3HAYMUTEIbHYIO MOMYJSPHOCTh U PacHpo-
CTpaHEHHE B MPOW3BOJACTBE CETOIHS, CaM TEXHOJO-
TUYCCKUI TIPOIECC «BHIPAIIMBAHUSY HU3CIHS ATCK
oT uneana. CBsI3aHO 3TO C Pa3IUYHBIMU MPOOIEMaMH,
BO3RHUKAIOIIMMU TPU SKCTPYIUPOBAHUH paCIUIaBIICH-
HOro nojuMmepa uepe3 comuo [11]. BHemHudd Bujg
JKCTpyAepa MpecTaBieH Ha puc. 1.

N

Puc. 1. CtangapTHeIi 3KCTpynEp
i1 FDM/FFF 3D-nieuatu

Oxctpynep 3D-mpunTepa COCTOMT H3 ABYX
KOMIIOHEHTOB: TOpsiY€d M XOJIOAHOM yacTteil. Xoyoa-
Hasi 4acTb OKCTpyJepa MpeAcTaBiseT coOoi Io-
JalOLIMI MEXaHU3M, 4epe3 KOTOPbI OCYLIECTBIISIET-
cs mojaya (hUIAMEHTa B TOPSYYIO YacTh IKCTPYyZe-
pa. ®unameHT npexacraBisieT co00 MOIMMEPHYIO
NpoOBOJIOKY (TIpyTOK) nuameTrpoMm 1,75 MM B TBep-

JIOM COCTOSIHUM. ['opsiyast yacTh dKCTpynaepa mnpea-
CTaBIseT COOOI COBOKYITHOCTb 3JIEMEHTOB, B KOTO-
PBIX IPOHCXOAMT IEPEXOA IOAaBaEMOr0 TBEPAOTO
¢unaMeHTa B paciuiaBieHHOe cocTossHue. Ha puc. 2
IpEeACTaBICHA CTPYKTypHas CXeMa CTaHAapTHOTO
skctpyaepa mns FDM/FFF 3D-nedatu. I[lapamerpsr
TAKOTO AKCTPyZepa NpHUBEIEHBI B Ta0I. 1.

Tabmuua 1

[TapameTpsl cTaHAAPTHOTO 3KCTpyAEpa

Ne
W ITapamerp 3HaueHHe
1 |Twum HarpeBa KonTtakTHbIi
2 Tun HarpeBaTeLHOTO PesucTuBHbBIN
3JIEMCHTa MaJIbYMKOBBIN
3 ITukoBast MOIHOCTH 75 Bt
HarpeBaTess
4 |Hanpsokenue 12-24 B
5 |V Harpesa go 200 °C ~60 ¢

MaxcumansHas 7 coma {250 °C (npu Hammanu ted-
JIOHOBO# TpyOKH), 380 °C
6 (Ipy LiesIbHOMETaJIYe-
CKOM TepMoOapbepe 6e3

Te(I0HOBOH TPYOKH)

7 |Topsiuas macca 35r

JIOTIOTHUTETFHO CTOUT OTMETHTH, YTO Macca Io-
JIUMEpa, KOTOPYI0 HEOOXOJMMO IOCTOSHHO MOJIEp-
JKMBaTh B COCTOSIHMM paciuiaBa BO BpeMs Ile4YaTH, MpH
CpeIHeW JMHEWHOW CKOPOCTH Tofauu (uIaMeHTa
30 mMm/c coctaBisier 1-1,7 r [12].

B cpene monenupoBanus Solid Works Simula-
tion ObUIa MPOAHATM3UPOBAHA TEIUIOBAsI MOJIENb CTaH-
JAPTHOTO 3KCTpYyIepa, MPeCTaBICHHAS Ha PUC. 3.

