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NNA3SMEHHAA HAMJTABKA: MATEMATUYECKASA MOLETb,
YUCNEHHAA PEANTU3ALNA U BEPUDPUKALIUA

[MocBsiLeHo nccnegoBaHMIo NpoLecca MHOrOCIONHOWM Na3MeHHOWM HannaBkv Ha NPSIMON 1 06-
paTHOM MONSAPHOCTM Toka. OnucaHbl OCHOBHbIE MONIOXEHUst B 06nacTv agAvMTMBHOINO NMpPOU3BOACTBA
C UCMOSb30BaAHUEM PA3NMNYHbIX TEXHOMOIMUIA, @ TaKKe BO3MOXHOCTb M MOTEHUManNbHbIE MPeuMyLlecTsa
rmopuaHOro NPoOu3BOACTBA U3LENUA CINOXHOW opMmel. [okasaHo, YTO NPUMEHEHME NNa3MeHHOro uc-
TOYHMKa Harpesa Npu UCMNoNb30BaHUM TOKa MPsIMOM U 0BpaTHOM NONSPHOCTU UMEET psa NPEUMYLLECTB
KaK C TeXHOMOrMYeCKoN, Tak N SKOHOMUYECKOW TOYKM 3peHust. [nd YncneHHOoN peanusauum Mcnonb3o-
BaH naket COMSOL Multiphysics, no3BonsoLwmin pellatb CMeXHble 3agayyu mateMaTuydeckon huanku,
BO3HUKalOLLME MpW MPOTEKAHUM CBapoYHbIX MpoueccoB. lNporpammHast cpefa, obecnevmnBatolwias Bce
3Tanbl MOAENMPOBaHus (onpeaeneHne reoMeTpUYeckux napameTpoB, onvucaHue uanky, Bulyanusa-
LMI0), NO3BOMNSAET MOAENMPOBaTh Mtobble hr3nyeckme NpoLEeCcChl, KOTopble MOryT ObiTb MpeacTaBneHbl
B BuAe cucteMbl anddepeHumanbHbiX YpaBHEHUA B YacTHbIX Npou3BoAHbIX. PaspabotaHa metoguka
W NpeacTaBneHo MatemaTuyeckoe OnucaHue TEMIOBOro0 MCTOYHMKA, OMMUCHIBAIOLLErO MPOLECC Mra3MeH-
HOW HannaBku C y4eTOM Tensionepeaayn oT NoToka nrasmbl U NPUANEKTPoaHbIX npoLeccos. PaspaboTtaHa
TpexmMepHas YiCreHHasi Mogernb Tennonepeaayn B 3genue ans nrnasmMeHHoON Hamnmnaskvu Ha ToKe MpsiIMoii
n obpaTtHoin nonsipHocTU. MNonyyYeHbl TEPMUYECKUE LIMKIbI MIA3MEHHOM HannaBku. Ha ocHoBaHWM Tepmu-
YeCKWX LMKIIOB NPOM3BEAEH aHanu3 CTPyKTYpHO-(ha3oBbiX NPeBpPAaLLEHUA U aHO onncaHue TennoBon o6-
CTaHOBKM Ha MOBEPXHOCTU m3genus. [loka3aHo, YTO NMpUMeHeHne obpaTHOM NOMSPHOCTN BnaronpusiTHO
BMUSIET Ha CTPYKTypooOpa3oBaHWe HamnaensieMoro martepuana. [pov3BefeHa YncneHHast peanusaums
npoLiecca nra3MeHHONM HannaBkn Ha Tokax NpsiMol U obpaTHol nonsipHocTv ans ctanu 10X18H10T. Mo-
rPELUHOCTb B TECTOBbLIX NPUMEpax Npu YNCNEHHOW peanusauum He npesbicuna 10 %.

KnroyeBble cnoBa: aganTVBHbIE TEXHOMOMMK, MHOTOCNOMHAs Hanmnaeka, NnasmMoTPOH, YMCTEH-
HOe MoAENMPOBaHME, MeTo KOHEYHbIX 3ITEMEHTOB, BbICOKONErMpoBaHHasi ctarb, npsiMasi NonsipHOCTb,
obpaTtHasi NoNsIPHOCTb, TMOPUAHBIE TEXHOMOMMMU, NIIOTHOCTb MOLLHOCTM, KaToAHble NATHA, TEPMUYECKUN
LMKI, NNa3MeHHbIN NOTOK, 3NeKTPoAHbIE NATHA.
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PLASMA SURFACING: MATHEMATICAL MODEL,
NUMERICAL IMPLEMENTATION AND VERIFICATION

