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PaccMoTpeH aHanu3 B3aMMOJENICTBYS IMAPOAOPAa3UBHON CTPYM C BHYTPEHHEN ITOBEPXHO-
cThi0 KaHama ¢oxycupymowero (crpyepopmupymomiero) comna. PaspaboraHa ¢usuko-
MaTeMaTy4yecKas MOJe/b JAHHOTO Ipolecca. OmpefeeHsl 3aBICHMOCTb Habopa CKOPOCTH
abpasyMBHOIL YacTULlell OT ee pasMepa U BIMAHME PACCTOSHNS MEXAY YacTULiaMy abpasuBa
Ha ero JIBIDKeHMe BHYTpU KaHana (oKycupymollero comia. IIpoBeseHo cpaBHeHMe Iapa-
METpOB [IBIDKEHMs YacTul] abpa3uBa BHYTPM KaHaaa COIIA B [IBYX- ¥ TPeXMEPHOM IIpen-
craBneHun. IlomyueHHble pe3yabTaThl IO3BOMAIOT IIPOAHANN3UPOBATb IPUUNHBI U OL[eHUTD
XapaKTep M3HOCa BHYTpPEHHero KaHaja coIiia. JlaHHble TeopeTUdecKUX MCCIeJOBaHMIl U
MaTeMaTN4eCKOr0 MOJENMPOBAHNs MOTYT OBITh MCIIONBb30BAHBI B KauecTBe OCHOBBI /IS
[a/IbHEIIIIETO pellleHus POOIeMbl, CBA3aHHOI C yBeMMdYeHeM CpoKa CIyX0b! QOKycHupy-
IOII[eTO HacajKa IyTeM IMpMMeHEeHUs HOBBIX KOHCTPYKTOPCKO-TEXHOTOTMYECKNX pelleHuIt,
B YaCTHOCTY IIyTeM M3TOTOB/IEHNs (POKYCUPYIOIIETO COIUIA CTIOMCTON CTPYKTYPHI U YMEHb-
IIeHNsT BpeMeHM IPUPaboTKI COIUIa B IpoLiecce SKCIUIyaTaluu.

KnroueBble cnoBa: ruppoabpasuBHas 00paboTka, abpasyBHbIe 4acTUIBI, (OKyCUpYyIoliee
COIUIO, YNC/IEHHOE MOJIETNPOBaHNE.

The article presents the analysis of the interaction between the abrasive jet stream and the
inner surface of the jet stream forming nozzle. A physico-mathematical model of the pro-
cess was developed. This study enabled the authors to determine the relationship between
the particle acceleration and its size, and the influence of the distance between the abrasive
particles on the movement of the abrasive material inside the jet stream forming nozzle. The
parameters of motion of the abrasive particles inside the jet stream forming nozzle were
compared in the 2D and 3D representation. The results obtained make it possible to evalu-
ate the pattern of wear of the inner channel of the jet stream forming nozzle and analyze the
reasons for its occurrence. The results of the theoretical research and mathematical simula-
tion can be used as the basis for further studies of the life extension of the jet stream forming
nozzle through the use of new design and technological decisions. Specifically, it can be
achieved if the jet steam forming nozzle has a layered structure and the wear-in time is re-
duced during the operation.

Keywords: hydroabrasive processing, abrasive particles, jet forming nozzle, numerical simu-
lation.
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B HacTos1IIee BpeMA TeXHOIOIUY IUApOabpasyBHO
06paboOTKM LIMPOKO IPUMEHSIOT B MALIMHOCTPOE-
HII, B YaCTHOCTY B PAaKeTHO-KOCMMYECKOI OTpac-
MM, TaK KaK OHU IPOJEMOHCTPUPOBATN BBICOKYIO
KOHKYPEHTOCIIOCOOHOCTD, @ B HEKOTOPBIX CIy4asax
¥ TIPEVIMYLIECTBA [0 CPABHEHMIO C TPAfULIMOHHBI-
MU MeTofiamu 06paboTKu Matepuanos [1-5] .