HecMoTpst Ha HE3HAYUTENBHYIO TEIJIOBYIO MacCy
(35 1), B maHHOM JKCTpyZepe NMPUCYTCTBYET Harpena-
TEIHHBIN 3JICMEHT, TEIUIOBas Macca KOTOPOrO OTHO-
CUTETIbHO BCEH CHUCTEMBI B I[EJIOM JOCTATOYHO BEIH-
ka [13]. CnencTBreM 3TOTO SBIAETCS TO, UTO JaHHAS
KOHCTPYKLMSI 00JlaiaeT 3HAYUTEIbHON TEIUIOBOU
WHEPIHUOHHOCTHIO M IMEECT DS HEIOCTATKOB, CBI3aHHBIX

E3D V6

TedmonoBas TpyOxa

Paguarop
Kynep

TepmoOaprep

HarpeBarenbHsIii 010K
C HarpeBaresIeM U TePMUCTOPOM

Cormwto

Puc. 2. CtpykrypHas cxema ctangaptHoro skctpyaepa aist FDM/FFF 3D-newatn

71




Mameeee E.B. u op. / Becmnux I[THUITY. Mawunocmpoenue, mamepuanogedenue, 1 (2020) 70-78

Y el-EB-E@-a
. i
i hemen Menese

Eeme-

ampene

Tpesmepnuie g | Harehet 80001 i Tepmmmsecaas |

T Mo
SOUIDAORES Premium 2010 P4

om | MBD | Flow Sirton | SOUDWORKS Wiusize | COMSOL Mubiphysics

—_—
[
gl
Bt
R=:
‘_ 1.15%e00
o2
o

+.206e
125

Hepsrgemnumed Pusseneerca Chopes [TT7e

Puc. 3. TeroBas MoJienb CTaHIAPTHOTO IKCTpYyJepa

C MPOLECCOM 3KCTPYIUPOBAHHSA MaTepHana U CaMUM
nporeccom 3D-nevaTu:

1) Gonpimas TeroBasi Macca — HEKOHTPOJIMPYE-
MO BBITEKAIOIINH MOJMMEP BO BPEMsI IIEPEXOI0B HIIH
nay3bl, HOATEKU Ha yIJlaX M3-3a MOBBIIICHUS TeMIlepa-
TYPBI M IOHIXKCHUS CKOPOCTH;

2) HU3KOCKOPOCTHOH PETYJISITOp — OTCYTCTBHE
BO3MOXXHOCTH TTOIEPKUBATh TPOLIECC IKCTPY3HH C 3a-
JAHHBIMU TIapaMeTpaMH IPU W3MEHEHHH BHEUIHUX
(haxTOpOB (HEpaBHOMEPHBIN HaMETp MpYTKa, U3MEHe-
HHUE CKOPOCTH TIOJIauH IIPYTKA);

3) CJIOKHOCTH MeYyaTH yIpyruMHu (uiiamMeHTamu,
(huaMeHTaMu ¢ BBICOKOH TEIUIONPOBOJIHOCTBIO M TO-
mmepamu ¢ BeicokuMm TKJIP (TemmepatypHbIM KO3(-
(unmenTom nuHelHoro pacuupenus). [lockonbky mno-
auMep 00JafaeT BBICOKOHM TeIulonepenadeii, 30Ha pac-
IUIaBa YBEJIMYMBACTCS, IOJ[aBacMasl TIaCTUKOBAsI HUTh
pacmmpsieTcs ¥ 3aCTpeBaeT B TpyOKe TepModapbepa.

B coBpemennsix 3D-mpuHTEpax OCHOBHBIMHU IIa-
pameTpamy, OTBEYAIOLIIMMH 3a JSKCTPY3HIO IOJIMMEpa,
SBIIIOTCSA TEMIIEpaTypa COIUIa M CKOPOCTh Mojaud (hu-
JameHTa B 3KkcTpyzep. Ilpu yBenmueHun ckopocT meda-
TH, a TOYHEE yBEJIMYECHUH OObEeMa IPOXOJIIEro depes
9KCTpYZEp MOJIMMEpa 33 EANHHUITY BPEMEHH, U3MEHSIETCS
TEIIOBOM OayaHC paciiaBa IacThKa. KiroueBbIM (ak-
TOPOM, 00€CIIEYNBAIOIIIM CTAOMIBHOE Ka4eCTBO 3KCTPY-
3UM Mareprajia IpH HOBBIIICHUH CKOPOCTH TTOAadH I10-
JIMMepa B TOPAYYIO YacTh SKCTPyZAepa M CKOPOCTH €ro
Hepexozia U3 TBEPJIOro COCTOSIHUS B COCTOSIHHE pacIuia-
Ba, SABIIETC COXPAaHEHHE PAaBHOMEPHOCTH IIPOIpeBa
B ropsiueil yactu skcrpyzaepa. [Ipu 3HauUMTENbHBIX CKO-
POCTSIX 1 OOJIBIIOM JIMaAMETpe HarpeBaeMon TpyOKH Tep-
MoOapbepa U KaMepbl paciulaBa TeMIIEpaTypHOE II0JIe
paciuiaBa He SIBJISETCS paBHOMEpHBIM [ 14].