The article is devoted to the investigation of multilayer plasma surfacing on the straight line and
reverse polarity of the current. The article describes the main provisions in the field of additive produc-
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tion using various technologies. The possibility and potential advantages of hybrid production of pro-
ducts of complex shape are described. It is shown that the use of a plasma heating source using direct
and reverse polarity current has several advantages from both the technological and economic point of
view. For the numerical implementation, the Comsol Multiphysics package is used, which allows solving
adjacent problems of mathematical physics that occur during the course of welding processes. A soft-
ware environment that provides all the stages of modeling (definition of geometric parameters, descrip-
tion of physics, visualization), allowing to model any physical processes that can be represented as a
system of partial differential equations. A technique is developed and a mathematical description of the
thermal source describing the plasma surfacing process taking into account the heat transfer from the
plasma flow and near-electrode processes is presented. A three-dimensional numerical model of heat
transfer into a product for plasma surfacing at a current of direct and reverse polarity is developed.
Thermal cycles of plasma surfacing are obtained. On the basis of thermal cycles, the analysis of struc-
tural phase transformations and the description of the thermal situation on the surface of the article are
made. It is shown that the use of reverse polarity favorably influences the formation of the deposited
material. Numerical realization of the plasma surfacing process on the currents of direct and reverse po-
larity for steel 10Cr18Ni10Ti is made. The error in the test examples for numerical implementation did
not exceed 10%.

Keywords: additive technologies, multilayer surfacing, plasma torch, numerical simulation,
finite element method, high-alloy steel, direct polarity, reverse polarity, hybrid technologies, power den-
sity, cathode spots, thermal cycle, plasma flow, electrode spots.

BBenenue

ANIUTUBHBIE M TUOPUIHBIE TEXHOJOTHH SIBJISIOTCS KJIIOUYEBBIMHU CO-
CTaBJISIOMUMH TIOCTpoeHUs udpoBoi s3koHoMukn XXI B. OxHako 10 Ha-
CTOSIIIETO BPEMEHHU, TOBOPS 00 aIJUTHBHBIX TEXHOJIOTHSX, B OCHOBHOM
UMEIOT B BHJY NPOU3BOJICTBO HM3ACTUI HEOOJBIINX Pa3MEpOB CIOXKHOU
¢dopmel [1-4]. Vicionb3oBaHue B KauecTBE MCTOYHMKA HAarpeBa 3JIEKTpUYE-
CKOW JIyT'Ml M ITPOBOJIOKH B KQUECTBE MPUCAJOUYHOIO MaTepualia CriocoOCTBY-
€T TMOBBIIICHUIO MMPOU3BOAUTEIBHOCTU NMPU (POPMUPOBAHUM CIOMCTBIX Ma-
tepuanoB [5-8]. Ilpu cHmKEeHMM 3aTpaT Ha TEXHOJOTHYECKYIO IOJATOTOBKY
IIPOM3BOJICTBA MOBBIIACTCS KOAP(GUIMEHT HUCHOJIb30BAaHUS Marepuaia U
o0ecreynBaeTcsi BO3MOXKHOCTb MOIY4YEHHUS! TOTOBBIX M3/IENUI ¢ 3alaHHBIMU
AKCIUTYyaTallMOHHBIMM XapaKTepUCTUKaMU. Vcrosib30BaHHME pa3HOPOIHBIX
MaTepHalioB B OJJHOM 3aroTOBKE 0OECIEUMBAET MOBBIIICHUE HECYIIEH CIOo-
COOHOCTH KOHCTPYKLMHU B IIEJIOM U IPUJAET pabOunM MOBEPXHOCTSAM CIie-
L[MaJIbHBIE CBOWCTBA.

Hecmotpst Ha pa3BuTHE B INOCIEIHHE TOJbl AYrOBBIX MeTOAOB 3D-
HarutaBky [9, 10], 710 cuX MOp OCTPO CTOSIT BOIIPOCHI CHUKEHMSI TEIJIOBIIO-
KEHMsI B M3/IeJIMe MPU HAHECEHHUU CJIOEB, MOBBILICHUS a/l€3UHU CIIOEB, BO3-
MO’KHOCTH 00pabOTKH MaTepHalloB pa3HbIX KJIACCOB, CHUKEHUS 1e(EeKTHO-
CTH HAaIUIaBJIEHHOI'O MeTaia, obecrnedeHuss TpeOyembix cBoOMCTB [11].
CrpyKTypa U CBOWCTBA CIIOMCTBIX MaTEpHUajOB BO MHOI'OM OIPEAEIAIOTCS
OCOOCHHOCTSIMU TeIUIoNepeaayn B u3jenue npu HamaBke. [Ipumenenue
BBICOKOKOHIIEHTPUPOBAHHBIX HCTOYHUKOB SHEPTUU MO3BOJIAET CHU3UTD TEIl-
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JIOBJIOXKEHHE B M3/I€IME U YIIyULIUTh YCIOBHUsS (POPMHUPOBAHUS CTPYKTYPHI U
CBOICTB CIIOMCTBIX MaTepuanos. Mcnonap3oBaHue MIa3MEHHBIX TEXHOJOTUN
s (OpMUPOBAHMS CIOUCTBIX MAaTEPUATIOB HMEET psJi MPEeUMYIIECTB
C TEXHOJIOTUYECKON U DKOHOMHUYECKON TOYEK 3PECHMUS.

