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IIpeocmasnenvi pe3ynomamel UCciedo8aHUll No OYenKe CMOUKOCHU PACXOOHBIX dNEeMEHMO8 annapamuoll 4acmu moHKOCMpPYUHoU
naazmenHol pesku. Ommedenvl npUtUHbl, 8bI3bIGAIOWUE USHOC OCHOBHBIX PACXOOHBIX S71EMEHMO8 NIA3MOMPOHA — KAmood, COnd u
KOINAuKa CONNA. YCManoBIeHo, Ymo U3HOC Kamood Onpeoeisiemcs UHMeHCUBHOCHIbIO SMUCCUOHHBIX NPOYECCO8 NPU 3aAANCUSAHUL JYeU,
U3HOC CONNA — MENN0BLIMU U MEXAHUYECKUMU 8030€UCMBUAMU, USHOC KOINAYKA CONLA — 8030elicguem 080UH020 0y2000pa308aHus.
Bonpoc 3amenbl pacxoOHbix 31EMEHMO8 CIAHOBUMCA 0CODO 8ANCHBIM NPU 0OpAbOmMKe u30enuil 8 NOIYAGMOMAMULECKOM YUKe, K02od
8pems 06paboOMKU COUBMEPUMO UNU NPeBblUident NepuUood CIMOUKOCMU PACXOOHBIX diemMeHmog. [Iposedennulil cpasHumenvHulll anau3s
HAOOPOB ¢ pasIuUHbIMU KAMOOamMu NOKaA3al, Ymo UCnoIb308AaHue Kamooos ¢ NOBbIUEHHbIM PeCypCom HO CPABHEHUI) ¢ 0ObIYHBIM NO360-
AUNO yeenuuums Kkak ooujee yucno npoousox ¢ 62000 803, mak u dnuny nymu peza —c 66 0o 88.m. [oryuennvie Oannvle coomeemcem-
8yIOM pabome 8 peKOMEHOOBAHHBIX NPOUZBOOUMENEM PeXCUMAX packpos. Janvhelliiee nogvlueHue pecypca oKa3anoch 803MONCHbIM
npu crudcenuu ckopocmu peza 0o 30 %.IIpu smom Koruwecmeo npodusox 0isi HAOOPOs ¢ 0ObIYHBIM Kamodom yeeruuunocs 00 860,a
nymo peza — 0o 102m. Hcnonvsosanue 6 HA60pax pacxoOHvlX eMeHmo8 Kamood ¢ NOBLIUEHHbIM PECYPCOM HA NOHUNCEHHbIX CKOPO-
CMAX NO38ONUILO0 DONOTHUMENBHO Y8enuuums pecypc e2o pabomsl. Tak, Koruwecmso npobusox evipocio 0o 1 024,a nyme — 0o 116.m.
CHudicenue CKOpOCmuU pe3a npu NOSLIUEHUU Pecypca pabomul He NPUBENo K CHUdICEHU0 kauecmea obpabomku. Pesynomamom npoge-
OEHHBIX UCCTEO0B8AHULL ABNAEMCI PEKOMEHOAYUsL N0 UCNONB30BAHUIO KAMOO08 C NOBLIUEHHBIM PECYPCOM PAOOMbL U CHUNCEHUI) CKOPO-
cmu peza npu ONUMenbHbIX YUKIAX 00pabomKu.