B kadecTBe anbTEPHATHUBBI KJIACCHIECKOMY
FFF/FDM-akcTpynepy aBTopamu Obul pa3paboraH

72

SKCTPYAEp HOBOTO THIA, M300pakeHHBIH Ha puc. 4.
HoBu3na naHHOrO ycCTpoOMCTBa 3aKIIIOYAETCsl B HC-
I0JIb30BaHUN OECKOHTAKTHOTO CIIOC00a HarpeBa ropsi-
4Yel 4acTh SKCTpy/epa U OONBIION IUTOMAaad OBEpX-
HOCTU HAarpeBacMOW 30HbI, HU3KOW TEIJIOBOW MAaccChl
ropsdeil 4acTu 3KCTpyJiepa, HU3KOH Macchl pacIulaBa.
[TapameTpsI Takoro SKCTpyAepa NPUBEACHHI B Ta0I. 2.

Puc. 4. PazpaboTaHHbIi SKCTpyaep

Tabinuna 2

[TapameTpsl pa3pabOTaHHOTO FKCTPYAEPaA

HJZ('; [Tapamerp 3HaueHHe
1 |Tun Harpesa beckoHTaKTHBIH
’ Tun HarpeBatenbHOr0 | TOKHM BBICOKON 4aCTOThI
3JIEMEHTA
3 IIukoBas MomHOCTh Ha- | 700 BT
rpeBarens
4 |Hanpsbkenue 24 B
5 |V narpesa go 200 °C ~2c
6 |Makcumanbas T coma | 1000 °C
7 |Topstuast Mmacca 1,161
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Puc. 5. TennoBast Mmonens pa3paboTaHHOTO SKCTpyaepa

B cpene moxenuposanus Solid Works Simula-
tion Taxxke OBUIa IpOaHAIM3WPOBAHA TEIUIOBAS MO-
Jenb pa3padOTaHHOTO 3KCTpylepa, MpelcTaBlIeHHAS
Ha puc. 5. OTIUYATETPHBIMU OCOOCHHOCTSIMU SIBJIS-
IOTCS: BBICOKHH TpajMeHT TEeMIepaTypbl Topsuci
YacTH, YBEIWYEHHas IUIOIAAb KOHTAKTa IOJHMepa
C 30HOW HarpeBa (CTEHKAaMHU COIIA), PaBHOMEPHBIH
NPOrpeB CoILIa.

st pacuera MakCUMalIbHOM CKOPOCTH MPOXOK-
JCHUS MOJHMMepa 4epe3 COILUIO pa3pabOTaHHOTO BKC-
TpyZepa IpH YCIOBUH PABHOMEPHOTO MPOTpeBa ropsiieit
yacT (coruia) Oblia MoCTpoeHa MyJlbTH(HU3NUEcKas
OCECHMMETpHUYHas MaTeMaTH4ecKas MOJeNb B MaKeTe
Comsol Multiphysics [15—17], conmeprxkariasi TSIUIOBYO
Y 3JICKTPOMArHUTHYIO 3a/1aull B pOPMYIIHPOBKax, pac-
CMOTpPEHHBIX JaJiee.

DJIeKTPOMArHUTHASA 3aa4ya

Jns ynpomeHus npouecca MOJIeUpoBaHus Oy-
JeM CUHuTaTh, YTO HArpy3Ka CHJIOBOTO HCTOYHHKA
(MHIYKTOp) SIBISIETCS COTJIACOBaHHOM, YacToTa KoJie-
0aHUil MOJCTpauBaeTCsl aBTOMATHYECKH M, COOTBET-
CTBEHHO, B K&)XIbIi MOMEHT BPEMEHH B BHTKE HH-
JQYKTOpa MPOTEKaeT rapMOHMYECKUI TOK / U3BECTHOM
BCJIMYMHBL. B 3TOM cllyyae 3JieKTpOMarHUTHBIC MPO-
[IeCCHl B TAKOH CHCTEME ONUCHIBAIOTCS NPEICTABIICH-
HOW HWXKE cUCTeMO# nuddepeHIraIbHbIX ypaBHe-
HU OTHOCHUTEIHHO KOMIUIEKCHOTO BEKTOPHOTO Mar-
HUTHOTO IIOTEHIHAJIA, HMEIOIIEr0 eIHHCTBEHHYIO