Jlnd co3iaHust CIOUCTBIX MAaTEPHUAIOB MOTYT HCIIOJIB30BAThCS JIETHPO-
BaHHBIEC CTAJIM U CIUIABBI LIBETHBIX METAJIJIOB, UMEIOLINE PA3IUYHBIC TEILIO-
¢u3nueckue xapakrepucTuku. Kpome Toro, npu HenpepbIBHOW MHOTOCIOMN-
HOM HAIUIaBKE INPOUCXOJIUT HAJOKEHHE TEMIEPATYPHBIX IIOJIEW OT CIO0s
K CJIOIO, YTO BIHUSET Ha (HOPMUPOBAHHE KOHEUHOW CTPYKTYpPBI U CBOWCTB
II0JIy4aeMbIX MaTEPUAJIOB.

Pa3zpaboTka TEXHOJIOTUH U €€ paclpOCTpaHEHUE Ha pa3iIMyHbIe TPyI-
bl MaTepUANIOB TpeOyeT (opMaau3alMyd HUCCIEIYEMBIX MPOIECCOB aJlH-
TUBHOTO (DOPMHUPOBAHMS OIUIABJICHHEM MPOBOJOYHOTO MarepHaia B BUJEC
MaTEMaTHYECKOT0 OMNMCAaHUA IpoueccoB. IIpuMeHeHne MareMaTH4ecKOoro
MOJICJIMPOBAHUS C UCIOJIB30BAHUEM BBIYMCIMTEIBHOIO YKCIIEPUMEHTA CIIO-
COOCTBYeT JIydlieMy NOHUMAaHHIO TMPOTEKAIOUINX (PU3MYECKHX IMPOIECCOB
¥ TIOJTyYEHUIO JIOTIOTHUTEIHHONH WHPOPMALIUK O PeaTn3yeMOM HaJOXKECHUU
110 BpEMEHU TEPMUYECKHUX LIUKIIOB.

Jns peureHus 3aga4 TEILUIONPOBOJHOCTH MPUMEHSIOT aHAJIUTUYECKUE
U 4yHclieHHble MeTO/Ibl. CyIIECTBYIOIINE aHATUTUUECKUE METObI JIAI0T BO3-
MO>KHOCTh IIOJIy4aTh PEUIEHUS TOJIBKO Ui IPOLECCOB, ONUCHIBAEMBIX JIH-
HeHHbIMU AU depeHInanbHBIMU yPaBHEHUAMU NPU JIMHEWHBIX TPAHUYHBIX
YCIOBHSIX, T.€. U T€X CIIy4aeB, KOrja Terio(pu3nyecKkiue CBOWCTBAa MOKHO
CUMTATh HE 3aBUCSIIMMU OT TeMIEpaTypbl. AHAIUTUYECKHE METOJbI MpH-
BOJIAT K OOIIMM YPaBHEHHUSM IPOLIECCOB, JIEHCTBUTENBHBIM TPU Pa3HO00-
pa3HBIX YMCJIOBBIX 3HAYCHMSX I1APAMETPOB, XapaKTEPU3YIOUINX JaHHYIO 3a-
Jlagy: T€OMETPUYECKUX PAa3MEpOB, TEIUIOBBIX XAPAKTEPUCTUK peXUMa Ha-
rpeBa U (U3MUECKUX CBOMCTB MeTayuia. B mpocredmmx 3amadax yngaercs
MOJIyYUTh PEllIeHUE B 3aMKHYTOH (hopMe, T.€. BBIPa3UTh YpaBHEHUE MPOLIEC-
ca 4yepe3 M3BECTHble (YHKLMU OT BPEMEHHU, IPOCTPAHCTBEHHBIX KOOPIMHAT
U TIOCTOSIHHBIX TTapaMeTpoB Ipolecca. B Gosee cokHBIX 3a/1a4ax perieHus
OIMCBIBAIOTCS ONPEACTICHHBIMA MHTETpajlaMi MM OECKOHEYHBIMU pSAAAMU
[12-14].

YucneHHsle METOABI, B OTIIMYUE OT AHAIUTHYECKUX, MO3BOJIAIOT pe-
11aTh 3a/1a4y TEIIONPOBOAHOCTU B CIOKHOM IIOCTAHOBKE, T.€. C YU4ETOM pe-
QIBHOM FeOMETPUU KOHCTPYKIUH, TeMIEpaTypHO 3aBUCUMOCTU TEIIO(pH-
3UYECKUX CBOMCTB, PacIpeaesICHHOCTH HCTOYHHMKA HArpeBa M T.X., YTO Jie-
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JAeT UX NPUMEHEHHE EIMHCTBEHHO BO3MOYKHBIM DEIICHHEM B YCIOBHUAX
MOJIETTMPOBAHUS Mpoliecca HArUIaBKu. B Hacrosiiee BpeMs HauOonee yHH-
BEpCaJIbHBIM U PAaCIPOCTPAHEHHBIM B KOMMEPUECKUX MaKeTax MPUKIATHOTO
MPOTrPaMMHOTO OOECIICUCHHUS SBJISIETCSI METO/ KOHEUHBIX dnemeHToB (MKD,
unmn FEM). CoBpeMeHHBbIE MporpaMMHble NPOayKThl, Hampumep ANSYS,
COMSOL, npenocTaBisiOT MIMPOKHE BO3MOMKHOCTH ISl PEIICHUS 3aJa4u
TeryioMacconepenoca npu csapke [15-21].

