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SAMMUPUYECKOE MOAENTMPOBAHUE
MEX3NEKTPOOQHOIO 3A30PA NMPU 3ANIEKTPO3PO3NOHHOU
OBPABOTKE CTAJIN 38X2H2MA

Llenbto paboTbl siBNSIeTCH MOMyvYeHMe SMNUPUYECKON MOAENW ANsi pacyeTa BeNUYMHbI MeEX-
ANEKTPOOHOro 3a3opa Mnpu  KOMMPOBANbHO-MPOLLUMBHOW  3NIEKTPO3PO3MOHHOM 06paboTke cTanm
38X2H2MA. B cBA3M ¢ TeM, Y4TO KOMMPOBaNbHO-MPOLUMBHAS 3MEKTPO3PO3NOHHas obpaboTka sBnseTcs
6EeCKOHTaKTHbIM MEeTOAOM, NMPU BHEOPEHUN 3nekTpoAda-MHCTPyMeHTa B obpabaTbiBaemylo 3aroTOBKY
Mexay TopueBbIMU U GOKOBBIMW MOBEPXHOCTAMU 3MEKTpoAa-vHCTPyMeHTa U DOpMUPYEMON MOMOCTU
0bpa3syoTcs COOTBETCTBEHHO TOPLEBOW U GokoBOM 3a30pbl. OCHOBHbLIMU hakTopamu, BMMSIOWUMUK Ha
BENMNYMHY 3a30pOB, SIBMSIOTCA pexuMbl 06paboTku 1 maTepuan anekTpofoB. Mcxoas u3 aToro akty-
anbHOW 3ajadelt CTaHOBUTCS NMPOrHO3UPOBAHWE BEMUYMHBLI MEXINEKTPOAHOro 3asopa npu obpaboTke
XPOMCOAEPXKaLUMX CTaneln B 3aBYCMMOCTU OT PEXUMOB KOMMPOBAarbHO-MPOLLUNBHOWN 311EKTPO3PO3NOHHOM
obpaboTku. [ins nonyyeHus aMnvpuyeckon Mogdenu B paboTe ucrnonb3oBaHa MeToauka hakTopHOro
NNaHMpoBaHWS 3KCMepMMeEHTa C NOCneayloLWUM perpeccroHHbIM aHanm3om. Kputepyvem ontumarnsHo-
CTW NnaHa B OPTOrOHanbHOM LIEHTParbHOM KOMMO3ULMOHHOM MNaHUMpOBaHUW SIBMSIETCS OPTOroHarb-
HOCTb cTONGLOB MaTpuupbl nnaHupoBaHus. [ns npoBeAeHUst aKcnepumMeHTa BbibpaHbl crefyolime
dakTopbl: | — cuna Toka, A; T,, — BpEMsi AENCTBUSA UMNYNbCa, MKC; T,, — KO3(MULMEHT 3anonHeHus
uMnynbcamu, %. CornacHo NpoBeAEeHHOMY 3KCMEPUMEHTY U NOCHeayoLWeMy perpecCMOHHOMY aHanmay
nonyyeHa Mofenb ANS pacyeTa Benu4uHbl HOKOBOro 3asopa. Ha ocHoBe Mony4YeHHbIX AaHHbIX CTaHo-
BUTCS BO3MOXHbIM MPOrHO3MpOoBaHMe BENUYUHBI Koppekuun npu obpaboTke ctann 38X2H2MA. AHanua
MoZenu nokasarsn, YTo Ha BENUYMHY 3a30pa BIMSIOT HE TONbKO camu PakTopbl, HO U X COBOKYMHOCTb.
MpeacTaBneHo reomeTpryeckoe N306paxKeHNe 3aKoHa U3MEHEHNS BENUYMHBI GOKOBOrO 3a3opa B 3aBu-
CMMOCTU OT PEXMMOB 3MIEKTPOIPO3NOHHON 06paboTkn. MNMonyyeHHbIe AaHHblE MO3BOMSAT NPOU3BOAUTL
KOPPEKTMPOBKY pa3MepoB 3MeKTpoda-MHCTPYMeHTa C Lernbio obecneveHus 3afaHHbIX nokasartenen
TOYHOCTM 06paboTku.