KuroueBble c10Ba: TOHKOCTpYHHAS IUTa3MEHHAS PE3Ka; KaTO; COIUIO; IUTa3MEHHAsl Ayra; H3HOC, CTOMKOCTh PACXOIHBIX JJIEMECHTOB.
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The article presents the results of wear resistasts for consumable items of a plasma cutter'silvare under high-precision
plasma cutting. The causes of deterioration ofliasic elements of the plasma cutter's consumables as cathode, nozzle cap and
nozzle are shown. It was found that the wear ot#ikode is determined by the intensity of the @onisprocesses in the arc ignition,
the wear of nozzle is determined by thermal andharécal stress and the wear of nozzle cap is détemnby the influence of the
double arcing. It is shown that the issue of replgcconsumable items becomes especially importarthe processing in semi-
automatic cycle, when the processing time is coaiparto or greater than durability of consumablenits. Comparative analysis of
sets with different cathodes showed that the usatbiodes with increased service life as opposeatbtmal allowed increasing the
total number of punched holes 620 to 803, and ik [ength of cut from 66 m to 88 m. These valoesespond to operation at the
manufacturer's recommended conditions of cuttingurfer increase of resource can be possible aetocutting speed up to 30%.
The number of punched holes for sets is increas@&b®, and the way of cutting is up to 102 m. Usietg of consumables to the ca-
thode elements with increased service life at reduspeeds made it possible to increase its self@®ver. Thus, the number of
punched holes grew to 1,024, and the length ot@dtl6 m. Reducing the cutting speed with increpservice life has not led to a
decrease in the quality of cutting. The resulthaf tesearch is recommendation to use cathodesanitihcreased service life and re-
duced cutting speed at longer processing time.

Key words: high-precision plasma cutting; cathode; nozzlesipia arc; wear; service life of consumable items.

MaHMe yJEISIOCh UCCIE0BAHNIO U PA3BUTHIO PA3IMYHOTO
pona 3JIeKTpOPHU3NIECKUX TEXHOJIOTHH, OCHOBAHHBIX Ha
MHBIX MexaHm3Max (opMooOpazoBaHusi 00padaThIBAEMBIX
noBepxHoctei. K TakuM TEXHOJOTHSM CIIeIyeT OTHECTH
TEPMHUUYECKHE METOAbI PAcKpOs METAIMYECKUX Marepua-
JIOB — JIa3€pPHYI0 W TOHKOCTPYHHYIO IUIa3MEHHYIO PE3KY.

Beenenne

B TexHOIOTMHM W3rOTOBJIEHHUS MAaNIMHOCTPOUTEIHLHON
MPOJYKIMM OCHOBHOE MECTO TPAJUIHMOHHO 3aHUMAOT
HPOIIECCH MEXaHMIeCcKol 00paboTku (jre3BuiiHoil u abpa-
3uBHO#). B mocienHue qecsTUICTHS 3HAYUTEIbHOEC BHH-
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[lepcrieKTHBHOCTH MCIIOIB30BAHMS IIA3MEHHOTO PacKpos,
€ro TEXHOJIOIMYECKNEe BO3MOKHOCTH OTPAKEHBI B paboTax
[1-4]. Hekotopsie uccienoBaTelln pacCMaTPUBAIOT TOHKO-
CTPYHHYIO IIa3MEHHYIO PE3KY Kak JOCTOWHYIO aJbTepHa-
THBY JIa3€pHOU TexHONOruu [5]. AKTYalbHOCTH HCCIEIO-
BaHWH B 00JIACTH Pa3BHUTHS COBPEMEHHON MOIM(pUKALNT
IUTA3MEHHOTO PACKPOsi METAUIMYECKUX MaTEepHajoB MOJ-
TBEpXkKIaercs B paborax [6; 7], MOCBAIICHHBIX ONTUMHU3A-
LIUHX TIpOIIecca 10 MapaMeTpaM yAeIbHOro BeIHOCA 00pada-
TBIBAEMOr0 MaTepHana U (OPMHUPOBAHHIO IIEPOXOBATOCTH
noBepxHocTH pe3a. Paborer aBTopoB [8—10] mocssiieHb!
BBISIBJICHUIO CTEIIEHH BIIMSHHSI TEXHOJIOTHYECKUX TTapaMeT-
poB 00paboTKM Ha (GOpPMHPOBAHHE KPOMOK pe3a M MOA-
TBEPXKJIAIOT NEPCIEKTUBHOCTh JTAHHOW TEXHOJIOTHH B J0C-
TYDKEHNN BBICOKHX ITOKa3aTelel KadecTBa pesa IpH odpa-
00TKEe Pa3IUYHBIX KIACCOB METAIMYECKNX MaTepHuaios. C
9THM CBSI3aH MHTEpPEC K TEOPETHYECKUM HCCIIEOBAHUSIM
BBICOKOIHEPT€THYECKOT0 IUIa3MEHHOI'0 HarpeBa, Harpas-
JICHHBIM Ha MOJEJIMPOBAHNE MPOIECCOB B 30HE 00pabOTKH
[11-15]. Teoperuyeckue HCCICIOBAHUS BO3HHKHOBEHHS
TorpenHocTel  popMooOpa3oBaHnsl NPU TOHKOCTPYHHOMH
Ia3MeHHoOH pe3ke [16] opreHTHpOBaHbI Ha Pa3BUTHE TEX-
HOJIOTMUECKUX AaCHEKTOB JAaHHOTO MeTojga OO0pabOTKH.
DKcneprMEeHTaJIbHBIE WCCIIECIOBAHMS, MTOCBSIICHHBIC H3Y-
YEHUIO TOYHOCTH M KayecTBa pe3a HPU TOHKOCTPYHHOMH
IUTa3MEHHON pe3Ke, MoATBepAmIn ee d(P(PEKTUBHOCTh Kak
COBPEMEHHOW TEXHOJIOTHH 3arOTOBUTEIHHOIO IPOM3BOJI-
cra [17-19].