I'mppoabpasuBHas 06paboTka obmaaer psAfoOM
JOCTOMHCTB, Cpefiyi KOTOPhIX BO3MOXXHOCTDb pe3a-
HUS MAaTepUANIOB C Pa3IMYHBIMM (PU3MKO-MeXa-
HUYECKUMY CBOJICTBaMM (MeTa/Ibl, CTalIuM U
CITaBbl, KepaMMKa, pe3uHa, KOMIIO3UTHI); BO3-
MOYKHOCTD OCYIIIECTB/IEHNSI CTIO>KHOKOHTYPHOU Pe3KI C
MCTIONb30BaHNeM CTaHkoB ¢ YIIY; rmO6KocTp u YHHU-
BepCalIbHOCTb NPUMEHEHNs; BBICOKAsl IIPOU3BO-
AUTETBHOCTD M IIMPOKMII [MANla30H 3HAYeHMIt
CKOPOCTeli I0flaul; BBICOKOE KayeCcTBO IOTydae-
MO TT0c/Ie 06pabOTKM MMOBEPXHOCTH (OTCYTCTBUE
MUKPOTPELIVH U 30H TEPMUIECKOTO WM XUMIUe-
CKOTO BO3[IEIICTBMsI Ha MaTepuaa B IMOBEPXHOCT-
HOM C7I0e JeTan); Majble IoTepu obpabaThiBae-
MOTO MaTepuaja; 3KOJormdeckas 0e30MacHOCTb;
COBMECTHMMOCTb C IIPOMBIIIIEHHBIMI pOOOTaMU U
MaHUITYIATOPAMMA.

Kak meropn ¢popmoobpaszoBanus, rupoadpasus-
Hast 06paboTKa He JMIIeHa HETOCTaTKOB. B yacTHO-
CTH, 9TO CPABHUTE/IBHO MAJIBII CPOK CITY>KOBI (POKY-
CUPYIOIUX COIIeJI, C/IOXKHOCTb OOCTY>KMBAHUS U
MaJIBI/i MEXPEMOHTHBIN pecypc CUCTeM CO3[JaHUsA
BBICOKOTO JlaB/ieHus (PeMOHT U TeKyliee 00CTyXM-
BaHMe IPOBOAAT 4depe3 Kaxkaple 300...500 4 pabo-
ThI), CTIOKHOCTb YIIPAaB/IEHUs] Pe3KOil BCIIE[CTBUE
«3aHOCa» aOpasyMBHON CTPyM, @ TaKkKe BBICOKas
CTOMMOCTDb abpasuBHOTO MaTepmana U (OKycupy-
IOILETO COIIIA.

Ilenbio McCeOBaHMIl SIB/ISIETCS aHA/IU3 B3au-
MOJIe/ICTBUA TUPOabpasMBHOI CTPYM C BHYTpEH-
Hell IIOBEPXHOCTbIO KaHala (POKYCHPYIOLIETo COI-
na. MopenpoBaHye 3TOrO B3aMMOJEIICTBYUS OCY-
I[ECTB/ISIETCS. C IIOMOIBI0 UVC/IEHHBIX METOOB
MeXaHUK! CIUIOIIHOM Cpefbl B TPeXMepHON Io-

CTaHOBKeE C JICIIO/Tb30BaHVEM ITPOrPaMMHOTO KOM-
mwrekca ANSYS AUTODYN [6].

Ha npedsapumenvrom smane MOReIMpPOBaHNS
6b1a copMynMpoOBaHa Cefylollas CUCTeMa JO-
nyueHni [7-9]:

1. ITponecc ¢opMMpoBaHUA BBICOKOCKOPOCT-
HOIl a0pa3MBHO-)XMAKOCTHOI CTPYyM CUUTAICHA
IPOVCXOJSAIUM B a0COMIOTHOM BaKyyMe, 4TO JIO-
HYCTYIMO BBUJY MaJbIX paccTosHuMi (2...3 MM) OT
cpesa COITa [0 MOBEPXHOCTM [eTamu U MUHM-
MaJIbHOTO COIIPOTUB/IEHNS CTPY! O BO3JYIIHYIO
Cpefly B JaHHOM 3a3o0pe.