KnioyeBble cnoBa: anekTpoapo3noHHas obpaboTka, anekTpoA-MHCTPYMEHT, TOYHOCTb, Kaye-
CTBO, (haKTOPHbIA IKCMEPUMEHT, PErPECCUOHHbBIN aHanu3, amnupuyeckasl MOAerb, 3aBUCUMOCTb, Ha-
NpsiXeHue, UMNyIbC, PEXUMbl 06paboTKM.
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SPARK GAP EMPIRICAL SIMULATION DURING ELECTRICAL
DISCHARGE MACHINING OF STEEL 38X2H2MA

The aim of the work is to obtain an empirical model for calculating the value of the spark gap in
the electrical discharge machining of 38X2H2MA steel. Due to the fact that the discharge machining is a
non-contact method, when the tool electrode is inserted into the workpiece between the end faces and
the side surfaces of the tool electrode and the cavity formed, respectively, the end and side clearances
are formed. The main factors affecting the size of the gaps are processing modes and material of the
electrodes. The actual task is to predict the size of the spark gap when processing chromium-containing
steels, depending on the modes of copy-piercing erosion processing. To obtain the empirical model, the
method of factor cladding of the experiment with subsequent regression analysis was used in the work.
The criterion for optimality of a plan in orthogonal central compositional planning is the orthogonality of
the columns of the planning matrix. For the experiment, the following factors are selected: / — current
strength (A), T,, — pulse time (us), T,, — pulse fill factor (%). According to the carried out experiment and
the subsequent regression analysis, a model is obtained for calculating the size of the lateral gap. On
the basis of the obtained data, it becomes possible to predict the correction value when processing steel
38X2H2MA. The analysis of the model showed that the size of the gap is affected not only by the fac-
tors themselves, but also by their totality. A geometric representation of the law of variation of the lateral
clearance value is presented depending on the erosion control modes. The received data allow to make
adjustments of the electrode-tool dimensions in order to provide the given parameters of processing ac-
curacy.

Keywords: electrical discharge machining, electrode-tool, accuracy, quality, factor experiment,
regression analysis, empirical model, dependence, voltage, impulse, processing modes.

[Ipy KONMUPOBAIBHO-MIPOIIMBHOM 3JIEKTPOIPO3UOHHON 00paboTkKe
(930) nmeraneit MamuH ¥ MeXaHU3MOB (opMa 00pabaTHIBAEMO TTOBEPXHO-
cTu TIoBTOpsieT hopmy anekrpoma-uncrpymenta (ON) [1-3].

B cBs3u ¢ tem, uto D30 siBisiercss OECKOHTAaKTHBIM METOJIOM 00pa-
60TKH, Tipu BHeApeHun DU B 0OpabaThiBaeMylo 3arOTOBKY MEXIy TOpILie-
BEIMH U OOKOBBIMH IOBEPXHOCTSIMH 3JIEKTPOJA-UHCTPYMEHTa M (OPMH-
pyeMoil oJocTH 00pa3yroTCsi COOTBETCTBEHHO TOPIIEBOM [ M OOKOBOH

3a30psl (puc. 1). OcHOBHBIMH (haKTOpamH, BIAMSIOIIMMH Ha BETUYHMHY 3a30-
POB, SBJISIOTCSI PEKUMBI 00pabOTKH M MaTeprai 3JIeKTpoaoB [1].