Jlo HacTosIEero BpPEeMEHH BCE pE3yJbTaThl MOJICTUPOBAHUS IJIa3-
MEHHOW CBapKW/HAIUTABKM HA TOKE OOpAaTHOM MOJIIPHOCTH ObUTH 0e3 yue-
Ta OJyKJaHUSI KaTOJHBIX MSTEH MO MOBEPXHOCTU U3JENHS, U 3aKOHUYCHHBIE
JMHAMHUYECKHE MOJEIN C Y4ETOM JAHHOTO SIBJICHHS /10 CHUX IMOpP OTCYTCT-
BYIOT.

MeToauka uccjie10BaHuA

Jl1s MaTeMaTH4ecKod MOCTaHOBKH 3aJaul He0OXOAMMO 3HATh TEIUIO-
BJIOXKEHUE B M3JleIMe OT BO3JCHCTBUS IJIa3MEHHOM Iyru mpu paboTe Ha
npsMOi U 0OpaTHOM MOJIAPHOCTH TOKA, a TAKXKe pacIlpeesieHHe O Ter-
Jionepeiayu OT IJIa3MEHHOM CTPYH M 3JIeKTPOAHBIX MATeH. Teronepenaya
B M3JeNue MpH IUIa3MEHHON 00paboTKe CXKaToM Jyroi MmpsiMoro JeWCTBUS
OCYILIECTBIISIETCS IBYMsI MEXaHU3MaMH: KOHBEKIIUEHN OT IUIa3MEHHOMN CTpyH
(TU1a3MEHHOTO TMOTOKA) M TEIUIOBBIJCICHHUEM B AKTUBHBIX (3JIEKTPOJIHBIX)
nsaTHax. B pabote [22] ycTaHOBIEHO, YTO IPU OJUHAKOBOM TOKE M MPOYHX
PaBHBIX YCJIOBHAX TEIUIOBJIOXKEHHUE MPH padoTe IIa3MOTPOHA Ha 0OpaTHON
MIOJIIPHOCTH TOKA B m3Jenue Boiue B 1,3—1,6 pasa, uem Ha npsmMol moJisip-
HOCTH TOKa, YTO 0OBsCHsSETCs Oojiee BHICOKMM HampspkeHuem Ha nyre. ITo-
Ka3aHo, 4YTO B OTJIMYME OT CXKATOW AYTH MPSMOM MOJSPHOCTH CxKaTas ayra
00paTHOM MOJIIPHOCTH XapaKkTepusyeTcs 0ojiee paBHOMEPHBIM paclipejiesie-
HUEM TEIUIOBOW MOIIHOCTH I10 IIOBEPXHOCTH U3aenus (puc. 1).

CTouT OTMETUTH, YTO IPHU IJIA3MEHHOH 00pabOTKe Ha TOKE MPSMON
MOJIIPHOCTU BENUYMHBI dpyc U dyn COPAa3MEPHBI U YIPABIATH UX pa3MepoM
0 OT/IEILHOCTH HEBO3MOXKHO. [Ipu mia3mMenHol 00paboTke Ha TOke oOpaT-
HOW TOJISIPHOCTH J{yTa OTHOCUTCSI K TUITy IyT C HECTAlMOHAPHBIMU KAaTOJ-
HBIMHU ISTHAMH, OJY>KAAIOLIMMHU 110 TToBepXHOCTH u3aenus. [lupuna Omyx-
JaHUS 3aBUCHUT OT KOHCTPYKLHMH IJIa3MOTPOHA M Marepuana usaenus. Of-
HOW M3 OTIMYUTEIBHBIX OCOOCHHOCTEH HECTAlMOHAPHBIX ISTEH SBISETCA
KPaTKOBPEMEHHOCTh MX CYIECTBOBAHMS U OOJIbIlasi INIOTHOCTh TOKA B HUX
(j ~ 10°-10° A/m?), IIPY OTOM YJEJbHBIE TEIJIOBBbIE IIOTOKU JOCTUIAIOT 3Ha-
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YeHUH g ~ 10°~10" Br/em? (puc. 2), a BeNMMUUHAMH dyc U dy.o MOYKHO aKTHB-
HO YTIPABJIAT M PETYIUPOBATh Pa3ieiIbHO.