Criennduka 1eKTpOoPH3NIECKUX TEXHOJIOTHUH 3aKIiova-
ercsi B TOM, YTO MHCTPYMEHTaMH IpH 00pabOTKe MOryT
OBITh JIa3EPHBIH JIyd, TUTa3MEHHAS JIyra WM 3JICKTPHIECKOe
ToJie, He TOJBEpP)KCHHBIC TPAJAUIMOHHOMY JUISI MEXaHH4e-
CKOM 00pabOTKM M3HOCY WJIM BBIXOJY M3 CTPOSI BCIIC/ICTBUE
MoJIOMKH. TeM He MeHee, B anmapaTHOW YacTH, peasu3yro-
meld AT TEXHOJIOTHH, TPHCYTCTBYIOT JIETalld, KOTOpPBIC
MMEIOT OrpaHMYEHHBIA pecypc padoThl, U UX CIeIyeT pac-
CMaTpHUBATh KaK PACXOJHBIC JJIEMEHTHI. J{J1s1 TOHKOCTpYHHOM
TUTA3MEHHOW PE3KH K TaKUM 3JIEMEHTaM B HEPBYIO OYEpe/ib
OTHOCSTCS KaTOJI, COIUIO M KOJIA4OK coruia. OrpaHUYeHHBIH
pecypc paboThl OOBSCHSETCS TEM, YTO B IPOIECCe PabOTHI
Ha HMX OKAa3bIBAIOT BJIMSHUE TAaKUE BO3JICHCTBUS, KaK TEM-
repaTypHoe — OT CToj0a IUIa3MEHHOM JyrH, MeXaHWde-
CKOE, BBI3BAHHOE JIBIDKCHHEM Ta30BBIX ITOTOKOB, & TAKXKE
SMHCCHOHHBIE TIPOLIECCHI Ha KaTO/E. DTO BHI3BIBACT yBEIIH-
YeHHE MaMeTpa OTBEPCTHUS COIUIA C TTOTEPEH €ro reoMeTprH
1 BBI'OpPAaHHE TYrOILIABKOHW BCTaBKM KaToJa, YTO YXy/IIAeT
sHeprod(h(HeKTUBHOCTH IUIasMeHHON nyru. Kak ciencrsue,
CHIDKAETCSl KaUuecTBO pe3a M BO3HMKaeT Opak. [Tomumo pas-
MEpHOT'0 U3HOCA COIlIA 1 KaTo/a IMPH TOHKOCTPYHHOH T1a3-
MEHHOH pe3Ke BO3MOKHO BO3HHKHOBEHHE TaKOT'O HEraTHB-
HOTO SIBJICHHS, KaK JIBOHHOE JyrooOpa3zoBaHue. ITO CBSI3aHO
C TeM, 4TO TOMHMO PEXYIIEH IYyru MEXKIy KaToIoM, dJie-
MEHTaMHu 00pabaThIBAEMOro MaTepHaia Ha Cpe3e Coruia MilH
KOJIMa4yka ¥ 00pabaThIBaeMbIM MaTEpHaoM BO3HHUKAIOT JI0-
TIOJTHUTENIBHBIE  JYTH, BBI3BIBAIOIINE KaTacTPO(UUECKU
N3HOC PACXOIHBIX JIEMEHTOB M BBIXOJI MX U3 cTpos. [Ipnun-
HBI M YCJIOBHS BO3HHUKHOBEHHUS JBOMHOTO AyrooOpa3oBaHUs
paccmoTtpensl B padote [20].

