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HNCIHOJBb30OBAHUE ®U3NYECKOI'O MOAEJINPOBAHUA
JJA OONPEAEJEHUSA TEMIIEPATYPHOTI'O ITOJIA B 3ATOTOBKE

Kproukoe O.b., k.m.n., doyenm xagpedpvt mexronozuu mamepuanos (bardb@mail.ru)

Bourorpaackuii rocyiapcTBeHHbIH TeXHHYeCKHil YHHBEPCHTET
(400005, Poccusi, Bonrorpan, np. Jlennna, 28)

Annomaulm. le/l HarpeBe€ 3aroTOBOK B II€YH IOA TEPMHUYECKYIO 06p8.60TKy )44 06p8.60TKy METAJUIOB JIaBJICHHEM HEOOXOTHUMO MaKCHMAJIBHO 6BICTp0

HarpeTh NOBEPXHOCTh 3aTOTOBKH IIPH MHHMMAJILHOM IIEpeNajie TEMIEPaTyphl 110 €€ CEYeHUI0, KOTOPbI 3aBUCUT OT Ha4yaJIbHOH TeMIepaTyphl 1o-
BEPXHOCTH U IIEHTPA 3ar0TOBKH, HAYAJILHOI TeMIepaTyphl IIeUH U CKOPOCTH ee noabeMa. [lepena temneparypsl 10 CeYeHUIO 3ar0TOBKHU CIIOCOOCT-
BYET BO3HMKHOBEHHUIO TEMIIEPATYPHBIX HANpsuKeHUs B Heil. B mporiecce HarpeBa 3aroToBOK TeMIepaTypHble HAPSKEHUS HE TOJKHBI ITPEBHIIIATH
JIOITyCTUMBIX 3HAUEHWI HANpsDKEHUH B yNpyroi o0iacTH, 3aBUCAIIMX OT TOJNIIMHBI HArPEBAGMOrO CJIOS METAJUlAa U €r0 XMMHUYECKOro COCTaBa.
Taxum o6pa3oM, LI TOTy4eHHS KaueCTBCHHOM 3aTOTOBKU IPH MAKCHMAJIbHOH IIPOM3BOAUTEIBHOCTH HEUH HEOOXONUMO UCIIONB30BaTh ONTHMAb-
HBIH PEXUM Harpesa, oTpaboTKy KOTOPOTro BO M30exkaHHe OOJIBIINX MATEPHANIBLHBIX 3aTPaT MOXKHO OCYLIECTBIISITH C MIOMOLIBIO (PU3HIECKOrO MO-
nenupoBaHusL. [Ipn GU3HMIEeCKOM MOIEIUPOBAHUN 00BEKT U3ydIeHHS — PealbHBIN 00pa3ell 3aMeHsAeTCs MOZEIbI0, HATPeB KOTOPOil OCYMIECTBIACTCS
B reyu-Mozenu. Jist npoBeieHus (pU3HIecKoro MOIeIMPOBaHHs HEOOXOAMMO BBIOPATh MaTepHa MOJEIH, BHIOPaTh UM U3TOTOBUTH 11€4b-MOJIEIb,
PacCUNTaTh IMHEHHBII MacIITab MOAEIN H H3TOTOBHTH €€, PACCUUTATh TEMIIEPaTypHBII U BpEeMEHHON MacIITa0bl MOAECTUPOBAHHS, C YUETOM KOTO-
PBIX IIPOBECTH HArpeB MOJENH B IIEUH-MOJIEIIH C 3aMEPOM TEMIIEPaTYPHOTo MOJISl MOJEIH ¢ JaJbHEHIINM epecyeToM TeMIIepaTyphbl Ha peasbHbII
obpasen. B pabore npeuioxeHa METOANKA pacyeTa TeMIIEPaTypHOTO MO B IPOMBIILICHHOH 3arotoBke u3 cramu 111X 15, HarpeBaemoii mox Tepmu-
4eCcKyl0 00paboTKy, @ IMEHHO — CMSITYAIOIIMH OTXKHUT B JIEKTPUUECKOM KOJIOALE C UCIIONIb30BAaHUEM (DPM3UUECKOTO MOJIEIUPOBAHUS, IPOBOAUMOTO
B J1a00PaTOPHOH KaMEPHOI! SIEeKTPHISCKON TIeUH ¢ HCIOIb30BaHHEeM Monean. OG0CHOBaH BEIOOP MaTepHaa M H3TOTOBJICHHS MOJCIH, a TakKe
NpHBEICHbl METOAUKH pacyeTa JIMHEHHOro, TeMIepaTypHOro U BpeMEHHOro MaciraboB MojenupoBanus. Ha ocHOBaHMM SKCIIEpUMEHTAIbHBIX 3a-
MEpPOB TE€MIEPATyphl Ha IIOBEPXHOCTH U B LIEHTPE MOJIENHN [IPH €€ HATPEBE B AEKTPHIECKON KaMEPHOH Meun-MOJIEIH, IPHBEIEHb] IIEPECUETHI TEM-
HepaTypHOro MOJIs 110 CEYSHHIO MPOMBIIUIEHHOTO OJIFOMa B Pa3IM4YHbIC BPEMEHHbBIE IIEPHOJIBI ¢ UCIIOIB30BAHUEM MOIYUESHHBIX MAcIITa0oB.

