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MpencrtaBneHbl 0co6eHHOCTU PaboTbl 3aMKOBOr0 CoeanHeHnss 6ypoBOW
LITaHr1, 1 NPobieMbl, BO3HMKaOLME Npu GOPMUPOBAHUN MUKPOrEOMETPUN
pe3bObl. MNpennoxeH MeTOA MarHMTHO-abpasMBHOMO NMONIMPOBAHUS HAPYXXHOM
1 BHYTPEeHHel pe3b00BOIi MOBEPXHOCTM 3aMKOBOI0 COeiHeHUs. PaccMoTpeH
cnocob onpeaeneHs MarHUTHbIX Cuil B pabovyeM NpoCTpaHCTBE YCTPOMCTBA
01 MarHMTHO-abpasnBHO 06paboTkn. NokasaHo NMPUMEHEHEe NPOrPaMMHON
cpenbl ANSYS Maxwell ona pacyeta BeNMYUHbI MAarHUTHOW WHAOYKLMWN
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BeepeHue

Mpwu skcnnyaTaumy HePTAHbBIX 1 Fa30BbIX CKBAXKMH 3aMKOBbIe
coeuHeHVsA 6ypoBbIx TPYO (puc. 1) CuMTaloT OAHUMM 113 Harbonee
Ba’KHbIX KOMMOHEHTOB OYpPUIIbHOI KOMIOHHBI, 06ecneunBaioLLmx
JOCTIKeHe Tpebyemoi rny6uHbl 6ypeHus, BBUAY YHUBEPCaNbHO-
CTI, NPOCTOTbI, HAAEXKHOCTN 1 BO3MOMHOCTU GbICTPOro MoHTaxa [1,
2]. BypoBble 3aMK/ M3roTaBANBAIOT 13 KOHCTPYKLMOHHOW Nernpo-
BaHHoW cTanu 40X nnn 40XH, obnapatoLeit BbICOKMMM NPOYHOCT-
HbIMV MOKa3aTeNAMM U KOPPO3VMOHHOM CTONKOCTbIO.

Beuay pa3Butus obpabaTbiBatoLlell OTpac/v NPOMbILLIEH-
HOCTU OCTPO BOCTpebOBaHa TEXHONOTA CBEPXTOYHON 0bpa-
6OTKM KOMMOHEHTOB CJIOXKHOI GOPMbI C BbICOKMM KayeCcTBOM

MOBEPXHOCTU 1 BbICOKON 3 PeKTNBHOCTbIO [3-5]. MexaHnueckas
06paboTka cONPoOBOXKAAETCA MOrPELLUHOCTAMM 1 Pa3bpOCOM pas-
MepOB, AOMYCKOB 1 LepoxoBaTocTeli [6-8]. Mpobnembl BbICOKON
TOYHOCTM 06PabOTKM OCOBEHHO aKTyasbHbl A1 KOHUYECKNX
pe3b60BbIX COEANHEHN 6ypPOBOro 060PYAOBaHNSA, paboTatoLwmx
B YCJTIOBMAX arpeccrBHbIX KOPPO3UNOHHbIX KULKOCTEN, BbICOKOTO
JaBneHna 1 TeMnepaTypbl, XaOTUYHOTO HarpyKeHUs 1 KpyTALLNX
MOMeHTOB [9-11]. 3BeCTHO, YTO pacnpefeneHme HanpsaKeHni
no coefVHeHNo HepaBHOMepHO [12], B pe3ynbraTe Yero 4acTto
BO3HKAIOT Pa3pyLLEHUA MO TNy pe3b0bl, NPUBOAALLKE K 0OpbIBY
KONOHHbI [13, 14].