Bo3MoxHBIE BBl H3HOCA PACXOAHBIX HJIEMEHTOB
IUIa3MOTPOHA TIPEACTABICHBI B padote [21], a BIUAHHUIO UX
N3HOCA HAa TOYHOCTH (pOPMOOOPA30BAHUS TOCBSIIICHBI HC-
crnenoBanusi [22—24]. Ilytu MOBBIMICHHS CTOHKOCTH pac-

XOJHBIX AJIEMEHTOB IUIA3MOTPOHA OTPa)XEHBI B pabOTax
[25; 26].

IToMuMO TpaJUITOHHBIX TEXHOJIOIMYECKUX ITapaMeTpOB
IUTA3MEHHOTO PAcKpost (TOK JyrH, HANpPSUKCHUE, JABJICHHUE U
PacXoJl PEXKYIIETro U 3aBUXPSIFOIIEr0 ra30B, MX COCTaB M T. 1I.),
ONpPEEIAIONINX IPOIECC TEPMUUECKON PE3KH, HCCIIeN0BaTe-
JSIMH  JIOKA3aHO, YTO 3BYKOBas XapaKTepHCTHKA (UIym-
(baKxTop) MCTEUCHHS IUIA3MEHHON CTPYH MOYKET CIIY)KHTH WH-
(hopMaIMOHHBIM CUTHAJIOM O TEUCHHUH IpoLiecca 00padOTKH 1
COCTOSIHMM PACXOIHBIX 311eMeHTOB [27—31].

ToukocTpyiiHas TIa3MeHHasi pe3Ka, IpeTHa3HaueHHas
JUI TIOJTyYEHHUS! CIIOKHONPOPUIBHBIX JeTajel, SBISICH
TEXHOJIOTUEN 3arOTOBUTEIBHOIO IMPOU3BOJCTBA, BBIIOJIHS-
€TCsl Ha TEXHOJIOTMYECKUX KOMILIEKCAaX, OCHAIIEHHBIX CHC-
temoit UITY. 3avactyro BpeMsi oOpaOOTKM OIHON JeTanu
MPEBBIAET MEPHUOJ CTOMKOCTH PACXOIHBIX 3JIEMEHTOB
wiazMorpona. HeoOXoanMocTh UX 3aMeHbI TI0 XOxy o0pa-
OOTKM HE MO3BOJISIET PEAN30BATh €€ B PEKUME TOJTyaBTO-
MaTHYECKOT0 IUKJIA.

B cBs3M ¢ 3TUM LENBIO0 UCCIEA0BAHUS CTall MOUCK ITy-
TEH MOBBIIICHUSI pecypca padOThl PACXOAHBIX AJIEMEHTOB
IUIa3MOTPOHA B YCIIOBHSX ITOJIYyaBTOMATHUECKOT'O [IUKJIA.