cocraBisifomtyto 4, : 4=(0,4,,0).
Jus obmacti mpocTpaHCTBa, 3aHUMaeMon pabo-
YHUM TEJIOM,

jcocsA+V><(u81V><A). €]

s oGmacTy mpocTpaHCTBa, colepKamiei i-il Bu-
TOK MHAYKTOpA,

ijA+V><(u;1V><A) :G—U’,
2nr
I+ ijcAwdSi;
S
j —dS

; .. ol
J, =—jocd, +—* )

2

Jis obnactu mpocTpaHCTBA, 3aHUMAaeMOW KOH-
LEHTPAaTOPOM MAarHUTHOTO NOTOKA,

JOGA+Vx(u,'VxA4)= ol ;
2nr
Ijm6A¢dSk
Uy =2——;
GI—dSk
5, 2nr
i={J,ds=0;
. . oU
J =—jocAd +—*. 3
0 =00 2mr @
JI1st OKpY’KaroIIero BO3ayxa
Vx(u,'Vx 4)=0. 4)

Bo Bcex BbIIICNPUBEICHHBIX ypaBHEHUSAX G —
9JIEKTPOIIPOBOJHOCTh MaTepHaia (MaTepualia coria
40X13, marepmana KaTymIKH HHIYKTOpa — ME.H,
BO3/lyXa); ® — YIJIOBasl 4YacTOTa; j — MHUMasl CJMHUIIA;
Wo U € — MarHWTHasl ¥ AUIJIEKTPUUECKasl IPOHHUIIae-
MOCTH BaKyyMa COOTBETCTBEHHO, o= 1,256-107°,
£ =28,85-10" 12 ®/m; J, — IIOTHOCTH TOKA B PIH,Z[yKTOpe,
7 — panuanbHas KOOp/AMHATA; S; — IUIOLIab MOIepPEeYHO-
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IO CCUCHHUS UHIYKTOPA; S; — IUIOMIA b TOIEPEYHOTO Ce-
YeHUs] KOHICHTpaTopa; U; — IepBOHAYAIbHO HEH3BECT-
Hasi pa3HOCTb MOTEHIMAJIOB, MPHIOKEHHASI K i-My BHUTKY
uHAykTopa; U, — HaBeICHHAs Pa3HOCTh IMOTCHIIMAJIOB
Ha KOHIEHTpaTope; / — DIIEKTPUYECKUI TOK, MpOTe-
KaroIii B BUTKaX MHAYKTOpa (3a/1aBacMast BEJIMIMHA).
KomruiekcHast BeJIMYMHA TIOJHOTO HaMpsKe-
Hus U, TIPUIOKCHHOTO K HHIYKTOPY, ONPEICISICTCS
Kak anreOpanveckas CyMMma 3HAUCHHHA HAIPsDKEHHS
Ha BCEX BUTKaxX. BeauuuHa 3TOr0 HaNpSIKCHUS y4H-
TBIBACTCS TPH pacyeTe aKTHUBHOW M PCAKTUBHOMN
MOIIHOCTEH, MOTPEOIIEMBIX paccMaTpUBACMON CHC-
TEMOM. 3aBHCHIIEE OT YACTOTHI DKBUBAJIIEHTHOE KOM-
TJIEKCHOE COTPOTHBIICHUE TAKOW CUCTEMBI OIpeesIs-

.U
ercs Kak Z=7.

I'paHnyHBIMU YCIOBUSIMM paccMaTpUBacMoOM 3a-
Jlaud, ONUChIBaeMoW cucteMol ypaBHeHui (1)—(4),
MOXHO CYUTATh YCJIOBHE CHMMETPHH OTHOCHTEIHHO
OCH z ¥ MarHWTHOW M30JSILMM HA BHEITHUX TPAaHUIAX

pacuerHoii obmactu A4, = 0.