Puc. 1. Cxema Temonepenaun B U3eIHe NPH IIA3MEHHOW 00paboTKe: a — mpsmast
HOJIIPHOCTH TOKA; 6 — oOpaTHasi MOJISIPHOCTh TOKA; Py, — MOIIHOCTb, IepeaBae-
Masi KOHBeKuMeH; P,, — MOIIHOCTb, BBIAETsIEMas B AaHOAHOM IISITHE;
Py, — MOILITHOCTB, BBIIGNIsIEMasi B KaTOAHOW o0nacTH; d,. — IHaMETp IUIa3MeH-
HOH CTpyH; d,, — JAWAMeTp aHOIHOTO IIATHA; dy,— AMAMETP KaTOJHOH oO0JlacTh

q, Br/em’

Puc. 2. OcoGeHHOCTh TeIuTonepeiadnl B U3/eue Mpr paboTe TIa3MOTpOoHa Ha TOKE

00paTHOM TMOJIIPHOCTH: ¢y, — TEIUIOBOW MOTOK OT HECTAHOHAPHOTO KaTOIHOTO

MATHA, ¢, — PE3YIABTUPYIOIIUN TEIUIOBOM TOTOK; d — JAMAMETpP BO3JACHCTBUS
TEIIOBOT'O MOTOKA; /i — IITyOrHA MPOIUIABICHUS OCHOBBI

11
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[Ipomomkast muccienoBaHusl, MPEACTABICHHBIE B paboTax IO OICHKE
JIOJIM Terionepenayn B u3aenue [23—25], Ha OCHOBE NMPHUBEIACHHBIX HUXKE
PETPECCHOHHBIX YpaBHEHHM pa3paldoTany JUHAMHYECKYIO MOJENb TETIo-
nepeaady B U3/CNIUE MPH MUIa3MEHHOM HarIaBKe Ha TOKE MpsIMOM U oOpaT-
HOM TIOJNIAPHOCTH W TIPOBEIIM €€ YHUCICHHYIO pealn3aIuio I CTalu
10X18HI10T.

Pynn=170,45 + 18,51+ 227,80, — 311,14, (1)
Pyon= 8869 + 20,41, + 364,60, 510,14, (2)
Pyonn=886,9 + 15,341, + 367,70, 510,14, 3)

rae Pynn — MOIIHOCTh, BBOAMMASI B U3JIENHE MPU paboTe Ha MPSAMOM MOJsIp-
HOCTHU TOKa; Py, — MOIITHOCTH, BBOAMMAsI B U3JeTHe IIpu paboTe Ha oOpaT-
HOU TOJSPHOCTH TOKA; Py onn — MOIIHOCTB, NIEpEAABACMasl U3ICIUIO TJ1a3-
MEHHOM CTpyel Ha TOKEe 0OpaTHOMN MOJIIPHOCTH.

MareMaTudeckasi MoJeJIb

Mozens OCHOBaHa Ha PELIEHUH TEIUIOBOM 3a7aun pacIulaBiICHUs IIPU-
CaJI0YHOTO MaTepuaa IJIa3MEHHOM Ayroil B TpexMepHou mocrtaHoBke. Oc-
HOBHbBIE YpaBHEHUS JJIs pacyeToB MpUBEAeHbI B padorax [16-21].

MaremaTtnueckas MOJeNb IJIa3MEHHONW HAIUIaBKU OCHOBAHA Ha pellle-
HUM AudQepeHInanbHOr0 ypaBHEHHs TEIIONPOBOJAHOCTU C HOJABMKHBIMU
KOOpAMHAaTaMHU (YpaBHEHHUE IEPEHOCA SHEPTUN):

oT  (0°T 0°T 9°T), oT P

—= + + +V—+—, 4
o o dy* 07’ "o CyP @

rae T — temmneparypa; a — Kod(hHUIMEHT TeMIepaTypornpoBOJHOCTH; V —
CKOPOCTb JBMIKEHHUS CPe/Ibl (COBMANAET CO CKOPOCTHIO TIEPEMEIICHHS T11a3-
MOTpoHa B obnacTu / Ha puc. 3 ¥ CO CKOPOCTHIO MOAAYU MPOBOJIOKU B 00-
Jactu 2); P — INIOTHOCTb.

Bxitag KOHBEKTHBHOIO NEpeHOCca B pacIulaBe YUUTbIBaeTcsl (popmyson
Ay =M L(2—TL/T), rae A, — KO3(QQUIMEHT TEIUIONPOBOAHOCTU KUIKO-
cry; T, — TeMmnepaTrypa JUKBUIYC.

CKkpbITasi TEIUIOTA IUIABJICHUS W KPHCTAUIM3AIMHA yYUTHIBAJIACh BBE-
nenreM 3O PEKTUBHON TETIIOEMKOCTH:

12
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expi:_((T_Tmelt)/(TL —T ))2} q
\/E(TL_TS) a

rae Cp — TEMJI0EMKOCTh B 3aBUCUMOCTH OT TEMNEPATYpPHl; T.;r — TEMIIEpaA-
Typa IUIaBJIEHUs, KOTOpasl MPUHSITA CPeHEN B MHTEpPBAJE OT TeMIepaTyphl
comunyca Ts 1o Temreparypsl nukBuayca 17; Hy — ckppITas TEIUIOTA IUIaB-

C,=C,+

€

&)

JICHUSL.