Knrouesvie cnosa: pusnyueckoe MoieIMpoBaHue, MaTepHal MOJEIH, TMHEWHBIH MaciITad MOJEIH, TeMIepaTypHbIH 1 BpEMEHHON MacITaObl MOACIUPO-
BaHHs1, HATPEB METAJIIa MO TePMOOOPabOTKY M 00pabOTKy METAIIOB IABJICHUEM, TEMIIEPATYPHOE MOJIE B 3aTOTOBKE.
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[Ipu HarpeBe 3aroTOBOK B MEYH IO TEPMHUUECKYIO 00-
paboTKy W 00pabOTKy METAJIOB JaBJICHHEM CTPEMSTCS
MaKCHUMaJIbHO 6])ICTpO HarpeTb NOBEPXHOCTb METAJIJINYEC-
KO 3arOTOBKH 10 KOHEYHOW TeMIepaTrypbl OPH JOIMYCTH-
MOM [epernajie TeMIepaTyphl 10 ee CEYSHHIO B MpOolecce
HarpeBa. [lapamerpamu, BIMSIONIMMU Ha BpeMsl HarpeBa
3aroToBOK U TEMIICPATYPHOE II0JI€ B HUX, SABJISAIOTCA Ha-
YampHas TeMIlepaTrypa MOBEPXHOCTH U IIEHTpa 3arOTOBKH,
HavyalbHas TEMIIEpaTypa UM, a TAKKE CKOPOCTh MOAbE-
Ma TeMIeparypsl B IEUH, KOTOpas OKA3bIBACT peIIaroliee
BIIMSIHUE HA MEepernaji TeMIepPaTyphl M0 CEYCHHIO 3aroTOB-
KH W, KaK CJIEICTBUE, TEMIIePaTypHbIC HAIPSDKCHUS B HEH.
B nporecce Harpesa 3aroroBOK TeMIepaTypHbIe Halpsike-
HUS B HUX HE JIOJDKHBI ITPEBBIIIATH TOITYCTHMBIX 3HAYCHHHA
HaNpsHKCHUN B YIIPYToi 001acTH, 3aBUCAILINX OT TOJIIHHBI
HArpeBaeMoro CJIOS METalla U ero XHMHYECKOTO COCTaBa.
Takum 0Opa3oM, AJis OTYYEHHUs Ka4YeCTBEHHOW 3arOTOBKH
MIpY MaKCHUMAaJTBHOU TPOU3BOAUTEIFHOCTH TEYH, HEOOXO-
JAUMO HCIIOJIB30BaThb ONTHUMAILHBII PEKUM HArpeBa, oTpa-
0OTKY KOTOPOTO BO W30eKaHHWE OOJNBIINX MaTepHaIbHBIX
3aTpar MOXKHO OCYIIECTBIISTE C MOMOIIBI0 MaTeMaTHYeCKO-
ro 1 (PU3UYECKOTO MOJETUpoBaHmsL. HecMoTps Ha mpenmy-
[IeCTBA MATEeMaTHYSCKOrO MOJCIMPOBAHUS, B YACTHOCTH,
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C UCIMONIb30BaHUEM YHUCIICHHBIX MeTonoB [l —4], B HeMm
3aJI0’KE€HA NPEAONPEAEICHHOCTh Pe3ybTaTOB CBOWCTBAMU
BbIOpaHHOTO MeTona monenupoBanus [S]. Ilpu dusnuec-
KOM MOJICIIMPOBaHUM OOBEKT M3YUYCHHUSI — peallbHbI 00pa-
3€l1 3aMEeHSIETCS] MOAIETbIO, HAarPEB KOTOPOH OCYIIECTRIISCT-
cs B TICUH-MopaenH [6].

Ilenpto paboThI sIBISIETCS BBIOOP Marepuana MOJENH,
pacder JMHEHHOro MacmTada MOJICNN U €€ U3TOTOBJICHNUE,
pacder TeMIepaTypHOro U BPEMEHHOIO MacIiTaboB Mojie-
JIUPOBAHHUS, IKCIIEPUMEHTAJIbHBIA HarpeB MOJENU B M€4U-
MOJIETH C 3aMEPOM TEMIIEPATyphl B LIEHTPE U Ha IOBEPXHO-
CTH MOJEJIU C JaJIbHEHIINM [epecyeToM TeMIlepaTyphl Ha
peanbHbIM 00pa3el-3aroToBKY.

ComntacHo pabote [7], Marepuai MOJENHN JIOJDKEH BBI-
JIEP>KUBATh BBICOKUE TEMIIEPATY P IIPU HArpeBe 1 001a1aTh
HEBBICOKOM TEIUIONPOBOIHOCTRIO. B Tab:. 1 ¢ ucnosip3oBa-
HHUEM JIUTEPaTypHBIX AaHHbBIX [8 — 10] mpuBeaeHBl HEKOTO-
pble CBOMCTBA CTPOUTENIBHBIX MaTepHUajoB, KOTOPbIE MOXKHO
UCTIONB30BaTh B KAYECTBE MOJICIH: a1ebacTp; pacTBOp MOPT-
JAHJLEMEHTa C IECKOM IpPU Pa3IMYHBIX COOTHOILEHHSX
LIEMEHTA, [IECKA U BOJbl; KUPIUY KPACHBIA U CUJIMKATHBIN.
[MpuBenensl Takke (U3MUECKUE MapaMeTpsl MaTepHaia
MIPOMBIIIJICHHOTO 00pa3Iia-3aroToBKky u3 cranu 1IX15.
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CornacHO JaHHBIM, MPHUBEICHHBIM B Tabid. 1, MUHU-
MaJlbHble 3HAY€HMs! IIOTHOCTH, TEIUIONPOBOAHOCTH, TEIH-
JIOEMKOCTH U TEMIIEpPaTypONpPOBOJHOCTH COOTBETCTBYIOT
HYJIEBOU BIAXKHOCTH B MaTepHalie, C HOBBIIIEHUEM KOTOPOil
3HA4YCHUS NEPEUUCICHHBIX TGHJIO(l)I/ISI/I‘IeCKI/IX napamMeTpoB
BO3pacTaroT. B 3TOW CBSA3M i1 MPOBEAECHUS dKCIEPUMEH-
Ta MCIIOJB30BAIUCH MPOCYIIEHHBIE 00Pa3Ibl MPAKTUYECKU
C HyJIeBOM BJIaXHOCTbI0. OHOBPEMEHHO, JUIsl UCIIOJIb30Ba-
HHs 00JIee TOYHBIX 3HAUYEHHUH TCIJIONPOBOJHOCTHU U TEMIIC-