OOHUM 13 GUHULLIHBIX HETPAANLMNOHHBIX METOL0B 06pa-
6OTKIM, KOTOPbIN MOXKeT 06ecneunTb CHUXKEHUE BENTUYNHDI
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Pesbooboe coedurHeHe

a

Puc. 1. 3amkoBoe coefHeHne B6ypoBbIx TPyO:
a— obpasubl; 6 — Npw SKCrTyaTaumm

LIEPOXOBATOCTN NMOBEPXHOCTU U YyylleHe N3HOCOCTOMKO-
CTW, @ TaK>Ke MOBEPXHOCTHbIX CBOWCTB 3a CYET B3aUMOAENCTBISA
1N OTHOCUTENIbHOTO NepeMeLLeHUs NHCTPYMeHTa 1 obpabaTbiBa-
emMol aeTanu, ABNAETCA NPoLecc MarHUTHO-abpa3nMBHOro Nonu-
posanua (MAN) [15-17].

BakHow cocTaBnatoLen MAI ABNAIOTCA NOMIOCHbIE HAKOHEY-
HUKM KaK YacTb MarH1TONpPoOBOAa, HEMOCPeACTBEHHO YYacTBYtO-
LLan B yNnyyLIEHNN KayecTBa 06paboTaHHON noBepxHocTu [18-20].
Takue napameTpbl, Kak HanMure BpaLLeHUs, 0COBEHHOCTM reome-
TPWU 1 CIJIOLLHOCTb CeYEHUs], CYLLIECTBEHHO BIIVISIOT Ha pe3yrbTaThl
npouecca [21-23]. Hanpumep, reomeTpurs paboyeii NOBEpXHOCTM
MarHUTHOTO HaKOHeYHMKa GOPMUPYET XapaKTePUCTVKI pabouero
NPOCTPAHCTBA, YTO, B CBOIO OUepesb, onpefensaeT napameTpsbl
paboTbl peppomarHMTHoOM abpasnsHOM LWeTKN [24-26].

Ewe oAHO Ha3HaYeHVe MarHUTHbIX HAKOHEYHMKOB 3aKJiloya-
eTcA B paclumpeHnmn GyHKLMOHabHbIX BO3MOXHOCTEM MarHUTHO-
abpasusHoro yctporicTea. Hannume BapraHTOB MCMONHEHWS 3TUX
3/1eMeHTOB No3BonAeT o6pabaTbiBaTb U3AeNMA PA3NNYHbIX pas-
MepoB 1 GopMm, UTo AenaeT obopyrnoBaHue 6onee yHBepCanb-
Hbim [27, 28].

O6uenpuHATO BbIAENATb ABA OCHOBHbIX TUMA MarHUTHbBIX
HaKOHEUYHWKOB: HEMO/BWXXHbIE, KOTOPblE HEPA3PbIBHO CBA3aHbI
C MarHUTONPOBOAOM 3/1EKTPOMArHUTHOWM CUCTEMbI, U MOABWKHbIE
[29, 30]. HenopaBumHble XapaKTePU3YIOTCA XKeCTKON NPUBA3KOMN
K MarHuTonpoBogy. [naBHbIM TpeboBaHMeM Npu UX NCMONb30Ba-
HUW ABNAETCA MUHUMMW3NPOBAHNE MAarHUTHBIX NMOTePb, KOTOpble
MOTYT BO3HUKHYTb 13-3a Pa3pblBOB B CEYEHWM MarHUTHOIO Npo-
Bopa [31, 32]. MoaBmXKHbIe MOTYT NepemeLLaTbCs, YTO No3BoNAeT
6onee rmbKo HacTpanBaTb Pabouyto 30HY 1 alanTMPOBATb €€ Nof
pasnuuHble n3genusa u 3afaum o6paboTKu.

CnenlyeT OTMETUTb, YTO NPaBUIbHbIV BbIGOP Npoduns nostoc-
HbIX HAKOHEYHUKOB MarHUTOMNPOBOJA ABMSETCA pellaloLmM
B obecneyeHnn 3¢ PpeKTUBHON PaboTbl MarHUTHO-abpas3mBHOroO
060pyAOBaHMA N AOCTVXKEHMUN BbICOKUX pe3ynbTaToB B 06nactu
06paboTkm MaTepuanos [33, 34].