Temonepenady B u3zenue npu padoTe mIa3MOTPOHA OT TUIA3MEHHOTO
MOTOKA ¥ MPHUAJIEKTPOIHBIX MPOIIECCOB MOYKHO MPEICTABUTH B CIEAYIOIIEM
BUJIE:

q = qn.n + qK.H’ (6)
P 2R?
— o ex _ TL.IT , 7
qH.l'l 27'[:R§n p len ( )
k P 2r?
— K ex _ K.II , 8
= omy, P, v

A€ ¢ — TEIUIOBOM IOTOK, MOABOAMMBIA B M3JEJIME IUIA3MEHHOM IyrOu;
q,, — TEILIOBOMU IIOTOK, IOABOJIUMBIN IJIA3MEHHBIM IIOTOKOM; ¢, . — TEIUIO-

BOI IIOTOK, OTPAyKAIOUIMIl COBOKYIIHOE TEIUIOBOE BO3IECHCTBHE KaTOIHBIX
IsTeH (A1 CBapKu Ha npsiMoit nonsipHoctd k. =0); k., k . — xo3pdu-

LIMEHTHI, YYUTHIBAIOUIME PACIIPEACICHAE MOIIHOCTH MEXIY MOTOKOM IIjia3-
MBI U KaTOJHBIMHU IIATHAMM, COOTBETCTBEHHO (k, +k  =1), paccuuTbiBa-

I0TCSI C TIOMOILBIO CTaTUCTUYECKON MOIMOJIENH, ONMCHIBAEMOM YpaBHEHMSI-
Mu (1)—(3); mua3MeHHBIM NOTOK OIKCHIBAETCS OKPYKHOCTBIO PaIlyCcOM

Rn_H = \/)Cz + y2 C ICHTPOM B HaYaJIC KOOPAUHAT; KATOAHBIC IIATHA OIIUCHI-

2 2
BAIOTCSI OKPYKHOCTAMH PaAnyCcoM 7, = \/ (x—xo) +( y— yo) C IIEHTpaMH
B KOOpJAMHATAX X, Yo, OMPEIENIeMbIX CIydalHbIM 00pa3oM C IMOMOIIBIO
BCTPOSHHOW (pyHKIIMN random(xo ),y (t)) .

3ajaua pemaiiach B TPEXMEpHOM MmocTtaHoBKe. BcienctBue cummer-
pUU IS OMHMCAHUS JOCTATOYHO B PACUETHYIO 00JACTh BKIIOUHUTH TOJBKO
MOJIOBUHY BCEro 00BEKTA.

13



C.Jl. Heynvioun, I'.JI. Ilepmsxos, /{.H. Tpywnuxos u op.

JuddepennnanbHoe ypaBHEHHE MEPEHOCA PHEPTUU SIBISETCA Marte-
MaTHUYECKON MOJIENBIO LIEJIOT0 Kilacca SABJIEHUHN TETIONPOBOIHOCTH U UMEET
0ECKOHEYHOE MHOXECTBO pelieHHi. YTOObI MOMYyUUTh U3 3TOTO MHOXKECTBA
OJIHO YaCTHOE PELICHHE, XapaKTepU3yIollee KOHKPETHBIN mpoliecc, Heo0Xo-
JUMO HMMETh JOTOJHUTEIbHbIE JTaHHbIE, HE COepalluecs B HCXOIHOM
muddepeHIMaTbHOM YPaBHEHUN. JTH JIOTIOJHUTEIbHBIE YCIOBUS, KOTOpPbIE
B COBOKYNHOCTH ¢ nudepeHIaTbHbBIM ypaBHEHUEM OMPEIENSIIOT KOH-
KpPETHYIO 3aJ1auy, Ha3bIBAIOTCSl YCIOBUSAMHU OJJHO3HAUYHOCTU. Y CJIOBHSI OJIHO-
3HAYHOCTH BKJIFOUYAIOT B CE0sI TEOMETPUUYECKHE YCIOBUS, (PU3NIECKUE CBOM-
CTBa TeJla, TPAaHUYHbIC U HayaJIbHbIC YCIOBUSI.

Hcnonb3oBanuck rpaHUYHBIE YCIOBUS CMEILIAHHOTO TUIA!

— Ha 00pabaTbIBaEMOil MOBEPXHOCTH U3CIHUS

oT
}\‘_:qn.n+qk.n_a0(T_T0); (9)
0z
— B TUTIOCKOCTH CHMMETPHHU
JaT
A—=0; (10)
on
— Ha BCEX OCTAJbHBIX MMOBEPXHOCTSIX
oT
A—=—0,(T-T,), 11
on 0 ( 0 ) =

rae o, — 3hbheKTUBHBIA KO3(DDOUIMEHT TEIIOOTAAYN, YUYUTHIBAIOIIUI TOTE-
0

PH Terjia Ha KOHBEKIIUIO M U3JIy4YEHHUE.
dopma HaMJIaBICHHOTO BajMKa AaNlpOKCUMHUPOBAJIACh MOIYIJUIUII-
coM. OObeM HAIUIABJIIEHHOTO 3a €/IMHUILy BPEMEHHU BaJMKa COBIAJAET C

00BbeMOM IIogaBacMoOro nNpucago4YHoro Marepuaia T 2

FooVip = TW,D,v 12, Te

a b. — IIpHHA U BBICOTA HAILIABJIACMOT'O BAJIMKa COOTBECTCTBCHHO;, Vpl -

B’ B
CKOPOCTh HAIIaBKH BaJIMKa; V, — CKOPOCTh MOJa4M mpoBonoku. Ilupuna
HaIjIaBJIIEMOI'0O BajllMKa a, OHNpeACIEICTCA METOAOM IIOCICAOBATCIBHOTO

NpUOJIMKEHUS U3 YCIIOBUS €€ paBEHCTBA IIUPHUHE.