2. He y4nTpIBa/IuCh MpOIECChI, IpOTeKaoliye B
KO/UIeKTOpe (KaMepe CMeLIMBaHMA) BO BpeMs
¢dbopmupoBaHusa aOpasUBHO-XXUAKOCTHOI CTPYIL.

3. ®opma yacTull IPUHATA UAEATIBHO cepude-
CKOJI POPMBI.

Ha puc. 1 mpepacraBneHa mnapaMeTpudecKas
cxeMa IBVDKEHVsS abpasMBHBIX YacTUI[ BHYTPU Ka-
Hajla (POKyCHPYIOIIEro COIla B TPEXMEPHOM IIpefi-
craB/ieHMN. B aHHOI cxeMe Z — IpoOJ0bHAA OCh
(ocp cummerpun), a X n Y — momepedHble OCH,
HepHeHINKYyIAPHbIE Ocu Z.

CKOpOCTb 4acThI] 3ajlaHa C ITOMOIIBIO PassIo-
JKeHUs BEKTOpa CKOPOCTM IO COOTBETCTBYIOUIMM
ocam: Vx =Vy =0,01 xm/c; V;=0,04 km/c. 3a
HOJIOKNTEe/IbHOE HAIIpaBJIeHNe CKOPOCTell MpPUHA-
TO HallpaBJ/IeHMe, IIOKa3aHHOe Ha IapaMeTpuye-
ckoit cxeme (cMm. puc. 1). Ckopoctb ctpyn Ve =
= 0,9 km/c, mmmHa comna L = 70 MM.

B pacyerax mpMHUMAINCDH CIeAyIOLIe 3Hade-
HYISA TIepeMeHHBIX:

R, =0,25...0,40 mm; R= 0,5MM; R, =1MM.

BoIXomHBIMU MTapaMeTpaMy sIB/ISIIOTCS 3aBUCH-
moctu Vz(z), Vx(z), Vy(z) mpoekiuit ckopocTei
vacTuil abpasuBa Ha KOOPAVHATHBIE OCK OT IIPOTi-
JIEHHOTO YacTUI[e]l PACCTOSHUA Z U TPAEKTOPUN
X(2), Y(z) nByoKeHUs LeHTPOB YacTull abpasnsa.

KoopanHatsl 1{eHTpOB abpa3MBHBIX YaCTHUL] IS
Pas3MIHBIX PaANyCcoOB R, IpeacTaBieHbl B Tab/uIe.

1 2 3
Y
L 7224
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Vew | g™ 2 M —
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L

Vy X

Puc. 1. ITapamerpudeckas cxeMa ABJDKEHVS aOpa3MBHBIX YaCTUL] BHYTPU KaHala (OKYCUPYIOLIEro COIIa:

1 — yactuna abpasusa; 2 — QoKycupymollee coio; 3 — CTpys BOAbL; Verp — CKOPOCTb CTPYM Bofib; Vx, Vy, Vz — mpoexumn
CKOPOCTM YacTUIIbI abpasiBa COOTBETCTBEHHO Ha ocb X, Y, Z; I, — IL1ar MeXXAy YyacTuLamu abpasusa 1o ocut Z; R, — papuyc
JacTULBl abpasuBa; R — pajuyc cTpyu Bofbl; R« — papguyc KaHama Gokycupyolero comna; Xa, Yo — I0JI0KeHne LieHTpa
a6pasyBHOI YaCTHUIIBI OTHOCUTENBHO Ocell X, Y COOTBETCTBEHHO
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KooppauHaThl IeHTPOB aGpasMBHBIX YaCTHIY

Ra, MM (Xa; Ya), MM
0,25; 0,3 (0,35 0,6), (0,45 0,5), (0,5; 0,4), (0,6; 0,3)
0,35; 0,4 (0,4; 0,5), (0,5; 0,4)

B xome MaTeMaTnuecKoro MOAeNMPOBAHUA pe-
IIaCh CIeAyolye 3aiauy, CPOpMYIMpPOBaHHbIE
B BIJIe IIOCTIeIOBATE/IbHBIX 9TAIIOB:

1) ompenenieHye 3aBUCUMOCTM Habopa CKOpO-
CTU YacTULIE OT ee pa3Mepa;

2) ompefienieHyie BIVMAHUA PACCTOSHMUA MEX[Y
JacTuiaMyu abpasyBa Ha ero JABJDKEHUE BHYTPU
KaHasa (OKyCHPYIOIIETo COTIa;

3) cpaBHeHMe IApaMeTPOB [BIDKEHMs YaCTHII
abpasyBa BHYTpU KaHala (OKYCHPYIOIEro COIlIA
B JIByX- U TPEXMEPHOM IIPeJiCTaBIeHNN.