Llenbto gaHHOro nccneaoBaHUA ABAAIOTCA COBEPLUEHCTBO-
BaHwue TexHonorum MAT 3amkoBoI pe3bbbl 6ypOBOW LWTAHTK,
nocpefcTBoM nogbopa Trna NosoCHbIX HAKOHEUYHMKOB, NMO3BO-
NAWMX PAaCIMPUTb TEXHOMOMMYECKe BO3MOXHOCTU NpoLecca
GUHULWHON 06PaboTKY, 1 OLEeHKa pacnpeaeneHns MarHuTHOro
NoJsisi B MEXMOJIIOCHOM NPOCTPAHCTBE.

BHYmMperHsas Noaocib

MaTtepuan u meToauka uccnenoBaHus

[nA n3yyeHms 3aBUCUMOCTEN PacnpoCTPaHEHUA MarHUT-
HOro NoToKa B paboyemM NPOCTPaHCTBE PacCMOTPEHbI 06pa3Lbl
C 3aMKOBOW KOHMYECKOI pe3b60oii (cM. pyc. 1, a) U NoAroToBsieHa
MOJeslb MarHUTHO-abPa3rBHOIO YCTPOIACTBA (PUC. 2, d) CO CMEH-
HbIMW MOJTIOCHBIMY HaKOHEYHMKaMu (CM. puc. 2, 6-0).

XapaKTepucTukyn MarHMTHOro Nons KM3yyanu ¢ NOMOLLbio
nporpammHon cpeabl ANSYS Maxwell, npeaHasHaueHHon ana
KOMIMJIEKCHOTO MOAENMPOBAHMSA NEKTPOMArHUTHOTO NoJs Npu
aHasnv3e TpexMepHON CUCTEMDI.

Pe3yanaTb| ncenenoBaHuda M ux OGCV)KAEHI/Ie

B npouecce nccnegoBaHmA noslyyeHa KapTMHa MarHUTHOrO
nonsa B paboyem 3a3ope MarHMTHO-abpa3MBHOro YCTPONCTBa
B 3aBMCMMOCTM OT TUMa MOIIOCHOIO HAaKOHEeUYHUKa 1 rpaduk
COCTaBAALWEN MAarHUTHON NHAYKUMW B 3aBUCMMOCTM OT MECTO-
NOJIOXKEHNA B MEXKMNOJIIOCHOM NPOCTPAHCTBE COMMACHO KOHTYPY
(pumc. 3).

MpoBeaeHO MoaenMpPOBaHUE MPU MarHUTHbIX HAKOHEYHMKAX,
NOBEPXHOCTb KOTOPbIX KonupyeT npodunb o6pabaTtbiBaemonn
pe3bbbl (puc. 4, g, 6). B pesynbtate MoaenvMpoBaHus onpege-
NeHO, YTO B MeXMOJIOCHOM 3a30pe AnAa puc. 4, a pacnpegene-
HUe MarHUTHOM NHAYKUMK B HepaBHOMepHO, a anda puc. 4, 6 —
paBHOMepHO. OfHaKo NpYMeHEeHne AaHHOTO TMa MarHUTHbIX
HaKOHEUYHNKOB MOKET NPUBECTU K yAopoxaHmio npouecca MATI
BBY BbICOKOV TPYAOEMKOCTM M3rOTOBMeHNA Npoduns.

BbinonHeHHoe mogenunposaHve MATT npy NpAMOM 1 HaKJ1OH-
HOM MarHMTHOM HaKOHEYHUKE, UMEIOLLMM NTOCKYH MOBEPXHOCTb
(cm. puc. 4, 8, 2), Noka3sarno, Yto cobnoAeHne NoCTOAHHOro pabo-
yero 3a30opa NONOXKNUTENbHO BANAET Ha pacnpefeneHmne MarHuT-
HOW MHAYKLUMM (CM. pUc. 4, 2).

B pe3synbTtate NnpoBeAeHHOro MOAENNPOBAHNA NOYYeH rpa-
dVK pacnpepeneHna MarHUTHON UHAYKUUKU B BAonb KoHTypa
MEXMOMCHOIo MPOCTPAHCTBA AJ1A YCTPOWCTBA, NMOMOCHbIE HAKO-
HEUYHMKN KOTOPOro UMEIOT MIIOCKYI0 HAaKTOHHYI0 MOBEPXHOCTb
(puc. 5, a).