YucienHnasi peajau3anus

UYucnenHas peajin3alys OCYIIECTBISJIACh C IOMOIIBIO IaKeTa IpH-
KkiagHoro nporpammHoro obecreuenuss COMSOL 4.4 (momyns Heat
Transfer). ['eoMmeTpust pacueTHOl 00J1aCTH TIPEACTABICHA HA pHUC. 3.
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1-s rpynna 3

N

2-1 rpynna 2

Puc. 3. PacuerHas cxema I1a3MEHHOMR HaIIaBKU: | — H3ICIIHUE C HAILJIABIIEMOM
MIOBEPXHOCTHIO; 2 — MPUCAJA0YHAs IPOBOJIOKA; 3 — HAILJIABJICHHBIA BAJIUK

OO6nacTh UMUTALIMU TPOLIECCa TOKPBIBAIM TPEXMEPHOW CETKOW, BIH-
CaHHOU B pacyeTHyI0 001acTh. Pa3Mepsl pacueTHoi obnactu: mmHa 70 MM,
mupuHa 30 MM u TommuHa 10 mm. CeTka MMella HEpaBHOMEPHBIM MIar
(puc. 4). B 30He BO3IEWCTBHS NyTH W TMOJAYM TPHUCATOYHOM MPOBOJIOKH
MaKCUMaJIbHBIN pa3mep stueiiku coctaBisul 0,5 MM, B OCTalIbHOM 00iacTu —
2,5 MM.

Puc. 4. Pazbuenne pacueTHOl 00JaCTH Ha CETKY
B kadecTBe MCXOAHBIX MapaMETPOB [JII PACUETOB HCIOJIb30BATUCH

Tero(r3nuecKue XapaKTepUCTUKU MaTepuana, NMpUBEJACHHbIE B TabiuIle,
U TIapaMeTphl pexXruMa HalJIaBKU, IPEICTaBICHHbIC HIKE.

15
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[TpunsTHIE IpU pacyeTe TeII0(GU3NUECKUE XapaKTePUCTHKU
HaIlJIaBJIsAEMOI0 MaTepuana

XapaKkTepuCTHKa Oo6o3nauenne | PasmepHocts | 3HadcHmE
Temmneparypa TUKBUIYC T, °C 1450
Temmneparypa conuayc Ts °C 1520
VY nenbHas TEII0EMKOCTh C Tk K 500
[TnotHOCTH P KI'M 7680
TennonpoBoIHOCTh A Brm K 28,9
VY aenpHas TeNnaoTa MIABJICHUA H; kJx/KT 84

PexuM nnmasMeHHOM HarlaBKu
olgglz\ld;l[)a I, A Vieps M/4 H/f;/’l " G, n/MuH | Yy M/q Vip» M/q
1 80 8,4 3,8 5,5 12 36

Pemenne nmuHaMuueckod MOJENH TEIIOBBIX IMPOIIECCOB MpU padboTe
Ha OOpaTHOW MOJIAPHOCTH TOKa C Y4E€TOM BO3ICHCTBHS HECTAllMOHAPHBIX
KAaTOJHBIX MATEH MPEJCTaBICHO HA PUC. 5.

Puc. 5. Pactipenenenue mioTHOCTH MOITHOCTH MPU BO3JACHCTBUY TUIa3MEHHOU TyTH
00paTHOM MOJIAPHOCTH C YUIETOM BO3JICHCTBHS HECTAIIMOHAPHBIX KATOIHBIX MATCH

[TockoabpKy NpH MOMYYEHUH CIIOUCTHIX MAaTEPUATIOB BAXKHBIM SIBJISIETCS
CHU)KEHHUE TETIJIOBJIIOKEHUS B M3JIeNie, WHPpOpMaIus o0 TETUIOBOH 0OCTaHOB-
K€ Ha MOBEPXHOCTH H3JEIHUS UTPAeT BAXHYIO posib. PacueTHbIil TepMuue-
CKUH IIUKJI TIO3BOJISIET ONPEACTUTh XapaKTep U CTENEeHb 3aBEPIIeHHOCTH (a-
30BBIX MPEBPAILCHU, MPOTHO3UPOBATH KOHEUHYIO CTPYKTYpY U CBOWCTBA

16
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Matepuana. [y oObsICHEHHMsI MEXaHU3Ma CTPYKTYpOOOpa30BaHHS MOCTPOE-
HBI TEPMHUYECKHUE IIUKIIBI MTpoIecca IMIa3MEHHON HAIUIaBKU HAa TOKE MPSMOU
1 00paTHOM MOJSAPHOCTH (pHC. 6)