Kak nmokazano B pabotax [1, 4-9], mox neiicTBUEM BBICOKHX TEeMIIEpa-
Typ MPOUCXOAUT (a30BbIi mepexoa o0padaTbIBAEMOro Marepuana u3 TBep-
JIOTO COCTOsIHMS B mapooOpasHoe. Ilapbl meTanna mpu B3auMOIEHCTBUU
c pabouell >KUIKOCTBIO, 3AMOIHSIONIEH MEXIJIEKTPOAHOE IMPOCTPAHCTBO,
TBEPACIOT U (DOPMUPYIOT AIIEKTPOIPO3UOHHBIN 1I1aM. B cBsizu ¢ monaganu-
€M IIUIaMa B MEXDJIEKTPOIHBIA MPOMEXKYTOK (haKTHUECKasi BEIMYMHA MEX-
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3JIEKTPOHOTO 3a30pa O OyzeT MeHsblIe [, Ha CyMMy pa3MepoOB IPOIYKTOB

3PO3UHU Zdi, pAacHOJIOKEHHBIX B JAHHOM CEUCHUU:

8=1->.d, (1)
DO
16 D3
: 75
5 s
g I
N T

Puc. 1. Pacuetnas cxema DU mipu 06paboTKe OTBEpCTHI

B sTOoM cimywae ¢ oOpabaTeiBaeMoii TIOBEPXHOCTH OyJeT CHAT OOJb-
ot cinou meraimia [1].

[Tpu 0OpaboTke MaTepualloB Ha MPOBOJIOYHO-BBIPE3HOM JIEKTPOIPO-
3MOHHOM CTaHKE BEJIMYMHA 3330pa YMEHBIIACTCS MPU YBEIMYCHUH MOIIHO-
CTH UMITyJibca (puc. 2).

P,B-A
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0,324 0,344 0,364 0,384 0,404 O, MM

Puc. 2. 3aBucumMocT ckopocTH pe3anbs v (1)
¥ [IUPHUHBI 3a30pa O (2) OT MOILIHOCTH
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JlaHHOE siBIeHUE OOBICHAETCS TEM, YTO IPU MPOBOJIOYHO-BBIPE3HON
AJIEKTPOIPO3UOHHON 00pabOTKE UCMOJIb3YEeTCsl IOCTOSHHO CMAaThIBAIOLIHIMA-
Cs1 HE&)KECTKUM 3JIEKTPOA-IPOBOJIOKA. YBEJINYEHHE MOLIHOCTH B 3a30p€ Be-
JIET K YBEJIMYEHUIO CKOPOCTU PE3aHbsl, CIE0BATENbHO, JIEKTPOI-IIPOBOJIO-
Ka IIPOX0UT 00pabaThiBaeMblil y4acTOK ObicTpee. CHMYKEHHUE CKOPOCTH pe-
3aHbsl MPUBOJUT K TOMY, YTO Ha 00OpabaThIBAEMOM Yy4YacCTKe MOBEPXHOCTHU
KOHIIGHTpUPYETCsl OoJbIllasi TEIyIoBas SHEPrusi, YBEIUYHBAETCS BEPOST-
HOCTh BO3HUKHOBEHHSI BTOPUYHBIX MCKPOBBIX Pa3psIoB M, KaK CIEICTBHE,
yBeIMuuBaeTcs mupuHa pesa [10, 11].

B pa6otax [1, 12] moka3aHo, yTo mpu 00pabOTKEe Ha KOMUPOBAIBHO-
NPOIIMBHOM CTaHKe Hcroib3yercss (aconHbelii DU, coBepmarommii BO3-
BpPaTHO-IIOCTYNATEIbHOE JABM)KEHHUE C LENbI0 00ECleUeHHs] Hauilydllen
MIPOKAYKU pabodeil >KUAKOCTHbIO 30HBI OOpabOTKU. YBEIWYEHHE SHEPTruu
UMIIyJIbCa CIIOCOOCTBYET YBEJIMYEHUIO 3HOCAa DV, 4yTO BEJeT K U3MEHEHUIO
BEJIMYMHBI MEXINEKTPOJHOTO 33a30pa, B CBS3H C UYEM CHIIKAETCS TOYHOCTb
0o0paboTtku. MHTeHCHMBHOCTh M3HOCa DM yBenmnumBaercss mpu 00paboOTKe
XpOMCOZAEPKANUX CTAJIEd C MOBBIIIEHHON JJIEKTPOIPO3UOHHOU CTOMKO-
cTbi0. CIIOXHBI KOMIIOHEHTHBIH COCTAaB BBICOKOJIETMPOBAHHBIX XPOMCO-
JiepXKalux cTajeil He MO3BOJISET MPOTHO3UPOBATh BHIXOJHBIE MapaMeTphl
00paboTaHHOI MOBEPXHOCTH M HAa3HAYATh PEXKUMBI 00pabOTKH, obecredn-
BalolllMe 3aJjaHHblE MOKA3aTeNU TOUYHOCTH, IyTEM MPUMEHEHUS TEXHOJIOTH-
YECKUX TAOJIUII U CYIIECTBYIOIIMX METOAUK pacdeTa pexxumoB D90.