IMonpodHoCcTH 3KcMepUMeHTOB. TEXHOJIOTUS TOHKO-
CTPYHHOH IIa3MEHHOM pEe3KH NpeiHa3HadeHa sl KOHTYp-
HOT'O PAcKposi KOHCTPYKIIMOHHBIX, HEPXKABEIOMINX CTaJIeH,
a TaKKe CIUIaBOB Ha OCHOBE Menu M amoMuHus. C TOYKH
3pEHUs COYEeTaHMs TEIUIO(PU3NIECKUX CBOMCTB M BS3KOCTH
MaTepHana, a TaKkKe €ro pacnpoCTPaHEHHOCTH KaK KOHCT-
PYKIIMOHHOTO, OOJBIION HMHTEpPEC NPEICTABISIIOT HEpiKa-
BEIOIME CTaJIM, II09TOMY B KauyecTBE HCCIIETYyEeMOro Mate-
puaina Obuta BEIOpaHa HeprkaBeromias cranbs 12X18HIT.

CTONKOCTHBIE HCHBITAaHWUS MPOBOAWINCH IIPH HCIOJb-
30BaHMM HOBBIX PACXOJHBIX JIEMEHTOB IIa3MOTPOHA MPHU
OCYIIECTBJICHUN PACKPOSI HEPKABEIOIICH CTaIM TOJIINHON
6 mMm. HccnenoBanus MpOBOAMINCH HAa MAIIMHE TEPMUUE-
ckoit pesku «Tepmut IIIIn». B cocraB 1aHHONM yCTaHOBKH
Bxomit cucrema UITY Burny Phantom ST (1koopaunat-
HBII CTOJI IOPTAJIBHOTO MCIOMHEHHS (2), HCTOYHHK TOHKO-
cTpyiHO# mia3menHoit pesku HiFocus 13Qc ra3oBoii KoH-
conbio (3), mwiazmorpon (4) u razobaioHHOEe 000pyI0Ba-
nue (5) (puc. 1).

OreHKa CTOMKOCTH PAacXOIHBIX 3JIEMEHTOB OCYILECTB-
JSIach TPH Pe3Ke JETaNd TUIIA «CUTO Ipoxora» (puc. 2).
OTINYUTEFHON 0COOCHHOCTBIO JIAHHOM JETaIH SBIIUIOCH
Hanmmgue Oospmioro komudectea (1 752 wT.) oTBepcTHii
OJIMHAKOBOT'O pa3Mepa.

B uccrenoBaHmsAX 3aMeHa PACXOIHBIX JIEMEHTOB (co-
IUIa M KaTO/a) OCYILECTBIUIACH OHOBPEMEHHO.

Puc. 1. Mammna repmudeckoit peskn «Tepmurt [TTTm»
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Puc. 2. Cuto rpoxora

DKCIICPUMEHTAIILHO ~yYCTAHOBJICHO, YTO CYLIECTBYET
npeeNibHast BEMYNHA H3HOCA PACXOMHBIX diIeMeHTOB. Tak
IUISL KATOJa TIPE/ICIbHOM BEIMYMHON H3HOCA SIBIIICTCS T10-
SIBJICHHUE JTYHKH T1youHoi 1,8Mmm (puc. 3).

Puc. 3. BeipaboTKa JIyHKH Ha KaTozie

JlanpHeliee yBeaudeHne BBIPAOOTKH MPHUBOIUT K He-
CTaOMIIBHOCTH ITOJPKUTA IIMIIOTHON IyTH H, CJIE0BATEIBHO,
K TIpepbIBaHMIO0 00paboTkH B 1enaoM. Kak ormedanoch BbI-
e, W3HOC JAHHOTO 3JIeMEHTa IUIa3MOTPOHA CBSI3aH C
SMHCCHOHHBIMH TIpOlleccaMy Ha KaToIHOI BcraBke. [Ipen-
BECTHHKOM HACTYIUICHUS MPEeIbHOr0 N3HOCA KAaToAa SIB-
JSIETCSL TIOSIBIICHUE CHElM(pUIECKOro CBHUCTa (yBENUYCHHE
ryM-(hakropa paboThl KOMILICKCA).