Ha nepsom smane mpoBopmicsa aHamu3 [BU-
JKeHNA JacTul, abpasyuBa BHYTpU KaHana GoKycu-
pywomero comra. Omnpepensanoch, Kak CKOPOCTb
(Habop CKOPOCTM) YACTUIIBI 3aBUCUT OT ee pasMe-
pa. ITonydyeHHast 3aBUCUMOCTb [O3BOJISIET HANTU
ONITMIMA/bHBIN pasMep 4acTUIbl abpas3nBa, KOTO-
PBIIT CIIOCOOCTBYeT HAbOPY OO/IbIIEI CKOPOCTIL.

Ha puc. 2 nokasaH xapakTep M3MeHEHVs IIpO-
eKIIMIT CKOPOCTY YACTHIIbI Ha OCh Z B 3aBUCHMOCTH

OT IPOJJIEHHOTO YacTUIeNl paccTosHusA z: Vz(z).
bbumm paccMoTpeHbl 4eTblpe BapMaHTAa: YacCTUIIBI
abpasusa pagnycamu 0,25; 0,3; 0,35 u 0,4 mm. [Tpu
R. = 0,4 MM noctpontb rpaduk Vz(z) He ypamocs,
TaK KaK YacTMIA PpaspyIIMIach IPYU B3auMOfel-
CTBMM C ITIOBEPXHOCTBIO COIIA B IIPOLIeCce SKCILTY-
aTalum.

Ha puc. 3 npefcrasieH npouecc IpOXOXAEeHNU
abpasyBHBIMIU YaCTUI[AMU KaHana (OKyCHpYOlle-
IO CoIlTa.

Ha paHHOM sTame mcciegoBaHusA MOXKHO Cle-
JaTh BBIBOJ, 4TO Hambosee yAayHBIM BapMaHTOM
ABJIAETCA BBIOOP abpasMBHONM yacTULBI ¢ R, =
=0,3Mm. IIpu 3TOM HpPOUCXOAUT HMOCTOSHHBIN
3aXBaT YaCTUIIBI CTpyeit BoAbl. Tem cambIM obec-
mevnBaeTcss Hanbosee OBICTPBIT HAOOP CKOPOCTH.
Boi6buparp wacTuupl ¢ R, < 0,25 MM Heleneco-
00pasHO, TaK KaK 4YacTHUId, OTTOJKHYBIINChH
OT CTpyM, OO/bllle He B3aMMOJENICTBYET C Heil
U OBIDKETCA BMIONb KaHajla COIUIOBOTO Hacafika
6e3 Habopa ckopoctu. Taxxe HelenecoobpasHoO
BblémpaTb qacTuubl ¢ Ry > 0,35 MM, IIOCKONBbKY
OHI 3aHMMAIOT CAMIIKOM MHOTO MecCTa B KaHa-
7ie COIUIOBOTO HacaJkKa ¥ pa3pylIaloTcs IOJ
BO3/IeJICTBMEM HAIOpa BOABI Ha CTE€HKE KaHa/la
coma.

Vz, xm/c

Vy- 102, KM/C V, km/c
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Puc. 2. 3aBUcMMOCTY TIPOEKIMIL HA OCh Z CKOPOCTY a6pasyiBHOI YacTUIbL OT IPOIIEHHOTO €10 PACCTOSHIUS
pu R, = 0,25 (a), 0,3 (6) 1 0,35 mm (8)

Puc. 3. TIpouecc poxoXxaeHus yacTuamu abpasnsa KaHama GOKyCUPYIOLIETo COIIa
npu R, = 0,25 (a), 0,3 (6) 1 0,35 MM (8)
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Ha smopom amane uccnefoBanus onpepens-
JIOCh BJIVISIHUE PACCTOSIHMA MEXJy 4acTULamMu ab-
pasuBa Ha XapakTep ABYDKEHUA YacTHUIL] BHYTPU
KaHanma Qokycupytomero comra. Ilpu srom mna
qacTuy, pasmepoM R,= 0,3 MM 6bUIO paccMOTpeHO
nBa Bapuanta: L, = 1,25 MM u L = 2,5 Mm.