AKTyanpHON 3a7ayeil sBISETCS MPOTHO3UPOBAHME BEIUYMHBI MEX-
AIIEKTPOAHOTO 3a30pa MPHU 00pabOTKE XPOMCOJIEPKAIIUX CTaJICH B 3aBUCH-
MOCTH OT PEXHMOB KOIHMPOBAJIHHO-IIPOLIMBHON 3JEKTPO3PO3NOHHON 00pa-
OOTKH.

Llenbto uccnenoBaHUs SBISAETCS MOJTYYEHUE SMIHUPUYECKOW MOJIENU
JUI pacueTa BEJIWYMHBI MEXKAIJIEKTPOIHOIO 3a30pa Mpu o0paboTKe craiu
38X2H2MA.

MaTepI/laJIbI H ME€TOJAbI UCCJTCI0BAHUA

B kauectBe 0OpabaThiBaeMOro marepuana BbIOpaHa KOHCTPYKIHMOH-
Has nerupoBaHHas ctayib 38X2H2MA no ['OCT 4543-71. IllepoxoBaTocTh
oOpabaTtsiBaemoit moBepxHoctu 10 290 Ra = 3,6 mxm. TonmuHa 3aroTos-
Kk 3 MM. O6paboTKa 3aroTOBKH MPOXOIMUJIa Ha KOMMUPOBAIHLHO-TIPOIITHBHOM
aneKkTpo3po3noHHOM cTtaHke Electronica Smart CNC. PaGouas sxuakocts —
maciio U-20A [12].
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B kadecTBe Marepuana 3JeKTpoaa-MHCTPyMEHTA BHIOpaHa MeIb Map-
kr M1 o 'OCT 1173-2006. [Tmomrane padoueit moBepxHoctu DU cocras-
mster 100 M. [Ipu mpoBeaeHUM HKCIEPUMEHTA SJIEKTPOA-UHCTPYMEHT
OCYILECTBIISIIT CKBO3HOM MPOXKUT 3arOTOBKH.

Jns moitydyeHus SMOUPUYECKOM MOJEIM HCIHOJIb30BaHA METOAMKA
(GaKTOpHOTO TUIAHUPOBAHMS DKCIIEPUMEHTA C MOCIASAYIOIIMM PETPECCHOH-
HBIM aHAJIM30M.

Kpurepruem ontuManbHOCTH TJIaHA B OPTOTOHAIBHOM IIEHTPATLHOM
koMro3urimoHHoM TuianupoBanun (OLIKII) siBisieTcss OpTOTOHANTBHOCTH
CTOJIOIIOB MATPHIIBI INIAHUPOBaHUs. B cHily 3TOM OpTOrOHAIBLHOCTH BCE KO-
3¢ GUIMEHTHI PErPecCHH OLICHUBAIOTCS HE3aBUCUMO JpyT OT apyra [13-15].

[Ipu nnanupoBaHuM SKCHIEPUMEHTA 3HAYEHUsI (PAKTOPOB KOJIUPYIOTCS
MyTeM JIMHEHHOTo TIpeoOpa3oBaHus KOOPAUHAT (HaKTOPHOTO MPOCTPAHCTBA
C TIEPEHOCOM Hauajla KOOPJWHAT B HYJIEBYIO TOUKY W BRIOOPOM MacmiTaOboB
M0 OCSIM B €IMHUIIAX UHTEPBAIOB BapbUPOBaHUS (PaKTOPOB.