CornacHo rpaduKky Ha puc. 5, MarHMTHaa UHAYKLKWA pac-
npegendeTcA paBHOMeEpPHO B Anana3soHe 10-25 Mm Mexnontoc-
HOro NPOCTPAHCTBA U MPUHUMAET 3HaYeHne, paBHoe 2,6-2,7 Tn,



MALLVMHOCTPOUTEJTbHBIE TEXHOJTOT NN

Puc. 3. MexnontocHoe NpoCTPaHCTBO YCTPONCTBA:
1 — KOHTYp AnA nocTpoeHna rpaprika mar-
HUTHOW NHAYKUMN

Puc. 2. YctpoiictBo gna MATI (a) n NoNCHON HaKOHEYHUK:
6 — NPAMOIL; 8 — NPAMOWA, KOMUPYOLWMIA NPodUb pPe3bbbl; 2 — HAKMOHHbINR, Konw-

pytowmii npodunb pesbbbl; 0 — HAKNOHHBbI
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Puc. 4. KapTuHa MarHWTHOro nons npu o6paboTke Hapy>KHOWN pe3bbbl C MOMIOCHBIM HAKOHEUHVKOM, KONMpPYIoLWUM Npoduib pe3bbbl 1 MeLUm
npaAmMyto (a), HaKNOHHY!o (6) MOBEPXHOCTY; C MIOCKUM MOMOCHBIM HAKOHEYHNKOM, UMEIOLLM MOBEPXHOCTU NPAMYIO (8) U HAKNOHHY!O (2)
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Puc. 5. PacnpegeneHve MarHUTHOW UHAYKLMIA BAO/b KOHTYPa MEXMOMIOCHOMO NPOCTPAHCTBA Npu 06paboTke HapyKHOW (a) 1 BHYTpeHHel (6) pe3b-
60BOI MOBEPXHOCTU

Puc. 6. KapTuHa mMarHuTHoro nons npu o6paboTke o6pasua ¢ BHYyTpeHHeN pe3bboi C NNOCKUM MOMIOCHBIM HAKOHEUHVKOM, MEIOLLMM npaMyto (a)
1 HaK/OHHY!0 (6) MOBEPXHOCTM C YCTAHOB/IEHHbBIMI KOHYCHBIMM HAKOHEUHKaMM

a B AmnanasoHax B panioHax 5 MM 1 30 MM B MeCTax pacrnosioXKeHns
BMaAuvHbl pe3bbbl pe3ko nagaet go 1,3-1,4 Tn. 31o cBuaeTenb-
CTBYET O TOM, YTO Ans obecrneyeHusi paBHOMepHo 06paboTKy
BbICTYMa 1 BNaauHbl pe3bbbl Heo6XxoaMMo nofobpaTb onpene-
NeHHble peXkuMHble napameTpbl MATT.

B pesynbTate aHanu3a AaHHbIX mogenvposaHua MAI obpasua
C Hapy>XHOW pe3b60oBO MOBEPXHOCTbIO MPUHATO peLueHre Ana
n3yyeHnsa obpasua C BHyTpeHHe pe3bboBOI NOBEPXHOCTbIO
MCMoNb30BaTh TONIbKO NPsAMblE U HAaKMOHHbIE MIOCKMEe MOJoC-
Hble HaKOHEYHWKMN.

Beuay TOro, 4to BHYTpY obpabaTtbiBaemoro obpasta oTcyT-
CTBYeT NOCTOAHHOE 1 OAHOPOAHOE MarHUTHOE Mone 1 BbIMNoJ-
HUTb MarHUTHO-abpa3rBHYI0 06PabOTKY BHYTPEeHHeN pe3bObl
HEBO3MOXKHO, MPUHATO peLleHre BO BHYTPEHHEeM MPOCTpaHCTBe
ob6pasLa ycTaHOBUTb KOHYCHbIA HAaKOHEYHVK CO CMelleHnem
OTHOCUTENIBHO COBCTBEHHON OCU 1 OCY 3aroToBKM (puc. 6, a, 6)
[35]. Mo pe3ynbTaTam MoaenmpoBaHua Ana 06paboTKy BHYTPeH-
Hell pe3b60BOI NOBEPXHOCTU BbIGPasN NIOCKMe NPsAMbIe MNOSoC-
Hble HAKOHeYHUKM (CM. puc. 6, a).