W3Hoc comuia xapakTepu3yercss HOCTEHECHHBIM YBEJH-
YEHHEM €0 BBIXOJHOI'O KaHajla M U3MEHEHHEM I'€OMETPUH
noriepedHoro ceuenus. Ilpm cobironeHny TexHOJIOrM4e-
CKUX PEKMMOB M PEKOMEH/IAIMH, NCKITIOYAIOMINX JBOHHOE
JyrooOpa3oBaHue, W3HOC COIUIAa JOJDKEH BBIPAKaThCs B
TIOCTETICHHOM YBEJIMUCHUN JIaMeTpa BBIXOAHOI'O KaHaja,
OJJHAKO B PEAJIbHBIX YCIOBHUSIX 00pabOTKH, OCOOCHHO NpH
npeodalaHiy OHOTO W3 HAIPABJICHWH B NEpPEMEIICHUN
IUIa3MOTPOHA, HAOIIOaeTCS HEPAaBHOMEPHBIN M3HOC KaHa-
JIa COIUIA, YTO XapaKTEPHU3YeTCsl MOSIBICHUEM JUTUIICHOCTH
B €r0 IOIIEPEYHOM ceuceHuu (puc. 4).

EHT = 20.00 kv
WD = 14.0 mm

Signal A = SE1
Mag= 150X

Date :22 Mow 2014
Phate Mo, = 1715

Puc. 4. DnnunTrdeckas ¢popma KaHana coria
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B wurore mnpeBbIlIeHNE JIOMYCTHMOI'O H3HOCA COIUIA
MIPUBOAMT K TIOSIBJICHUIO HEJOPE30B IpH 00paboTKe OTBep-
CTHH B 30HE 3aX0/1a — BBIXO/[A TUNIA3MEHHOM AYTH.

B uccnenoBaHusax ObLIM UCIIONB30BAHbI [Ba THIIA KATO-
noB — o0branbiii (SO02X) ¥ ¢ HOBBILICHHBIM PECYPCOM
pab6ors (SO002y).I1pu 5TOM KCIIOIB30BAIOCH COILIO OJHOIO
tunopasmepa (S2008x).B rtabm. 1 mpeacraBicHbI peKo-
MEH/IOBaHHBIC TPOM3BOAUTEIEM PEKUMBI IUIA3MEHHOTO
packposi, B TabJl. 2 — COCTaBbl, JaBJICHUE U PACXOH HC-
TIOJIb3YEMbIX B 00pabOTKE Ta30B.

Tab6muna 1
Pesicumor oopabomxu
Tommuna pesa, mm 6
Tok, A 50
Ckopoctb 00paboTKu, Mlmun 1,5
Bpewmst mpobuBky, cex 0,3
Beicora mpobuBky, ymm 3
Bblicora pesa, mm 2
Hanpsokenue, B 125
Tabmuna 2
Pexomenoyemvie eazvi
TeXHOMOTHS PE3KN HiFocug"*
Tommuna pesa, mm 6

3a)XUTalomuid ra3 — BO3IYyX

(nannenme/ pacxon) 5 6ap/20 men. mKkanst

Pexcymmii ra3 — Kucinopozn

10 6ap/20 men. mKanbr
(maBnenune/ pacxop)

3aBuxpsomuii ra3 1 — xucmopon
(maBnenwne/ pacxon)

3aBUXPSIOIINHI ra3 2 —a30T

(nanenme/ pacxon) 5 6ap/40 nen. mKanst

Kpome pexoMeHI0BaHHBIX 3HAYECHUH PEKUMOB 0Opa-
OOTKH, ISl OBBIIICHHSI CTOMKOCTH PACXOIHBIX HJIEMEHTOB
[POBOMIJINCH HCCIIenoBanus Ha cHmwkeHHsix (Ha 30 %)
CKOpPOCTSIX pe3a.

Pe3yabraTel m o0cysxkneHue. Pe3ynbraThl CTOWKOCT-
HBIX MCCIICIOBAHUI HAOOPOB PaCXOIHBIX HJIEMEHTOB Tpe/-
CTaBJIeHBI HA pHC. 5. [yl KaXX0r0 U3 McCleayeMbIx Habo-
POB IIPUBEICHO YCPEAHEHHOE T10 IISITH 3HAYCHUSIM KOJIHYe-
CTBO NMPOOMBOK U JUIMHBI pe3a.