Jlyist mpoBeIeHusT SKCIIEPUMEHTa BBIOpaHbI CIIeIyIOIIHe (DaKTOPHI:

1) cuna Toka [, A;

2) BpeMms IeUcCTBUA UMITysbca T,,, MKC;

3) k03P PUIMEHT 3aMOTHEHUS UMITYyJIbcaMu 1, Y.

KomupoBanHbie mapamMeTpsl peacTaBiIcHbI B Tao. 1.

Tabmuna 1
KonupoBanue napameTpos

HwxHuit Bepxuuit Cpennunit Hukree Bepxuee
dakTopsl OBCHE OBCHD openp | ¢SBEIMOE» | «3BE3NHOE»

P P yp 1e40 IIe40
LA 3 21 12 1 23
T,n, MKC 0,5 500 250 0.25 1000
Tou, % 3 21 12 1 23

3aBHCUMOCTh YHCJIa OIBITOB OT YHCJIa ypOBHeﬁ (I)aKTOpOB HUMCCT BUJ

N=2+2k+1=15,

rae N — 4ucio OnbITOB; kK — 9UCIIO (haKTOPOB.

BBIXOAHBIM TTapaMeTpOM SIBJIICTCS BEJIMYMHA OOKOBOro 3a3opa. Be-
JIMYUHA 3a30pa PACCUUTHIBAIACH KaK Pa3HOCTh MEXKIY JJIMHHOBBIMHU pa3Mme-
pamu o6paboranHoTO Naza u DU.

(2)
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B xaxnoii Touke (pakTOpHOrO MPOCTPAHCTBA MPOBOIUTCS IO TPHU Ia-
pasuieNbHBIX onbiTa (y = 3).

Marpuiia mIaHUPOBaHUS C YU4ETOM KOAUPOBaHHS (HaKTOPOB MPH 3HA-
YeHHH «3BE3IHOTO» Iieda oL = 1,215 npencrasiena B Tabm. 2.

Tabmnuma 2
Martpuma OKLII

e | | o) | T )| oy | K9 | 66 [ 20K |||
1 | +1 -1 -1 -1 +1 +1 +1 | 0,27 | 0,27 | 0,27
2 | +1 +1 -1 -1 -1 -1 +1 | 0,27 | 0,27 | 0,27
3 | +1 -1 +1 -1 -1 +1 -1 | 0,27 | 0,27 | 0,27
4 | +1 +1 +1 -1 +1 -1 -1 10,27 10,27 | 0,27
5 1 -1 -1 +1 +1 -1 -1 | 0,27 | 0,27 | 0,27
6 | +1 +1 -1 +1 -1 +1 -1 10,27 10,27 | 0,27
7 | +1 -1 +1 +1 -1 -1 +1 | 0,27 | 0,27 | 0,27
8 | +1 +1 +1 +1 +1 +1 +1 | 0,27 | 0,27 | 0,27
9 | +1|-1,215 0 0 0 0 0 1]0,746|-0,73|-0,73
10 | +1 [+1,215 0 0 0 0 0 1]0,746|-0,73|-0,73
11 | +1 0 -1,215 0 0 0 0 ]-0,73]10,746|-0,73
12 | +1 0 +1,215 0 0 0 0 ]-0,73]10,746|-0,73
13 | +1 0 0 -1,215 0 0 0 |-0,73]1-0,73]0,746
14 | +1 0 0 +1,215 0 0 0 |-0,73]1-0,73|0,746
15 | +1 0 0 0 0 0 0 |-0,73]-0,73|-0,73
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Jis kax1oil CTpOKK MaTpHIIbl IIAHUPOBAHUS MO pe3yJIbTaTaM dKCIie-
PUMEHTOB HAXOJAUTCS cpefHee apudmeTnyeckoe 3HaYeHHe MapaMmerpa Ofl-
TUMU3ALUN

Zk:

Vi

.)_;' = =l s (3)
/ h

rae y; — 3Ha4YCHUE (GyHKIMU OTKJIMKA; j — HOMEp OIBITa; [ — HOMEp mapaji-

JIEJIBHOTO OIBITA; i — KOJIMYECTBO MapalIeNIbHBIX OIBITOB.
C uenbro OLIEHKH OTKJIOHEHHMH MapaMeTpa ONTUMM3ALUU OT €ro Cpel-
HETO 3HA4YEHHUA Ul KaKIOW CTPOKH MaTpPULbI IJIAHUPOBAHUS BBIUUCIIAETCS
BbIOOpOYHAs TUCHEpCUs
2 1 —\2
S:_.z(y..—y.), 4)
J Jt J
h - 1 i=1

i=

OmmbKka onbITa PACCYUTHIBACTCS IO CIeAyIONIeH Gopmyre:

$?=5.. (5)

J J

JInst mpoBEpPKHU OAHOPOTHOCTU JUCIIEPCUM MPUMEHEH Kputepuii Kox-
peHa (ypoBeHb 3HauuMocTH o = 0,05):

2

S j max
G = < GTaﬁn ’ (6)

pacu N
2
2.5

i=1

— MaKCUMaJIbHOE 3HAYCHHE BRIOOPOYHOM TUCTIEPCHUH.

2
rne Sj max

Jucniepcust BOCIPOU3BOAMMOCTH PACCUUTHIBACTCS IO (popMyIIe

N

25

§2=2=L_ =31816-107" (7)
N

y

IIo pe3ysibTaTaM S3KCIICPUMECHTA BBITUCIIAIOTCA KO3(I)(I)I/II_[I/ICHTLI MOACIIN

N J—
Z_:xpjyj

bp =HN—’ )
>

=1

S
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rae p — HoMep (akTopa; X, — KOAMPOBAHHbIE 3HAUYEHHs (PAKTOPOB p B j-M
AKCIIEPUMEHTE.

Onenka 3HAYUMOCTH KOA((UIMEHTOB MPOU3BOIUTCS IO KPUTEPHIO
Ctbpro€eHTA.

I'nnore3a afeKBaTHOCTH IMOJIyY€HHOM MOJEIHM IPOBEPSAETCS MO KpH-
teputo Ouiepa.
CornacHo IPOBEACHHOMY 3KCIIEPHUMEHTY U IOCIEAYIOLIEMY perpec-

CHOHHOMY aHaJIM3y TOJIyuYeHa MOJICIb JIJIsl pacyeTa BEJIMYMHBI OOKOBOTO 3a-
30pa:

Y =0,03449 +0,000281> —0,00031T,, —0,00311 +0,000127,, T,, —
—0,00138T,, —0,00034T2 +0,01008T,,.

AHaM3 MOJIENH MOKa3aJl, YTO Ha BEJIMUUHY 3a30pa BIHUSIOT HE TOJIBKO
camu (aKTOpPbI, HO U UX COBOKYIHOCTh. JIJIsl aHAIM3a SMIIMPUIECKON MOJIe-
71 He0OXOIMMO TIPEJICTABUTh €€ B BHJIE TUIIEPIIOBEPXHOCTH. [ ynoOcTBa
BOCHPHUATHUA ITOJYUCHHBIX JAHHBIX PACCCUCM YCTHIPECXMEPHOC IPOCTPAHCTBO
TPEXMEPHBIMU IPOCTPAHCTBAMU (IIPU PA3JIMYHBIX 3HAYECHUSAX CHJIBI TOKa
I=3,12,21 A), npoerupys Ha HeTO (HYHKIHIO OTKIUKA (puc. 3-5). Psa mo-
CJIeIOBaTEeNbHBIX MPOEKIUN MO3BOJUT T€OMETPUYECKH H300pa3uTh 3aKOH

WU3MEHCHHS BEJIMYMHBI OOKOBOTO 3a30pa B 3aBUCHMOCTH OT PEIKHUMOB JJICK-
TPO3PO3UOHHON 00PabOTKH.

= 0,1-0,12
= 0,08-0,1

= 0,06-0,08
= (0,04-0,06

= 0,02-0,04

BenuunHa KOppeKumn 6)4!