Ha puc. 4 BupHO, 9TO YacTuisl abpasmsa co-
BEpLIAIOT CI0XHOe KojebaTeNbHOe HIBYDKEHUE.
B Hava/jbHBINT MOMEHT BpeMeHM JacTuia abpasmu-
Ba OTTAJIKMBAETCSA OT BBICOKOCKOPOCTHOTO IIOTO-
Ka JKMAKOCTM (BOEBI) M B3aUMOJENCTBYET CO
CTEHKOJI, OTTA/NKMBAaeTCA OT Hee U B3aMMOJeEN-
CTBYeT CO CTEHKOI cTpyedopMupymolero KaHana
COIIJIOBOTO HAaCafiKa, CO3[laBas HaIpsDKEHHO-Te-

¢dbopMaIOHHOE COCTOSIHME B 30HE KOHTAKTa.
ITpoHrKHOBeHMe aOPa3MBHBIX YaCTUL B BOASHYIO
CTPYI0 BBI3BIBAeT €€ CYIIeCTBEHHYI TypOynmsa-
V10, KOTOPYI0O MOXXHO IIOTaCUTb, BBIOpaB COOT-
BETCTBYIOIIYIO J/IMHY IIPOTOYHOTO KaHaja COIIO-
BOTO HacajKa.

B nepBom Bapmanre (I, = 1,25 MM) IPOMCXORUT
CKOIUIEHNEe YacTHL] BHYTPYU KaHajaa (OKyCHpYolle-
ro COIUIa, YTO IUIOXO BJIMAET Ha €ro >KMU3HECTON-
KOCTb — M3HOC 1feT OpicTpee. Bo Bropom BapuaHTe
(I, = 2,5 MM) CKOIUIEHMS 4YacCTUIL] He HabOII0[anoch.
OrTcrofia MOXKHO cJiefiaTh BBIBOJI, UTO SABJIEHME CKOII-
JIeHMsI YacTUL] B IIpollecce MPOXOXKIEHNs VMU Ka-
Hajla (POKYCHPYIOLIETo COIUIA 3aBYICUT OT PAacCTOS-

i 5 500 Sy L S~ O Sl I

7

B

Puc. 4 (nauano). IIpouecc IpOXOXXAeHNs YacTHLaMy abpasyBa KaHana GOKYCHUPYIOLETO COIUIA TPV PACCTOSHNAN
Mexpy dactuuamu 1,25 (a) u 2,5 mm (6)
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Puc. 4 (oxonuanue). Ilporjecc mpoxoxeHNA yacTuiamMy abpasnpa KaHana (pOKYCHPYIOLIETo COIIa IIPY pacCTOSHUN
Mexpy dactuuamu 1,25 (a) u 2,5 mm (6)

HIA MEXAY a6pa3]/IBHI)IMI/I JacTuaMu Impy B3anMo-
TeICTBUM CO CTpyell MM, APYTMMM C/IOBaMy, OT
HAaYa/IbHOJ KOHILIEHTpAaLUM YacTUL| a6pa31/[Ba B
JKUJKOCTHOM CTpYe.

Ha puc. 5 BupgHO, 4TO BCHEefCTBME HEPAaBHO-
MEpHOTO KoJIebaHMA YaCTUI] IMPOMCXOAMUT COOT-
BETCTBYIOIUIT M3HOC (POKYCHMPYIOIIETro KaHaaa ¢
XapaKTepHOI BOTHOOOPAa3HOI KapTUHOI 9PO3UL.