TenJsioBas 3agaua

HNHaykrop B paccMaTpuBacMON CHCTEME OXJIak-
JlaeTcsl 3a CUeT TEIIOBOTO KOHTAKTA C BHEIIHEH LIMINH-
JIPUYECKON ONpaBKOH, UrparoIleil poib KopIryca, KOTo-
pas, B CBOIO OYepe/lb, MEXaHHIECKH COECJMHEHA C pa-
JIMaTOpOM 3KCTPYZAEpa, HMEIOIIUM IPUHYIUTECIbHBIN
001yB. BepxHsist yacTh coruia (BbIIIE TIPOTOYKH) TaKKe
SBJIICTCSL OXJIAXIAEMOM 3a CYET TEIIOBOrO KOHTaKTa
C COOTBETCTBYIOUIEW YacTbl0 LMIMHIAPUYECKON OIpaB-
K. 71t yrpomenus peraeMon 3ajaun Oy1eM CUUTaTh,
YTO yKa3aHHBIC TETUIOBBIC KOHTAKTHI SIBJISIIOTCS Mealb-
HBIMH, @ OXJIOKACHHWE O3KCTPyAepa MOCTATOYHO IS
obecrieyeHHs1 OXJIaXAEHUs MHIYKTOpa. COOTBETCTBCH-
HO, TEMIIEpaTypa B WX OOBEME SBISETCS MOCTOSHHOM
u He npebimaeTr BemmanHbl 7= 50 °C. IIpu Takom mo-
MYIIEHUH MAaTeMaTHyecKasi MOJENb HECTALMOHAPHOIO
TEIJIOBOTO TIpoliecca HMHAYKIIMOHHOTO HarpeBa 3aro-
TOBKH COCTOMT BCETO U3 IByX YPaBHEHUIL:

orT B 00JIaCTH HarpeBaeMoro COILIa;
o L _vivr=1? P
P ot 0 B mpouux obaacTsaX MOJEINH.

3neck p, C,, A — IIIOTHOCTb, YJIENIbHAS TEMIOEM-
KOCTh M TEIUIONPOBOJHOCTh Marepuaia COOTBETCTBYIO-
et cpensl, 3aBHCsIIEe oT Temmeparypsl 1, p =p(T),
C,=CT), A=MT); O — ynenbHas MOIIHOCTb UCTOU-
HUKA Teria, 00eCIeYnBaIoIIas HHAYKIIMOHHBINA HATPEB
paboyero y3ia BUXPEBbIMU TOKAMHU,

0 :% = mZG(ALPA;);

J =—jooc4,, &)
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rae J — nelcTBylollee 3HaueHHE TUIOTHOCTH HaBe-
JIEHHOTO TOKa B 00BeMe (PEeppOMarHUTHOTO COILIA;
A, — KOMIIJIEKCHO-CONPSKEHHOE 3HAYEHUE MAarHMT-
HoTo noteHnuana. [lepegadeit Temnna B BUae KOHBEK-
OUA W U3IYyYeHUS B CHCTEME MOXKHO TpeHeOpedb
B CHJIy MAJIOTO BKJIaJla 3THX MEXaHU3MOB II0 CpaBHe-
HHUIO ¢ TeIUIonepenayeil B pe3yiapTaTe TEIIONPOBOI-
HOCTH MaTEepHUaJIOB.

I'pannyHbIM ycnoBUEM XN NaHHOM 3ajadu
MOXHO MpHUHATH ycinoBue Heilimana d7/dr=0 Ha
OCH CHMMETpUHU. B 00JacTH MHAYKTOpa M KOHIICH-
TpaTopa, UMCIOIUX TPUHYIUTECIBHOE OXJIAXKICHHE,
cantaeM T = const = 50 °C. Ha BHemrHHX TpaHHUIIaxX
pacyeTHO¥W 00JacTH 3amaeM YCJIOBHE TEIIOOOMEHa

roT
¢ OKpyXKalolel cpenoit —a—zk(T—Tg), rue k —
n

kodddunuent remwrootnaun; 7, — TeMiIeparypa okx-
py’Karomiei cpenbl; 7 — BEKTOP BHEIIHEH HOpMaiu
K rpaHHILe.

Jns mpencraBieHus yKa3aHHBIX 3aJad B HH-
tepdetice Comsol Multiphysics MoXHO BOCIOJIB30-
BaThCs CTAaHIAPTHHIMU (QU3HUECKHMHU HHTEpdeiicamu
Magnetic Fields (mf) u Heat Transferin Solids (ht).
O6e 3amaun MOTYT peIIaThCsi COBMECTHO B paMKax
OJTHOH MOJIENTH 32 CUET WX CBSI3U IIOCPEACTBOM KO-
yieBa Ternia, onpezesnsieMoro mo ¢gopmyie (5) [18, 19].
Vcxonuble naHHBIE IS MOJESIUPOBAHMS IIPUBEICHEI
B Ta0JHIIE HUXKE.