= (0-0,02

Puc. 3. 'unepnioBepxsocts npu I =3 A
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N3 rpaduka crnemgyer, 4To MpU M3MEHEHUHW 3Ha4YeHHs Kod(dduimeHTa
3anonHenus 1, 3HaueHue (QPyHKIUU OTKIMKA ¥ MEHSETCs MO KBaJIpaTUYHOU
3aBUCUMOCTH (cM. puc. 3). [Ipu M3MEeHeHUH NIUTENBHOCTH UMIyJbca 1,
3HAYEHUE BEJIMYMHBI KOPPEKLIMH Y U3MEHSIETCS M0 JTUHEUHOW 3aBUCUMOCTH.

IToxa3aHo, 4TO MakCHUMaJILHOE 3HAYEHUE ITOJIMHOMA Yiax = 0,10217 MM
nocturaercs npu T, = 19 mkc, T,, = 500 MKc; MUHUMaIBLHOE 3HAYEHUE T10-
auHOMa Ypin = 0,02169 MM nocturaercs npu Ty, = 3 mkc, T, = 500 Mkc.

W3 ananu3a u3MeHeHus BEJIMYMHBI 3a30pa IIpH cuiie Toka 12 A creny-
€T, YTO B3aMMOCBSI3b PEKUMOB PE3aHUS U IMapaMerpa Y XapaKTepusyeTcs
KBaApaTU4HON (PyHKIMeH (cM. puc. 4). YCTaHOBIEHO, YTO MAaKCUMaJIbHOE
3Ha4eHHe (QYHKIMU OTKIUKA Yy = 0,06803 nocturaercs npu Ty, = 15 MKc,

T,, = 500 MKC; MUHHUMAaJILHOE 3HAYEHHUE MOJIMHOMA Ypin = 0,02333 MM goc-
turaetcs ipu T,, = 3 mkc, T,, = 500 MKc.

< m 0,06-0,08
Q)

=

=1 ® 0,04-0,06
B

Q

o

o

o)

g m 0,02-0,04
<

jas}

=

=)

=] m 0-0,02

Q

o)

Puc. 4. 'unepnioBepxHocTh ipu [ = 12 A

BnusiHue anuTensHOCTH UMITYJIBCOB T, HA (POPMUPOBAHME BETMUUHBI
koppexkunu DU npu [ = 21 A HocuT NHMHENHBIN Xapakrep (cM. puc. 5). Yc-
TAQHOBJIEHO, YTO MAaKCHUMAaJIbHOE 3HAYEHHUE BEJIMYMHBI KOPPEKUUU Ymax =
=0,10217 mm nocturaercs nipu T,, = 5 mxc, T,, = 1 MKC; MUHUMAJIbHOE
3Ha4YCeHHE Ypin = 0,02169 MM nocturaercs npu T, = 1 mMxc, T, = 21 MKc.

Ha ocHoBe nosy4eHHbBIX JAaHHBIX CTAHOBUTCS BO3MOKHBIM ITPOTHO3M-
pOBaHUE BEIMYMHBI KOppeKuu rnpu odpadotke cranu 38X2H2MA. Ilony-
YEHHbIE JAHHBIE MO3BOJISIOT MPOU3BOJUTH KOPPEKTUPOBKY PA3MEPOB AJIEK-
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TPOAa-UHCTPYMEHTA C IIEIBI0 00CCIICYCHUs 3aJJaHHBIX TOKa3aTeneld TOYHO-
cTH 00paboTKH.

= 0,1-0,12
m 0,08-0,1
= 0,06-0,08

u 0,04-0,06

BenuuuHa KOppeKiunt 614}

= 0,02-0,04

Puc. 5. T'unepnosepxuocts ipu I =21 A

Paboma sevinonnena npu noodepacke epanma Ilpezuoenma P® no zo-

Ccy0apcmeenHHol N000ePIHCKe MONOObIX POCCUUCKUX YUEHbIX — KAHOUOAmo8
nayk Ne MK-5310.2016.8.
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