[Tpn ncrionp3oBaHUM B HAOOpPE PACXOIHBIX HIIEMEHTOB
wiazmorpona karona SO02XKonnuecTBo NMpOOUBOK U3Me-
Hsutock ot 528 no 730, mpu 3TOM JUIMHA pe3a COOTBETCT-
BEHHO BapbupoBaiach oT 56 1o 77 m. Takum oOpazom,
cpesHee 3HaUCHHWE KOJMYECTBAa MPOOMBOK Uit HAOOPOB C
karogom S002xmpu ckopocru pesku 1,5 m/mMun cocrapis-
er 620,a cpenHee 3HaUCHNE UTUHBI pe3a — 66M.

OueBHUIHO, YTO CHIDKeHHE ckopocTH pe3kn Ha 30 Yoro-
3BOJIMJIO YBEJIMUUTH JUIMHY Pe3a M IOBBICHTH YHCIIO IIPO-
6uBok (puc. 5). VcepeaHeHHOE 3HAUCHHE KOIMYECTBA MPO-
6uBOK paBHsuToch 860, Ipu 3TOM CpeaHss UIMHA pe3a co-
craBmwia 102 M. Takum o0pazoM, CHW)KEHHE CKOPOCTH MO-
3BOJIMJIO TIOBBICUTH KOJIMUYECTBO NMpoOuBOK Ha 240 u yBe-
JIMYUTH JUIMHY pe3a Ha 36 M.
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Puc. 5. Croiikocts HabopoB ¢ karogoM SO002X mpu pasHbIX
CKOPOCTSIX 00pabOTKH

Ha puc. 6 npencraBieHbl CTOWKOCTHBIE MCCIICAOBAHUS
IIPY MCIIOJIB30BAaHUM B HaOOpE PacXO/AHBIX JIEMEHTOB Ka-
toga SO02yc moBbIIEHHBIM pecypcoM pabotel. Kak n B
cilydae MCIIONIb30BaHMUs HAOOPOB PACXOIHBIX JIEMEHTOB C
karomom SO002X,mns HabopoB ¢ katogom SO002ypackpoit
MaTepHaa OCYIIECTBIISUICS HA PEKOMEHIOBAaHHBIX HPOU3-
BOJIMTEJIEM PEKUMax 0OpaOOTKM M MPH MOHMKEHHOH CKO-
pOCTH pe3KH.

Hcrionp3oBaHNE KaTOIOB C IOBBINICHHBIM PECYPCOM
paboTHI TTO3BOIMIIO MOBBICHTH KOJIMYECTBO MPOOHMBOK. Y-
peIHEeHHOe 3HaYeHUE KOJIMYECTBa NMPOOMBOK Uit HAOOpOB
¢ karogom S002ympu ckopoctu pe3ku 1,5m/Mun cocrau-
mo 803,a cpenHee 3HaucHUE UTUHBI pe3a — 88M. CHmke-
HUe ckopoctd packpos Ha 30 % mo3BONMIO YBENMYHTH
KonruecTBO npoouBok 10 1 024u jymny pe3a — 1o 116M.
Takum 00pa3oM, CHMKEHHE CKOPOCTH ITO3BOJIMIIO TIOBBI-
CUTh KOJHMYECTBO NMPOOMBOK Ha 221 1 yBeNWYHTH JUIMHY
pe3a Ha 28M.
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Puc. 6. Croiikocts HabopoB ¢ karogoMm SO002y mpu pasHbIX
CKOPOCTSIX 00pabOTKH

CpaBHuBasi HAOOPBI PACXOIAHBIX 3JIEMEHTOB C OOBIYHBIM
KaTOZIOM M KaTOJIOM C IOBBIIICHHBIM PECYpCOM, CIEAYET
OTMETHUTH, YTO HCIIOJIB30BAaHKE MOCIIEHEr0 B Habope mpu-
BEJIO K YBEIMUYCHHIO KaK 4ucia npobuBok (Ha 183), Tak u
UMHBL pe3a (Ha 22 M) IIpU PEKOMEHIYEMOM 3HAYCHHN
CKOpocTH pe3ku. Vcronp3oBaHue B HaOOpe KaToJ0B C MO-
BBIIICHHBIM PECYPCOM IPU CHW)KEHHH CKOPOCTH PE3KH

obecrieunBaeT yBENMYCHHE JUIMHBI pe3a W KOJUYECTBA
IPOOUBOK.