HavanpHble yCIOBHS MPUHATH B BUIE BBIpaXKe-

maii A,|,,=0, T|_=T,, v[,=0, p|,,=0.

B xome momenmpoBaHWs pemianach HapameT-
pudeckas 3ajgada ONpeeNeHUs] COOTHOIIEHUS TeM-
mepaTyphl HarpeBa SKCTPYAUPYEMOTO paciiiaBa Ha
BBIXOJIC COIUTA M JJUHBI aKTUBHOH (TOpsdeil) gactu
I pa3fiUuHBIX JTUHEHWHBIX cKopocTteil neuatu. [le-
pecueT JIMHEWHON CKOPOCTH Me4yaTH B CKOPOCTH IO-
a4y MaTepuaia Ha BXOJC PKCTPYAepa MpOU3BOIUII-
Cci INs JuaMeTpa BBIXOJHOTO OTBEpPCTHSA COIUIa
0,4 MM 1 1uaMeTpa mMaTepuala Ha BXOJE B IKCTPY-
aep 1,75 mm. INapamerpsi: momumep — PC, PAG6;
auaMmeTp npyTtka 1,75 MM; BBIXOZHOE OTBEPCTHE
0,4 MmM. PesynbraTtel MogenupoBanusa nis PC mpen-
CTaBJIEHBI Ha pUC. 6.

Pesymeratel mMomenmmpoBanus mnsas PA6 mpen-
CTaBJICHbI Ha puC. 7.

ITo pesynpTaTamM MOJENMPOBaHHUS OBUIM CO-
craBieHsl rpaduku. [lo ocu X mpeacraBieHa inHA
aKTHUBHOM YacTu (HarpeBaeMas 4acTh COIUIa) B MHUJI-
JUMETpax, M0 OcH Y MpexacTaBieHa TemIepaTypa
pacruiaBa monmMepa B KelbBHHaxX. KpuBble Ha Tpa-
(¢uKe OTpakaroT 3aBUCHMOCTh COXpaHEHHUS PpaBHO-
MEpHOH 3ajaHHOW TeMIlepaTyphl paciulaBa Iojaumepa
BHYTPHU COIUIa OT ONpeAeIeHHON JIMHBI U CKOPOCTH
SKCTPY3HH MTOIIMEPA.
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HcxoaHble JaHHBIE MOJICITH

Nunykrop

Marepuan

MeJb:
3JIEKTPONPOBOJHOCTH — 5,998+ 107 Cm/m;
OTH. MarHuTHasi IPOHUIIAEMOCTh — 1;

OTH. JUDJIEKTpUYECKasl IPOHUIIAEMOCTh — |

Yucno BUTKOB 26
BHyTpeHHHIA THaMeTp, MM 10
BremHuil auaMerp, MM 14
Bricora, Mmm 16
Hanpsoxkenue ucrounuka, B 24
Yacrora konebanui, k' 100-150
Tok, A 7
Innuaapudeckas onmpaBKa, KOPIyc IKCTpyAepa
Marepuan aNTIOMUHUIL:

3J1EKTPOIPOBOAHOCTE — 3,774-107 Cm/m;
OTH. MarHUTHas MPOHUIAEMOCTh — 1;
OTH. JU3JIEKTPUYECKasi IPOHUIAeMOCTh — |

BHyTpeHHHIA THaMeTp, MM 15
BremHuil auaMerp, MM 17
Bricora, Mmm 17

PaGouee Teno (comno) akeTpyaepa

Marepuan

crans 40X13:

sekTponpoBogHocTs — 1,12:107 Cv/m;
OTH. MarHUTHas NpoHUIaeMocts — 380;
OTH. JHYJIEKTPUYECKas MPOHULAeMOCTh — |