IIpu B3auMOJENCTBUM CO CTPyell BOAbI 4acTu-
116l abpasyuBa, coBeplIalolINe KoaebaTebHoe ABM-

0

Puc. 5. ConmoBble HacafgKu:
a — HOBBII; 0 — orpaboraBimit 50 ¥

JKeHIe, MpeCTaBleHHOe Ha PUC. 4, PasTOHSIOTCA.
Ha puc. 6 nmokasan xapakTep M3MeHEHUs IPOEK-
LUl CKOpOCTell JacTuly abpasuBa Ha KOOPAMHAT-
HBIE OCH, @ Ha PUC.7 — TPAEKTOPUU [IBUKEHUS
IeHTpoB dYactui abpasusa X(z), Y(z) mna mByx
Clly4aeB, KOTZIa pacCTosiHue [, MeXAy dacTuiamu
abpasnBa paBHO 1,25 1 2,5 MM.

Kaxk y>xe 6bI0 OTMe4YeHO, IPY BYKEHUN BHYT-
p¥ (OKyCHpYIOIIero KaHajma 4acTUIIBI COBEPIIAIOT
CTIOKHOe KojlebaTe/IbHOe [IBVDKEHME, IpU I9TOM
KaXKfjas 9acTuIa KomebIeTcs Mo CBoeMy 3aKOHY CO
CBOEI YacTOTOI. DTO XOPOIIIO BUJHO Ha puC. 7.

Pasnnure MaKCMMalbHO HAOMPaeMbIX CKOPO-
CTell B IIPOEKLMY Ha OCb Z MOXXHO OO'BSCHUTD TeM,
4TO B 000OMX CITydasx SHEPIMs CTPYU PacXOAyeTcs
Ha pa3HOe KOMMYeCTBO dYacTul. B Bapuanre c
MEHBIINM COfiepyKaHyeM JacTull abpasuBsa B CTpye,
T. e. Ipu l, = 2,5 MM, MakcuManibHas CKOPOCTb
V7™ (z) =0,74 xm/c, 4to 6OsbIlle, YeM B BApUAHTE
c OonpuIMM cOfep)KaHMeM dactul, abpasmpa
B crpye (L = 1,25 mm) — V7™ (2)=0,72 km/c.
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Puc. 6. 3aBucumoctu V(z), Vx(z), Vy(z) npn paccrosiauu Mexxpy abpasusabiMu qacturamu b, = 1,25 (a) u 2,5 mum (6)
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Puc. 7. Tpaexropunu gewkenns X(z) n Y(z) vactun abpasusa npu l, = 1,25 (a) u 2,5 MM (6)
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Puc. 8. I'paduxu Habopa cKOpocTelt yacTuIaMu abpasysa B 0CEBOM HAIIpaB/IeHUM /IS IByXMepHOTO (a)
U TpeXMepHOro (6) IpeAcTaBIeHNA

Ha nocnednem amane mccnefoBaHus mpoBoOJM-
JIOCh CpaBHEHMe [IBYX- M TPEXMEPHOTO pelIeHNI],
OINCBIBAIOIINX JBVDKEHNe aOpasvBHBIX YacTUIl B
KaHaje cTpyedopmupymomero comwra. IIpu srom
ABYXMEpHOEe pelleHMe 3aflaui ObUIO BBIIOTHEHO
panee [10-12].

Ha puc. 8 BusiHO, 4TO B 000MX C/y4asx IMpomuc-
XOJIUT JOBOJIBHO OBICTPBIl HAOOP CKOPOCTH C I10-
clemyomM ero 3amenneHueM. OZHAKO B Tpex-
MepHOM ciy4ae TrpaduK M3MeHEeHUs] CKOPOCTHU
(puc. 8,6) mmeer 6ojee IUIaBHBII HAaK/IOH IIO
CPaBHEHUIO C IBYXMEpPHBIM pacueToM (puc. 8, a),
4TO CBUJETENBCTBYET O Oojee ITaBHOM Habope
CKOPOCTHL.