paTyponpoBOHOCTH MaTepuana Jijisi MOJEIH, POBOAMIN
JKCIIEPUMEHTBHI.

Ha mnepBomM »sTame uccnenoBaHus ObUla celaHa TO-
MIBITKA MCIIOJIb30BaHMUs anebacTpa U CMECH, COCTOSIIECH U3
OJTHOM YacTH LIEMEHTA, TPEX YacTell rmecka U BOJIbI, a Tak-
K€ CWJIMKATHOTO KHpIMWYa I HW3TOTOBJICHHSI MOJICIH.
Ha puc. 1 npeacrasnensl pe3ynsTarbl HarpeBa B 3IEKTPU-
YECKOH KaMepHOMW IMe4H IWIMHAPUYECKOro oOpasia jana-
MeTpoM 37 MM U3 anedacTpa U MWIMHAPUIECKOro o0pasia

Tabnumnma 1

MarepuaJibl MojieJId ¥ 00pa3ua

Table 1. Materials of the sample and the model

[Toxazarens npu BnaxkHoct 0 — 30 %

Koaddumuent

[TnoTHOCTD, KI/M?
’ tertonpoBoaHocTH, BT/(M*K)

Teruoemkocts, JIx/(kr-K)

Koa¢ppunment temneparypo-
nposogHocTH - 10°, M*/c

Marepuan moaenu

AxneGactp
544 — 1250 | 0,299 — 0,647 | 946 — 1808 | 0,245 — 0,406
PactBop neMeHTHbII necuaHbli
1964 — 1900 | 0,819 - 1,805 | 975 - 1352 | 0,442 - 0,702
Kupnuu xpacHblit
1600 - 2100 | 0,386 — 1,419 | 6281612 | 0,355 - 0,593
Kuprnuy cunikarHslit
1700 - 2000 | 0,56 - 2,0 | 938 - 1403 | 0,476 - 0,753

Marepuan obpasua

Cranp LIX15

CpeHsis TeImIonpoBO/I-
HOCTBb 00pasia 7‘061) npu
HavaJbHON TeMIIeparype
20 °C, Br/(m'K)

CpeHsis TEMIIEPaTypOIpo-
BOJHOCTb 00pasla a g’ 10°
NpH HaYaIbHOM
temmneparype 20 °C, m*/c

IIpU cpefHel TeMnepary-

CpenHsist TemIonpoBO/I-
HOCTB OOpasua A

CpeHsst TEMIIEPATYPOIIPO-

BOJHOCTb 00pasiia a g’ 106

NpH CPETHEN TeMIIEpaType
350 °C, m*/c

(9]

pe 350 °C, Br/(m'K)
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Puc. 1. 3menenue Temneparypsl nieun (/), moBepXHOCTH (2) 1 eHTpa (3) MMIMHAPUYIECKON 3arOTOBKH AnamMeTpoM 37 MM u3 anebactpa (a)
W LHJTHHAPUYECKON 3ar0TOBKH
nuaMeTpoM 33 MM M3 OJHOI 4acTH [IEMEHTa U TPeX yacTeil necka (6)

Fig. 1. Changing the temperature of the furnace (7), the surface (2) and the center (3) of the cylindrical billet with diameter of 37 mm of alabaster (a)
and the cylindrical billet with diameter of 37 mm 33 mm from one part of cement and three parts of sand (6)



M3BECTHUS BBICHIUX YUYEBHBIX 3ABEAEHUIN. UHEPHAS METAJJIYPrus. 2018. ToMm 61. Ne 1

JuamMeTpoM 33 MM M3 OAHOM YacTH IEMEHTA U TPEX YacTen
1ecKa, KOTOpble NPeABAPUTEILHO NPOCYIIUBAINCH B €YU
npu reMneparype 150 °C. B npouecce Harpesa ¢ 1OMOLIBIO
XpOMEITh AIFOMENIEBBIX TepMOIap (PUKCHPOBATHCH TEMIIE-
parypsl Me4u, MOBEPXHOCTH M IeHTpa 00pa3noB. MOKHO
MIPEANONIOKUTh, UTO PE3YIBTaTOM CKAaYKOOOpa3HOTO CHU-
JKCHUS TEMIIEPaTyphl B IIEHTPE 3ar0TOBOK U3 anedacTpa (Ha
43 MuH) 1 pacTBOpa (Ha 25 MUH) MOXKET OBITh HAJTMYHE TIOP
0 CEYCHUIO 3aTOTOBOK, MOJYYEHHBIX B TIPOIIECCE U3TOTOB-
JICHUST MOJICIIEN.