VYBenmuuenne pabouero pecypca HaOOpa PpacxXOmHBIX
9JIEMEHTOB IIa3MOTPOHA, CBS3aHHOE CO CHIDKEHHE CKOpO-
CTH packpos JUisi 00EHX KOMIUICKTAIMi, MOXXHO OOBSICHHTb
C MMO3HIIMH TEIUIONEepeiauy B KaHaie pe3a. Kak oTMedeHo B
pabore [32], pu CHIKEHHH CKOPOCTH PACKpOsi BpeMst Ieii-
CTBUsI TEIUIOBOI'O MCTOYHMKA JUIsl HArpeBa oOpadaThiBacMo-
ro MaTepualia BIUIOTh JIO €r0 PacIUIaBJICHHUsS OKa3bIBACTCS
JOCTAaTOYHBIM, YTOOBI ()POHT paciiaBa IO KaHalIy pe3a
OKa3aJICsl HA MAaKCUMAJIbHO BO3MOXKHOM PAaCCTOSTHHU OT OCH
TEIUIOBOr0 HCTOYHMKA. [locienHee ompenensier Haaudue
000JIOUKH M30JIUPYIONIEr0 Ta3a BOKPYr CToj0a IUIa3MeH-
HOH JyTH, KOTOpasi B CBOIO OYEpPE/b CIOCOOCTBYET 3ariyo-
JICHHIO aHOMHOro msTHa. OT ero MOJIOKEHHsI 3aBUCHT Xa-
pakTep TEIUIONepeiadyd B KaHalle pe3a, a, CIeIOBATeNIbHO,
yaaleHue MPOIYKTOB paciuiaBa U3 30HbBI 00padotku. Kpo-
Me ITOro, Ha pas/ielicHHe MaTepHasia B 30HE 3aX0/ia — BbI-
X0/Jla ¥ BOSHUKHOBEHHE HEJJOPE30B B OTMEYCHHOW 00JIacTH
OKa3bIBaeT BIHMSHHUE TPACKTOPHUS UCTCUCHHS KUIKOM (a3bl
u3 kanana pesa. CornacHo nanasiv padotsr [33], onrumu-
3alsl TPACKTOPHH HCTedeHHs: (MTHOBEHHOE IIOJI0XKEHHUE
(bpOHTAIBHON [TOBEPXHOCTH Pe3a) MPOLYKTOB JKHUIKOU (ha-
3Bl MaTepHaia U3 KaHaja pe3a BO3MOXKHA 3a CYET U3MEHe-
HHE CKOPOCTH PACKPOSI.

BruiBoabl

VYcTaHOBIIEHO, YTO B HA0OpaxX PAaCXOMHBIX AJIEMEHTOB
Kak ¢ OOBIYHBIMM KaTOJaMH, TaK U C KaTogaMH, 00Jaaro-
LIMMU TOBBIIIEHHBIM PECYPCOM, CHHXKEHUE CKOPOCTH pPe3-
KH 00CCIICUHBACT ITOBBIIICHUE CTOMKOCTH PACXOIHBIX JJIe-
MEHTOB (YBETMUEHUE KOJMMUYECTBA MPOOUBOK, JUTMHBI PE3a),
YTO SIBIISCTCS OJIATONPHUSATHBIM (PAKTOPOM TIPH PACKpPOE
MaTEpHAJIOB C JUTUTCIHHBIM IIUKJIOM 00paOOTKH.
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