2200 2200
2000 ' \ ' ' 2000
1800 [N 1800
1600 \ 1600 T | N\
= 1400 < 1400 \
= 1200 i % 1200 / \
§ 1000 | ; 5 1000 r
E 800 v H NC E 800 f
600 / AN 600 :/ EERELSuE
400 // e 400 |
/
20(()) 5 202 )
24 20 16 12 8 4 0 4 24 20 16 12 -8 4 0 4
(x-0,03)Vsv, m (x-0,03)Vsv, m
a o

Puc. 6. Tepmuraeckunii MK HarpeBa-0XJIAXKIESHUS TTOBEPXHOCTH
TP HATUIaBKe Ha MPpsSMOH (a) M 00paTHOM MOJMSIPHOCTH TOKA (0)

AHan3 TepMUYECKHUX LMKIJIOB IO3BOJIAET CHENATh BBIBOJA O TOM, UTO
UCIIOJIb30BaHUE IIPU HAIJaBKe TOKa OOpaTHOM MOJSPHOCTU oOecreynBaeT
HEOO0XO/AMMBIE M JIOCTAaTOYHBIC YCJOBUS JJIsl KaUYECTBEHHOTO CIUIABJICHUS
MaTepualia, pu 3TOM 3HAYUTENBHO COKpAIAeTCsl BpeMs NpeObIBaHHS Me-
TaJlja BblIE Temrmeparyp Kpucramummsauuu. [Ipoucxoxut 3to Onaromaps
PE3KOMy pa3orpeBy M pacIUIaBICHUIO METAUIa B TOHKOM IOBEPXHOCTHOM
CJIO€ TIpY BO3JEHCTBUM HECTALIMOHAPHBIX KATOJHBIX IISITEH.

Pemenne TemnoBoi 3aauM U CpaBHEHHE C HKCIEPUMEHTAIbHBIMU
JAHHBIMH OCYILIECTBIISUIOCH HAa IIPUMEpPE IIa3MEHHOM HAIUIABKH IPOBOJIOKH
cranu 10X18H10T na obpazer u3 Toro ke Matepuaia (puc. 7).

a o
Puc. 7. DxcniepuMeHTaNbHBIE U paCCYUTaHHBIE TONIEPEYHbIE CEUEHNS HAIUIABIEHHOTO
BaJIMKA MPH IUIa3MEHHON HAIUIaBKe Ha NPsAMOi (a) 1 00paTHON MONISIPHOCTH (6)

17
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3aKiIoueHue

Ha ocHOBaHMM NPOBEACHHOIO HCCIECIOBAHMS MOXHO CHEJaTh Clle-
JYIOLUE BBIBOJBL:

1. IIpoBeneH aHanu3 CTATMCTUYECKUX JAHHBIX 3HAYEHWM Terulonepe-
Jlaud B M3JIEME MPHU PA3IUYHbIX PEKHMMax padoThl IJIa3MOTPOHA HA TOKE
npsMoil u oOpatHoi monspHOCTH. IlomydeHbl perpecCHOHHbIE ypaBHEHHS,
[IO3BOJIAIOIIME OLCHUTD JOJIM TEILIONEPEeNayd B U3LEIHME OT IUIa3MEHHOIO
IIOTOKA U IPUIJIEKTPOJHBIX IPOLECCOB.

2. Pa3paboTansl MaTeMaTHYECKUE MOJEIHN IUIA3MEHHOW HAIUIaBKH Ha
TOKE IPSAMON U 0OpaTHOM MOJSPHOCTH C yYETOM TEIUIoNepeIaun B U3/eIne
OT IPUAIEKTPOIHBIX IIPOLIECCOB.

3. IIpoBeneHa 4MCIICHHAs peann3anus U Bepu(UKaIUs MaTeMaTude-
CKUX MOjIeJiell MIa3MEeHHONM HAaIUIaBKU Ha TOKE MPsIMOM M 0OpaTHON MOJsip-
HOCTH C Y4YETOM JIOKaJIbHOTO BO3JEHCTBUS HECTALIMOHAPHBIX KATOIHBIX IIs-
TeH i craad 10X18H10T.

4. Pa3zpaGoTaHHBIE MOJEH MO3BOJSIOT OLEHUTh T€OMETPUYECKHE Ta-
paMeTphl HAIUIABJISIEMOTO BAJIMKA, TEPMUUYECKUE LIUKIIBI HAIIJIABKU U OCYIIIE-
CTBUTb IPEJBAPUTENbHBIN BBIOOP TEXHOJIOTMYECKUX MapaMeTpoB Ipoliecca
HarutaBku. [lorpemHocTs B TECTOBBIX IpuMepax He npesbicuna 10 % s
BBICOTHI U IIMPHUHBI Banuka U 20 % 17151 onpeiesieHus TITyOuHBI ITPOIUIaBie-
HUS Ha 00paTHOM MOJIIPHOCTH.

Paboma evinonnena npu ¢unancosoii noooepoiicke Munucmepcmea
oopazosanusi u Hayku Poccutickou ®@eodepayuu (RFMEFI58317X0022)
6 pamkax npoexma bBPUKC.
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