Ha puc. 2 npencrasiens! pe3yinbTraThl HarpeBa HUIUH/-
pudeckoro oopasia auamerpom 0,038 M u mHOM 0,09 M,
W3TOTOBJICHHOTO W3 CWJIMKAaTHOTO KHpnuua. BumHo, 4TO
MOBBILIEHWE TEMIEPaTypbl [0 CEUEHHUIO 3aroTOBKH MpO-
WCXOJWT TUIABHO, YTO TOBOPHUT 00 OJHOPOJHON CTPYKType
MaTepuaia MOAEIH.

[Ipenmoutenne B HacTosimiel pabore OBLIO OTAAHO
CHJTUKaTHOMY KHPIIMYY B BUAY OOjiee OIHOPOIHOH €ro
CTPYKTYpBI 0€3 MyCTOT MO CEYEHUIO, BCICJICTBUE €0 H3-
TOTOBJIEHMSI B 3aBOJICKUX yclIOBUSAX. KpacHblil kupnuy He
HCIIONB30BAJICS B KaUECTBE MaTepuasia Al MOJACIHU H3-3a
TUTOXOH ero 00pabaThIBAEMOCTH M XPYIKOCTH B CPAaBHEHUH
C CHJIMKaTHBIM KUpHu4oM. Mcmonb3oBaHue anedactpa u
CMECH LIEMEHTa, Iecka M BOAbl U U3TOTOBJIEHUS MOJe-
JY HEeNpUEeMIJIEMO U3-3a BEPOATHOro 0OpazoBaHUs TOpP H,
KaK CJIEJCTBHE, HEPAaBHOMEPHOCTH TEIIONPOBOAHOCTH,
TEMIEPATYPOIPOBOIHOCTH M TEIJIOEMKOCTH TIO CEYCHHIO
MOJIEJIH.

B Tabn. 1 mpuBeneHsl TUTEpaTypHBbIC AAHHBIE ILIOT-
HOCTH, TEIUIONPOBOAHOCTH, TEMIEPATyPONPOBOAHOCTH M
TEIUIOEMKOCTH Pa3IMYHBIX CTPOUTEIBHBIX MaTepUuaioB U
craym 1IX15. Terutopusnveckue mapameTpsl Ui CTPOU-
TENBHBIX MaTepUaJIOB MPEJCTABICHBI B BUAEC MHTEPBAJIOB
3HAYEeHUH, 3aBUCALIMX OT BIAXHOCTH. s ompeneneHus
TEIUIONPOBOAHOCTH 00pa3oB ¢ pazmepamu 10x10x10 mm
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n3 cramu IIX15 u cunukarHoro Kuprnuya HMCIoIb30BAIN
m3meputens tertonpoBogHocTd KUT-02 Kb «Termo-
¢dony. IIpubop mo3BOMSET U3MEPSTH TEIUIONPOBOAHOCTH
B auamnasone ot 0,01 go 200 Br/(m-K) ¢ nomycTumoii mo-
TPEIIHOCTHIO 25 % U ATUTENBbHOCTHIO U3MepeHus ot 10 1o
35 mun. ConmacHo naHHBIM npubopa «Termmodony, cpen-
HSIST TETUIONPOBOAHOCTE Tpex oOpas3uoB u3 cramu HIX15
npu temneparype 20 °C cocraBuia 26 B1/(m-K), uto xo-
PpOILIO COITIacyeTCsl C JIUTEPATypPHbIMU JaHHBIMU. 3HAYECHHE
termonpoBogHocTh cranu [1IX 15 npu cpenneit remmnepary-
pe o6pasna 350 °C ObII0 B3ATO U3 JTUTEPATYPHBIX JAHHBIX
Y TIpEe/ICTaBJICHO B Ta0O. 1.

Ha nanHoM mpuOope He yaaloch ONpPEIETIHTh 3Hade-
HUE TETUIOTIPOBOAHOCTHY CHIIMKAaTHOTO KAPITNYA, 9YTO MOYKET
OBITH CBSI3aHO C €r0 HEAOCTATOUHBIMH BO3MOXKHOCTSIMU
IIPU OTIPEIENICHUN TETIONPOBOTHOCTH MaTEpPHAaJoOB C II0-
kazarenem MeHee | B1/(m-K). B 3710 cBsI3u OBLIO HCITIOINB-
30BaHO PacyeTHOE 3HAUCHHE TETUIOMPOBOTHOCTH CHIIHKAT-
HOTO KMPIHYaA ¢ UCHOoNb30BaHueM (opmyist (3). IIpu sTom
3HAYCHMUS TEIIOEMKOCTH U TUIOTHOCTH OBUIH B3SITHI U3 JIH-
TepaTypHBIX AAHHBIX (CM. Tabn. 1), a 3HaYeHHe CpemaHero
k03 (HHUIMEHTa TeMIIepaTypONPOBOIHOCTH BBIYUCICHO MO
dopmyne (1) [11] c ucnonb3oBaHMEM IKCTIEPUMEHTATBHOTO
Harpesa, MPEACTaBICHHOTO Ha PHUC. 2:

2

a,=——I(1+e+m), 1
TS Arcp( n (D

Tae 8, — CpenHui KO3 (QUIUEHT TEMIIEPaTypOIPOBOIHOC-
M 00pasia, M*c; R — pajuaibHOE PACCTOSHHE MEKIY
(UKCHPOBaHHBIMU TOYKAMH 3aMepa TeMIepaTypbl Ha OCH
W MOBEPXHOCTH 00pasia, M; k¢— k03 uIueHT Popmbl

UMTHHAPHYECKOro obpasua (mpuxuMaem 2); At — cpef-
Hee BpeMs 3alla3/blBaHus TeMIepaTypbl Ha OcH o0pasia
M0 CPaBHEHHIO C TEMIIEPATypoil Ha ero IMOBEPXHOCTH, C;

Puc. 2. Pexxum Harpesa (a) DWIMHIpUYECKOro obpasina (6) u3 cumkarHoro kupruda guamerpom 0,038 m u umnoit 0,09 M B rieun () ¢ ycTaHOBKOM
TepMOIap B IIEHTPE U Ha €ro MOBEPXHOCTH:
1 — TeMueparypa 1e4u; 2 — TeMIIepaTypa oBepXHOCTH 00pasua; 3 — TeMIeparypa LeHTpa odpasua

Fig. 2. Heating mode (@) of one cylindrical sample (6) from a silicate brick with a diameter of 0.038 m and a length of 0.09 m in the furnace () with
installation of thermocouples in the center and on the surface:
1 — temperature of the furnace; 2 — temperature of the sample surface; 3 — temperature of the sample center
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€ —MIOTIPABKA, YYUTHIBAIONIASl BIMSHHE HEMOCTOSHCTBA
CKOPOCTH IIPU HarpeBaHMH; 1 — MONpPaBKa, yUUTHIBAIOLIAs
3aBUCHMOCTb TETIO(HU3NUECKOTO MapameTpa oT TeMIepa-
TYpBHIL.

Cpenree Bpemst 3aria3[bIBaHus TEMIIEPaTypsl AT, pac-
CUUTEHIBAETCS 10 (hopMyIIe

Arcp = %I [\yl(r) - \|12(‘E)] dr, 2)

KtH

rae y,(T) — ypaBHEHHE KPHMBOH HarpeBa MOBEPXHOCTH
oOpasna ¢ HavyaJbHOM TEMIIEPaTyphI t, 1o KOHEYHOM L
V,(T) — ypaBHEHHE KpMBOH Harpesa IeHTpa obpasua ¢ Ha-
YaIIbHOM TEMIIEPATypPhI £, 10 KOHEYHOH /.

Hcxons w3 BBINIECKAa3aHHOTO, C YYETOM YIIIyOJeHHs
Ha TIOBEPXHOCTH IOJ TEpMOMapy, CperHui ko3(PUIIeHT
TEMIIepaTypOIPOBOJHOCTH CHIIMKaTHOTO KUPITHYa, PacCUH-
taHHblil 10 popmysre (1), cocrasun 0,447-10°6 m?/c, uro
XOPOIIO COITIACYeTCs ¢ JAaHHBIME Ta0I. | I CHIIMKaTHOTO
KHpIHYa IPH MUHUMAJIBHOH BIQKHOCTH 00pasIia:

0,0165>

ac CHILKH :—(1+0+O):O,447'10_6 MZ/C.
P-EWLIIP 222,536+ 60

Pacuer xoadunmenta TemmonpoBoHOCTH kwwp cH-

JIMKaTHOTO Kupnuya [7] MpPOBOAMIIM C HCIOJIB30BAHUEM
hopMybI
A

CHILKHD
a, S ——
P.CHILKHD

ccnmmp Y CHILKHD

3)

e XCMKHP — KO3((PHIMEHT TEIIONPOBOJHOCTH CHIIMKAT-

Horo kupnuya, Br/(m-K); ¢ — TETNIOEMKOCTh CHJTMKAT-
’ ? 7 CHILKHMD

Horo kupnuya, Bt/(xr-K); p
rO KUpIu4a, Kr/m>.
Taxum 0Opazom,

— INIOTHOCTH CHJIMKATHO-
CHILKHD

CuLKHp acmump Ccnn.xnp pcnn.xnp B

=0,447-107-938-1700 = 0,713 Br(m'K).

Mexay medpto-o0pas3ioM M MeYbl0-MOJIEINbI0, a TaKKe
00pasoM W MOAEIHI0 TOJDKHO BEIIONHATHECS T€OMETPH-
yeckoe mojpodue. B 370l cBsA3m s pacuera pasmepoB
MOJICTA HEOOXOIUMO pPACCUMTATh JHMHEWHBIA MaciuTad
MOACIUPOBAHUA U PACHOJIOKUTH MOJACIIL B MNEUU-MOICIN
B COOTBETCTBHUH C PACIONIOKECHHEM 00pasia B Imeun-oopas-
ne. McxonHblie JaHHbBIE A7 pacyera JMHEWHOro MaciiTada
MOJEIMPOBAHUS, & UMEHHO BHYTPEHHHE pa3Mephl IEUH-
oOpasia u meyn-Mojienu, pa3Mepsl o0pasia, a Takxke Gop-
MYJIBI ¥ PE3YJBTAThl PACUETOB IPUBEACHBI B Ta0M. 2.