OCHOBHOe OT/INYNME 3aKIIYAETCA B TOM, YTO
€C/IV B IByXMEPHOM BapMaHTe pacyeTa TeMII Habo-
pa CKOpOCTM OTHENbHBIX YacTHUI] IPaKTUIeCKN
OZIMHAKOB, TO B TPEXMEPHOM BapuaHTe OTHe/IbHbIE
YJacTUIbl abpasyBa pasTOHAKTCA II0-Pa3HOMY.
OpHako BpeMs pasroHa (~50 MKC) ¥ MaKCUMab-
Hble OCeBble CKOPOCTHM [BVDKYIIVXCS YacTHUI] B
060MX CIy4asx pacyera IPUMEPHO OAVMHAKOBBI —
0,68 xM/c B [ByXMepHOM cnydae (puc.8,a) u
0,72 xM/c B TpexMepHOM ciny4ae (puc. 8, 0).

Takum o6pa3oM, HeCMOTps Ha TO, YTO TpeX-
MepHble pacyeTsl HAIOT Hambosiee IO/MHOE Ipel-
CTaBJIeHMA O IIPOIIeCcax, NMPOTEKAIIUX B KaHale
cTpyedopMUpPYIOIIEro COIlIa, OTMEYeHHOe 00CTOs-
TEIbCTBO CBUJIETE/IBCTBYET O COIOCTABMMOCTH pe-
3y/lIbTaTOB YMCIEHHOTO MOJENMPOBAHUA B [BY-
MEPHOM ¥ TPEXMEepHOM IMPUOIVDKEHUN U TTO3BOJIA-
eT B Jla/IbHENIIIeM OIPaHMYUTb VICCIefJOBaHMe

JInuteparypa

paccMaTpuBaeMOTO ABJIEHNVs peLIeHNEM JBYMep-
HOIl 3aja4y, obecreuynB IpYM 3TOM 3aMETHOE CO-
KpallleHle BpEMEH) PacYeToB.

BriBojabl

1. B paccMoTpeHHOM fiMana3oHe KOHCTPYKTUB-
HBIX IIapaMeTPOB KaHala CTpyedopMupyoIIero
Hacafika, KMHeMaTUYeCKUX U FeOMeTpUYecKux Ia-
paMeTpoB XUAKOI cTpyu (Bozbl) Hambosee pary-
OHA/IBHBIMU C TOYKM 3peHMs 00eCIedeHNsT MaKCh-
MaJIbHOTO 3HA4eHMS OCEBOIl CKOPOCTU ABJIAIOTCA
abpasuBHble yacTuipl auamerpoM 0,6 MM (R, =
=0,3 MM). B orHOCUTETBHOM BBIPQKEHUM 3TO CO-
CTaBjIsieT BeNM4NMHY, paBHyI0 0,6 IO OTHOIIEHMIO
K IMaMeTpy JBIDKYIIENca upgkoin crpyu munm 0,3
10 OTHOLIEHMIO K I¥aMeTpPy KaHajla HacajKa.

2. OmpepeneHo BAUAHME PACCTOAHUA MEXIY
YyacTUIlaMy abpasuBa Ha €ro JABIDKEHUe BHYTPU
KaHa/a pOKYCUPYIOLIETO COIlIa, IPU STOM ITOKa3a-
HO, KaK KOHIIeHTpauus abpasMBHBIX YacCTUI[ B
CTpye BMsieT Ha HabOp CKOPOCTM 4YacTUMLAMU U
U3HOCOCTOJKOCTb BHYTPEHHETO KaHasla COIlIa.

3. IloxasaHa cONOCTaBMMOCTD pe€3y/IbTaTOB YNC-
JIEHHOTO MOJeNMMPOBaHMs OBVDKEHMS aOpa3svBHBIX
YacTUI] B KaHaJle COIUIOBOTO HacajiKa IIOfI IeVICTBIU-
€M BbICOKOCKOPOCTHOTO Hallopa »KUKOCTH B JBYX-
MEPHOM ¥ TPeXMEPHOM NPUOIVDKEeHNN. YKa3aHHOe
00CTOSTENIBCTBO MO3BOJISIET B [ajbHENIeM Orpa-
HUYNTDb UCCIefloBaHNe pacCMaTpyUBaeMoOro Ipoliec-
ca pelleHMeM ABYMEPHON 3afady, obecredns IIpu
9TOM 3aMeTHOE COKpallleHVe BpeMeHM PacyeToB.
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