MonyueH rpaduk pacnpepeneHnsa MarHUTHOW UHAYKL NN
B BOOMb KOHTYpPa MEXXMNOMOCHOro NPOCTPAHCTBA ANA YCTPONCTBA,
NOJIIOCHbIE HAKOHEYHVIK/ KOTOPOTO UMELOT MJIOCKYH0 HAaK/IOHHYI0
NMOBEPXHOCTb, 06ecneynBas NOCTOAHHDI 3a30p 10 0bpabaTbiBa-
MO MOBEPXHOCTM (CM. puc. 5, 6).

CornacHo rpaduKy Ha puc. 5, 6, MarH1THas UHAYKLMA pacnpe-
fenfeTca paBHOMEPHO B AnanasoHe 10-25 MM MeXMosocHOro
NPOCTPaHCTBa 1 NPMHUMaeT 3HayeHune, pasHoe 0,85-0,95 Tn,
a B iMana3oHax B paioHax 5 MM 1 30 MM B MeCTaXx pacronoXeHus
BMaAvHbl pe3bbbl pe3ko nagaet fo 0,75-0,80 Tn. 3To cBMAaeTeNb-
CTBYeT O TOM, YTO ANA obecrieyeHns paBHOMEPHO 06paboTKM
BbICTYMa 1 BNaAVHbl pe3b6bl HeobXoAMMO nofobpaTth onpeae-
NeHHble peXrMHble NapaMeTpbl MarHUTHO-abpasnBHON obpa-
60TKM C y4eTOM MOMeLLEHHOro BO BHYTPEHHee NMPOCTPaHCTBO
KOHYCHOTO HaKOHeYHVKa.

[lna ocywecTBneHNA npeAnaraemMbix cnocobos 06paboTkm
npoBeny 3KCNeprMeHTbl MO MarHUTHO-abpasMBHOMY BO3fei-
CTBUIO Ha HaPY>KHYIO 1 BHYTPEHHIO pe3b06oBble MOBEPXHOCTM
NoAroToBAEHHbIX 06pa3uoB. Mpu 3Tom 06paboTKy obpa3Los
C Hapy»XHO pe3b60oI1 BbINOMHANN C BPaLLeHneM U OJHOBPeMeH-
HOW CMHXPOHM3aLMen NocTynaTenbHOro U OCUUIALNOHHOTO
ABUKEHVA HAKOHEYHMKOB, YCTAaHOBJIEHHbIX MOJ YIJIOM, C NMOCTY-
naTenbHbIM ABMXeHVeM 3aroToBku. ObpasLbl C BHyTPeHHeN
pe3b6oi o6pabaTbiBanv C BPALLAOWMMNCA HAKOHEUYHMKaMU,
YCTaHOBNEHHbIMY NMapansiesibHO OCY 3aroTOBKM, U C MOMELLEHHbIM
BO BHYTPEHHee NPOCTPaHCTBO o6pa3Lia KOHYCHbIM HaKOHEYHN-
KOM, BpalLieHVie KOTOPOMY 3afaloT C IKCLEEHTPUCUTETOM.

[Inqa skcneprMeHTa Nogo6pany cieayoLye peXxmnmHble napa-
METpPbI: MarHNTHO-abpa3nBHbIN Nopolok Fe-TiC 3epHNUCTOCTbIO



A =160+315 MKM; MarHuTHaa nHaykuma B = 0,6+1,6 Tn, gnutenn-
HOCTb 06pPaboTKN t = 120+240 ¢ (B 3aBUCUMOCTUN OT COCTOAHUSA
obpabaTbiBaemMol NOBEPXHOCTM); nogaya S = 50 Mm/06.; yactoTa
BpalLeHns n =360 n”'; BennumHa pabouero 3asopa & = 1+3,5 MM.