®opmyna juist pacyeTa BpEMCHH HAarpeBa MOACIA T,
MOoJydeHa ITyTeM IpeoOpa3oBaHUs ypaBHEHUS, KOTOPOE
OCHOBAHO Ha paBeHCcTBe kputepus Dypwe ans oOpasna u
Monmenmn [12 — 15]. Mcxomuble maHHBIC, BKITFOYAIOIINC Ha-
YalbHYI0 W KOHEUHYI0 TeMmIleparypy HarpeBa oOpasia,
K03((QUIMEHT TEeMIEepaTypONPOBOJIHOCTH 00pasla MpH
CpeaHell ero Temrmeparype, a Takke (Gopmyna Juist pacue-
Ta BPEMECHU HarpeBa MOJCIH M €ro 3HAuCHHE IPUBEICHEI
B Tabm. 3.

Pacuet TeMmnepatypsbl rperoiiei cpeasl B Ie4n Mpu Ha-
rpeBe MOJIeNId OCHOBaH Ha MPeoOpa3oBaHWU U PEIICHUU
ypaBHeHHUs (6): yaeIbHBIN TEMIIOBOM MOTOK, MMO/IBECHHBINA
K TOBEPXHOCTHU HaneBaeMOﬁ 3aroTOBKU HU3JIYUYCHUEM U
KOHBEKIIMEH, pPaBeH yIEIbHOMY TEIZIOBOMY ITOTOKY, OTBE-
JIEHHOMY BIJIYOb 3arOTOBKHU TEIJIONPOBOJHOCTHIO:

Tabnuma 2

Pacuer JimHeiiHOr0 Macmrada MOAEC/JIUPOBAHUSA U Pa3M€E€pPOB MOAECIH

Table 2. Calculation of the linear scale of modeling and model dimensions

aselr ()1 ()13
06 M
ITokazarenn
0003HauCHUE 3HAYEHNE 0003HauCHNE 3HAUCHUE
JlauHa neuu, M L, osp 3 L on 0,3
IuprHa meyu, M BrLoGp 2,5 . 0,2
Beicora neun, m H, 6 2,1 a0 0,12
Tuppasnuueckuii uaMerp | 4 _ M -228 | d _ 4B, ox o ~0.15
T op 2H . ot oB 2H

[e4n, M 1m.06p + m.06p .MOJT + .MOJT
JIvunelHbpIH MacTad k. = Jrot 15.22

—
10 CEUCHHIO OIIFOMa d, o ’
Jluneiinbiit MaciiTad k, = ot 10

= ——F
110 JUTHHE OIfoMa Ly von

b _ boGp
[lupuna 6mroma, M b06p 0,55 o = , 0,036
6 [ 2.2 = 0,22
JlmuHa OmroMa, M op s wox = ,
1
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Tabnauma 3

Pacuer BPEMEHHOI'0 Macmrada MOAC/JIMPOBAHUSA U BPEMEHHM Harpesa MoJaein

Table 3. Calculation of the time scale of modeling and model heating time

Ob6pazen Mopnenb
Ioxaszareinn
0003HaueHHe 3HaYeHUE 0003HaueHHEe 3HaYeHHE
Marepuan Ix1s - CuluKaTHbIA KUpIUY -
HavanbHas Temneparypa 3arorosku, °C Lo 20 - -
Koneunas temneparypa 3arorosku, °C Logpx 680 - -
KoadduipeHt TeMneparypornpoBoAHOCTH
a 6,11-10°° a 4,47-1077
npu 350 °C, m%/c o6p ’ wox 47
Bpewmst Harpesa, u Tosp 11,5 Toon -
0.00p B 0.MOJT 7
F;L()ﬁp = L mon
Kputepuii @ypbe 115t 00pasia u MoaeTu
aoﬁpro6p _ amoutmou
2 2
(0,555, ) (05,01
2
_ aoGpToGp ( 05 Sbmo,q )
Bpewms narpeBa Mozpenu B me4n-MoaeNH, 9 Y E— 0,679
(0,5b06p) Ay
TaGp 1 1:5
BpemeHHoIt MacTab MOAEINPOBAHUS = T = 0.679 =16,94
Moz ’
(a to ) (t _ ): 2 dt, @) TEIUIOOT/Ia4M KOHBEKIIMEW MpU HarpeBe oOpaslia U Moje-
u3n K c M M dXM ’ T, BT/(MZ‘K).
B Tabn. 4 mpencTaBieHbl HCXOMHBIC AAaHHBIE JUIA pac-
T, 4 T, 4 YyeTa TeMIepaTyphbl Iperolieil Cpeibl B IEYU-MOAEIHN, KOTO-
Cop 100, |10 dr PBIN OCYIIIECTBIIETCS C MOMOIIBIO Tporpammbl Mathcad.
+o, (;C —t, ) =i, —%; (5) MonenupoBanue HarpeBa ciuTka u3 ctanu IIX15 B
t, —t dx,,
C M

4 4
T T dt
C < - = +(t. -t o =M M 6
® (100] (moj (re =t o v ©

[locne mpuBenenus ypaBHeHHs (6) K Oe3pasMepHOMY
BTy, IPUPABHUBAHMS MacCIITa00OB M UX ITOCIEIYIOIEeH 3a-
MEHE Ha pa3MEpHBIC BEJIMUYMHBI, 8 TAKXKE MOCICIYIONIIEro
MIPUPaBHUBAHUS TTOJTYYSHHOTO YpaBHEHHs I oOpasla |
MOJIEIIH, OJIyYUM CIIEAYIOIIee BEIPaXKEHUE

tc.lcoﬁp -C

np.o6p

4 f—
c.K.00p

t 3

o c.K.00p =

K.00p

t
_ )\‘ C.K.MOZL C t4 —a ¢ (7)