BricoTa akTUBHON YacT, MM 0-100
BHyTpeHHUi 1uameTp, MM 2
BHemnuit fuaMeTp akTUBHOW 4acTH, MM 4
JlnamMeTp BBIXOJHOTO OTBEPCTHUS, MM 0,4
Bremnuit auametp TepMobdapbepa, MM 3
Bricora Tepmobapeepa, MM 2
BHenrnuit fuamerp XBOCTOBHKA COIJIA, MM 6
BricoTa XBOCTOBHMKA COILJIA, MM 10

JlomonHUTENbHBIE TaHHBIC ISl PeIICHNUS TEIUIOBOI 3a1aun

HcxonHas TeMnepaTypa okpyxatomiei cpeasl, °C 20
Koaddpuument rermnoornaun, BT/(MZ'K) 15
540
o = — ———— —— = —speed=0, Time=20s
520 - = e e | —speed=10, Time=20s
gl st = —speed=20, Time=20 s
500 i 2 | —speed=30, Time=20 s
/ s —speed=40, Time=20 s
480 / speed=50, Time=20 s
—speed=60, Time=20 s
460 A | —speed=70, Time=20s
J /" —speed=80, Time=20 s
< P —speed=90, Time=20 s
8: 440 / '/ speed=100, Time=20 s
& | [ / —speed=110, Time=20s
8 4207 | | | { 7 speed=120, Time=20 s
il:’ Iy / § —speed=130, Time=20s
= 400 | || / —speed=140, Time=20s
& ‘ / —speed=150, Time=20 s
3801 | / 7 | —speed=160, Time=20 s
‘ / ) —speed=170, Time=20 s
3601 | / —speed=180, Time=20 s
1] i speed=190, Time=20 s
340 “ I |—speed=200, Time=20 s
| / /
320|111 /)
300K
0 20 40 60 80 100 120

JlnvHa akTUBHOM YacTH, MM

Puc. 6. CooTHOLICHNE CKOPOCTH MIEUATH U TeMIIepaTypsl Harpesa PC Bo BpeMs SKCTpy3un
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540
—speed=0, Time=20 s
520} | —speed=10, Time=20 s
| —speed=20, Time=20 s
500 | speed=30, Time=20 s
—speed=40, Time=20 s
480 speed=50, Time=20s
—speed=60, Time=20 s
460 —speed=70, Time=20 s
v —speed=80, Time=20 s
< o —speed=90, Time=20 s
e speed=100, Time=20 s
E ‘ —speed=110, Time=20 s
& 420'\ speed=120, Time=20 s
= —speed=130, Time=20 s
5 400 —speed=140, Time=20 s
&= -speed=150, Time=20 s
380 “ —speed=160, Time=20s
—speed=170, Time=20 s
360 —speed=180, Time=20s
speed=190, Time=20s
340 —speed=200, Time=20 s
320 -
300/
0 20 40 60 80 100

Jln1Ha akTUBHON 4acTu, MM

Puc. 7. CooTHOLIEHNE CKOPOCTH II€YaTH U TeMIIepaTypsl HarpeBa PA6 Bo BpeMs SKCTpy3uu

3akjouenue

B xozxe uccnenoBanus ObLUTO TIPOBEICHO CpaBHE-
HHUE CTaHIAPTHOTO U Pa3pabOTaHHOTO aBTOPCKHUM KOII-
JIEKTUBHOM JKCTPYAEpoB. Pe3dynpraToM cTano moimy-
YeHHE 3aBUCHMOCTH MaKCUMAIbHOU TOIMyCTUMOM CKO-
POCTH BBIXOJIHOT'O MOTOKA PACIUIABICHHOIO MOJIMMEpa
OT JUIMHBI HAarpeBaeMoi 9acTu (coruia) pa3padoTaHHO-
ro JKCTpyAepa Ipu 00eCIeueHHH PAaBHOMEPHOCTH H
CTaOMIIBHOCTH 33JJaHHOTO TIOJIA TeMIepaTyphl. JlaHHas
3aBUCHMOCTh MOJET OBbITh HCIIOJIb30BaHA JJIsl OCYILe-
CTBJICHUS PETyTUPOBAHUS TEMIIEPATYPHI COIUIA M CKO-
POCTH TOJa4Y¥ MOJUMEPHONH HHUTH HEMOCPEICTBCHHO
BO Bpems medyard. Takoe peryiupOBaHHE MO3BOJIUT
oOecneynTh 00Jiee BBICOKOE KaueCTBO HM3TrOTaBIIMBac-
MBIX O0BEKTOB.
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