B pe3ynbrate NnpoBeAeHHbIX IKCNEPUMEHTOB C NPUMEHeHEM
npeanaraemoro cnoco6a MAT Ana HapyXHON U BHYTPeHHe
pe3b60BbIX MOBEPXHOCTEN MOJNyUYeHbI Cliefylolne 3HaueHuns
LIepOoXoBaTOCTU:

— ANnA HapyxHow Ra = 0,325 Mmkm (Ha BbicTyne), Ra = 0,326 MKm
(Ha BMagvHe) (LepoxoBaToCTb Heo6paboTaHHON NOBEPXHOCTM
coctasnana 0,770 n 0,773 MKM Ha BbICTyne 1 BrajnHe COOTBET-
CTBEHHO);

— AnA BHyTpeHHel Ra = 0,323 MKM (Ha BbicTyne), Ra = 0,325 MKM
(Ha BNagvHe) (LWepoxoBaToCTb He0HPabOTaHHON NOBEPXHOCTU
coctasnana 0,782 n 0,786 MKM Ha BbICTyne 1 BrnajnHe COOTBET-
CTBEHHO).

Takum o6pa3om, NOATBEPXKAEHO, UTO Npeasiaraemble Crnocobbl
MATI no3sonaAT chopmmpoBaTb PaBHOMEPHbIV MOBEPXHOCTHbIN
cnoi 6e3 gedpeKToB Ha Hapy»KHOW 1 BHYTPEHHEl pe3b6oBON
NMOBEPXHOCTAX MO BCEMY ee MPoduIo.
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— MOCTOAHHbIX 3HAaYEHMAX MEXMOIOCHOMO 3a30pa Mo Bcemy
npodunio obpabatbiBaeMbIX MOBEPXHOCTEN U MAarHUTHON UHAYK-
umn B;

— yCTaHOBKE BPaLLaloLLMXCA MOSOCHbIX HAKOHEUYHMKOB Napan-
NeNbHO YNy HaK/oHa pe3b0Obl, a X NOCTynaTesibHOe 1 OCUUN-
NAUNOHHOE ABMXKEHNE CUHXPOHU3MPOBAHO C NOCTYNaTeNbHbIM
LBUKeHVeM obpasLia C HapyHOW pe3bboBO MOBEPXHOCTbIO;

- BBEAEHUV AOMOSTHUTENIbHOIO KOHYCHOFO HAKOHEYHKKA, CMe-
LLLleHHOrO OTHOCUTENIbHO COBCTBEHHOW OCM 1 ocu obpasua npwu
06paboTke BHYTpPeHHeN pe3bboBOI MOBEPXHOCTU, BpalLeHUe
KOTOPOro 3afjaHO C SKCLIEHTPUCUTETOM.

Pe3ynbTatbl MogenmpoBaHusa B nporpamme ANSYS Maxwell
NPW MIOCKMX HAKTOHHbIX MOMIOCHBIX HAKOHEYHMKAX, @ TakXKe npu
OOMNOJIHNTENbHO BBEAEHHOM KOHYCHOM HaKOHEUYHUKE BO BHY-
TPEeHHee NPOCTPaAHCTBO 0bpa3La NoKasanu, YTo BeNMyrHa mar-
HUTHOW MHAYKUMM B 30HE 06pabaTbiBaemMoli MOBEPXHOCTU AJis
HapY»KHO 1 BHYTpeHHel pe3bbbl coctaBnseT 1,5-1,6 1 0,85-0,95 Th
COOTBETCTBEHHO.

Mpwy ycTaHOBNEHHBIX PeXMMHbIX NapameTpax MAI obecneyn-
BaeTCA PaBHOMEPHbIV MOBEPXHOCTHbIV C/IOM C LLIEPOXOBATOCTbHIO
Ra = 0,770+0,773 MKM Ha HapyHOW pe3bbOBOI NOBEPXHOCTN
1 Ra = 0,782+0,786 MKM Ha BHYTPeHHe. m
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