MO S p.MoJ " C.K.MOJ K.MOJ" C.K.MOJ
H.MOJ

e K()Gp, Ayon — KOOI QUUECHT TEIIONPOBOAHOCTH 06pas3-
ua u moxenu, Br/(m-K); L o6p> Leron — TEMITIEPATYPA TPEO-
mei cpensl obpasia u moxaenu, °C; Xogp> Xy — TOIIMHA
HarpeBaeMoro ciost obpasua ¥ MOJENH, M; sr06p> i
won — KOO HLMEHT TEIIOOTAAYN U3ITYYCHHEM [IPU HArpeBe

o6pasua u mozgeny, Br/(m?-K); a o — ko3 UIHEHT

K.00p> ~K.MOJ

16

AIIEKTPUUYECKOM HArpeBaTeIbHOM KOJOAIE IMPOBOIWIN B
AMEKTPUUCCKON My(eTbHON KaMepHOH medn-mMoaenu. Pas-
MepbI TIedyr-o0pasiia U Meuru-MOJIeNH, a Takke o0pasna u
MOJICNTA TIPUBEICHBI B Ta0N. 2. PacueThl JIMHEHHOTO, TeM-
MepaTypHOTO M BPEMEHHOTO MAacIITa00B MOIETHPOBAHMS
HarpeBa MOJENIM U3 CHJIMKATHOI'O KMPIIMYa IPEICTaBIECHBI
B TaOII. 5, pexXuM HarpeBa MOJCIH — Ha PHUC. 3.

[lo nmpexncraBieHHOMY Ha pHUC. 3 peXUMY HarpeBa
MOYKHO IE€PecUUTaTh TEMIIEPATypbl, MOJyYeHHbIE Ha MO-
JIETH, Ha TEMIIePaTyphbl MPOMBIIUICHHOTO 00pasna-3aro-
TOBKH [ 16 — 26]. Pesymbrarel mepecuera MpeICTaBICHBI
B Tab1. 6.

Buoi6oowt. TloxazaHa NpUHLIUNHAIBHAS BO3MOXKHOCTD
pacueTa TeMIepaTrypHOro Iojisi B 3aroTOBKe, HarpeBaeMoi
B DJICKTPUYECKON NeYH, C UCHOIb30BaHUEM (DU3UYECKOTO
MOJICIIUPOBAHHUS.

Jns ocyiiectBieHus GU3NIECKOr0 MOACTUPOBAHUS He-
00XOAMMBI CIeyIOIINe IeHCTBHS:

— BBIOpaTh MaTepuas MOJICITU U U3TOTOBUTH €¢;

— paccumTarh JIMHEHHBIN MacIITad MOJEIUPOBAHUS, HCXO-
JIsl U3 COOTBETCTBUS pa3MepoB Meun-o0pasia U Mednu-MOIeln
C OJTHOI CTOPOHBI, U pa3MepoB 0Opasiia ¥ MOJIEIH C JIPYTOH;

— paccuyMTarh BpEMEHHOW MacIiTad MOACIMPOBAHHUS, UC-
XOJIs1 U3 paBeHCTBa kpuTepus Oypwe 11 00pasia u MoJeny;
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Tabnuuma 4
Hcxonnble TaHHBIE VISl PacYeTa TeMIIEPATyPbl rpeloleil cpenbl B meYu-Mo/1eJIH
Table 4. Initial data for the calculation of temperature of the heating medium in the furnace model
Obpa3en Mopnenb
[Tokazarens
o0o3HayeHue 3HAUCHUE 0003Ha4YeHNe 3HaYECHHUE
CrerneHb YepHOTHI €, 06p 0,8 €, o 0,6
CrerneHb YepHOTHI IEKTPUIECKUX HarpeBareleit €1 06p 0,9 €, o 0,9
CreneHb pa3BUTHS KIaJIKA O o6 5,54 o 0,55
ITpuBenenHslil K03QGUIUEHT U3TyUeHUs Copodp 4,46 o 3,04
Koo duirenT KuHeMaTuueCcKol BA3KOCTU BO3/yXa, M2/c Vsosp 6,13-107° Vsnon (.. Mou) 5,3310°°
Kos¢ppurnmenT rermonpoBoaHocTr Bo3ayxa, Br/(M-K) 7»2061, 0,052 Asyonec von) 0,048
Kpurepuii [Tpanamis Bo3ayxa Pry s, 0,662 Pro o (e vod) 0,659
Kpurepuii Hyccenbra Nug, 37,45 Nu o (o) 5,06
Koa¢dumuent teroornaun konsexmei, Br/(m?-K) a6 3,51 & vox (tC.K. MOZ[) 2,0
Koaddunuent temonposoanoctu, Br/(M-K) Ao 19,1 Mo 0,713
Ternoemkocts, Jx/(kr-K) C06p 520 Chon 938
IL10THOCTB, KI/M? Posp 7653 Pron 1700
Ko3(duLueHT TeMnepaTypoIpoBOTHOCTH, M2/C N 6,11-10°° dyon 4,47-107
CKOpOCTh CpEIbl B TIEUH e.o6p 0 W, on 0
ComeprxaHue a30Ta B BO3IyXe N, 79 N, 79
ConepxaHue KHCI0posa B Bo3ayxe, % 0, 21 o, 21
Bpewms Harpesa, u Lsp 11,5 - -
Temmnepatrypa rperoieil cpenbl koHeuHas, °C Lo odp 700 Lo von 604
Temneparypa rperoieii cpeasl HauyaiabHas, °C Low o6p 23 Tt von 20
Tabnuma 5
Macurtadbl, TeMIepaTypbl 4 BpeMs /1 MOAeJIMPOBAHUS HArpeBa
Table 5. Scales, temperatures and time for heating modeling
JInneinnbIin JInneinbIi TemneparypHblit Bpemennoit
Macmrad 1o ceueHuo OmoMa | Macmtad 1o JuImHe Onoma Mmacmrad Macmrad
d L t T
k, =—%® 1522 k=% —10 n =% —1158 n,=—2 =16,94
T.MOJ LH.MOZI MO ’CMOH
T T
[Hupuna Jnuna emreparypa emreparypa Bpewms narpesa
HarpeBa MOJIEeIU-TIeYn HarpeBa MOJIEIU-TIeYH
MOJIETN-0TFoMa, M MOJIeTH-0IroMa, M o o MOJENH, 9
HavasbHas1, °C koHeuHas, °C
bys /
=P = = 0_6]3 = — —
bM(’ﬂ B k 0’036 ZMO’" k 0,220 tl‘[.MO.C[.H =23 t =604 TMOIl =23
d 1 TL.MOJL.K

— paccyMTaTh TeMIIEPaTypPHBIA MACIITa0 MOJICITUPOBAHUS,
rcxozs 3 GayaHca y[enbHOro TEIIOBOro MOTOKA Ha MOBEPX-
HOCTh HAarpeBaeMoro MeTajuia M3JMy4eHHEM M KOHBEKLIHEH U
YAEIBHOTO TEIJIOBOTO OTOKA BIVTyOb HArpeBaeMOi 3arOTOBKH;

— HarpeTb MOJEJb B IEYH-MOJIEIN C 3aMEpPOM BpeMe-
HU HarpeBa MOZEIHM M TEMIIEPATYphl HA €€ NOBEPXHOCTH U
LIEHTPE U MPOU3BECTH NEPECUET BPEMEHU U TEMIIEPATyphbl

Ha 00pasell C y4eTOM TeMITepaTypHOTo U BPEMEHHOTO Mac-
MITa00B MOJEITHUPOBAHMUS.

[ToydeHHbIE pE3yNbTaThl ITO3BOJSIIOT HCHONb30BATH
(u3nueckoe MOJEIMPOBAHUE C LIETbIO pacueTa TeMIepa-
TYPHOTO TIOJISI B pEasIbHOM 3arOTOBKE M, €CIIH 3TO HEO0OXO-
JUMO, KOPPEKTUPOBAHUSI TEMIIEPATYPhI MEUU C LENbIO Ol-
TUMM3AIUH BPEMEHH HarpeBa CajaKH.
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600

Temnepamypa, °C
w
S
S

200
100
1 1 1 1 1 1
0 10 20 30 40 50 60 70
Bpems, mun

Puc. 3. PexxuM Harpesa o0pasia U3 CHIMKaTHOIO KUPIHYA!
1 — Temneparypa reuu; 2 — TeMIieparypa oBepXHOCTH 00pasiia;
3 — Temmeparypa HeHTpa 00pasia

Fig. 3. Heating mode of the sample of sand-lime brick:

1 — temperature of the furnace; 2 — temperature of the sample surface;

3 — temperature of the sample center
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MeToauka nepecuera JaHHbIX MOAC/IH HA 06])336[1
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THE USE OF PHYSICAL MODELING TO DETERMINE
TEMPERATURE FIELD IN THE BILLET

O.B. Kryuchkov

Volgograd State Technical University, Volgograd, Russia

Abstract. When heating billets in a furnace for heat treatment and metal

forming, it should be possible to quickly heat the surface of the billet
with a minimum differential temperature in its cross-section, which
depends on the initial temperature of the surface and the center of
the billet, the initial furnace temperature and the speed of its increas-
ing. The temperature difference over the cross section of the billet
contributes to thermal stresses in it. In the process of billets heating,
thermal stresses must not exceed allowable stress values in the elas-
tic region, depending on the thickness of the heated layer of metal
and its chemical composition. Thus, to obtain high-quality billets at
a maximum furnace performance, it is necessary to use the optimal
heating mode, the testing of which to avoid high material costs can
be realized by using physical modeling. Physical modeling of the
object of study — real sample is replaced by a model where the heat-
ing is carried out in a furnace model. For physical modeling, one
need to choose material of the model, to select or manufacture the
furnace model, to calculate the linear scale of the model and to make
it possible to calculate the temperature and time scales of modeling,
according to which to make model heating at model furnace with
the measurement of the temperature field of the model with a further
recalculation of the temperature on a real sample. The calculating
method is proposed for the temperature field in an industrial billet
of ShKh15 steel heated for heat treatment, namely for softening an-
nealing, in an electric well, using physical modeling, conducted in a
laboratory chamber electric furnace. The article justifies the choice of
material for making the model, and the method of calculation linear,
temperature and time scale of the simulation. Based on the experi-
mental measurements of the temperature on the surface and in the
center of the model when it is heated in an electric chamber furnace
model, the recalculations are given for the temperature field over the
cross section of the industrial bloom in different time periods using
the received scale.

Keywords: physical modeling, material models, linear scale of the model,

temperature and time scale of simulation, metal heating under ther-
mal-processing and treatment of metals by pressure, temperature
field in the billet.
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