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Annomayusn. B pabote npeiokeHa KOHLETIUS KOMIUIEKCHOTO MOJEINPOBAHUS TJIa3MEHHOTO HANBUICHHS TTOKPBITHIA
Ha OCHOBE IIOPOUIKOBBIX IIOJMMEPHBIX MaTrepuaioB. IIpencraBieHo (HU3MKO-MaTeMaTHYECKOE OIHMCAHUE
Iporiecca ImyTeM pa3OUBKU ero Ha HECKOJIBKO OCHOBHBIX CTaJHH, KOMIUIEKCHOTO MOJICIMPOBAHMS BCeX CTaIuit
TUIA3MEHHOTO HaIBIJICHHUS CO CKBO3HOM Ilepenadeil JaHHBIX C OJHOW CTaguM Ha Apyryro. [Ipolecc mia3MeHHOTo
HambUICHUS OBLT Pa3OHT Ha CIICIYIOUINE CTaJUN: TeHepalys INIA3MEHHON CTPYH; BBOJ PACIBUIIEMOTO MTOPOIIIKa
B IUTa3MEHHYIO CTPYIO, €r0 HarpeB M YCKOPEHHE; B3aMOJICHCTBHE TNIa3MEHHOH CTPYH M pacIUIaBICHHBIX YacTHIL
MOPOIIKAa C OCHOBaHMEM. TeMIepaTypHOE pacHpeiesieHHe OTKPHITOW IUIa3MEHHOW CTPYH IIOJIydEHO
aNMpoKCHMAalNe YKCIIEPUMEHTAIBHBIX JaHHBIX IJIS Pa3iMYHBIX THUIOB IIa3MEHHBIX YCTAHOBOK, KOHCTPYKIIHH
IUIA3MOTPOHOB M PEXHUMOB UX paboThl. CKOPOCTh YaCTHIl IIOPOLIKA OINPEAEIAIACH ¢ YIeTOM 3akoHa HploToHa.
[Iporpes, miaBieHHe MOJMMEPHBIX YAaCTHIl IPH JBIKEHHH B BBICOKOTEMIIEPATYpPHOW Ta30BOil cTpye OBLIO
CBEJICHO K pelleHHIo nuddepeHranbHoro ypaBHeHuHs TeronpoBoaHoctd Oypre-Kupxroda B chepuueckux
koopauHaTax. @opMHpOBaHHE MOJIUMEPHOrO CJIOS MPU IUIA3MEHHOM OCaXJIEHHMHU IIPEJCTaBIECHO C MOMOIIBIO
BhIpaKeHUsT Manexcku. PesynbraroM MoJenMpoBaHMsl IUIA3MEHHOTO Mpoliecca sBIseTcss HHpOpMAIys o
xapaktepe JeOpMUpPOBaHHs PACIUIABJICHHBIX YacTHI] MOPOUIKA NPH COYNAPEHHH C OCHOBAaHUEM, TOJIIMHE
OCa)XJICHHOTO TIOKPBITHS, €Tr0 IOPHCTOCTH, IPOYHOCTH AJATE3MOHHOTO COEAMHEHWs W 1p. PaspaboraHHas
KOMITBIOTEpPHAsI MOJENb IO3BOJISIET TPOBOJWTH ONTHUMHU3AIMIO TEXHOJOTMYECKHX PEKHMOB HAHECECHUS
IUIA3MEHHBIX TTOJIMMEPHBIX HMOKpPbITHii. [IporpaMMHO-MaTeMaTHIECKHiT KOMIUICKC PUMEHEH JUTS HCCIICIOBAHUS
U ONTUMM3ALMM IIpollecca HANBUICHHUS OSIOKCHUAHBIX MNOKpbITHH. IIpM cpaBHEHMM pacdeTHBIX W
9KCTIEPUMEHTAIBHBIX JaHHBIX CleNaH BBIBOJ 00 afeKBaTHOCTH pa3pabOTaHHOW MaTeMaTHYeCKOW MOJIEIH.
TexHoOTHA TIa3MEHHOTO HAITBUICHHSI TOPOMIKOBBIX MOJMMEPHBIX MOKPBITHH TpeIaraeTcsi Uil OKPacKH
KpyNMHOTabapUTHBIX TPAHCHOPTHBIX CPEJICTB, B TOM YHCJIE CTPYHHOTO TpaHCHoOpTa (FOHUMOOWIEH), dTo
HEBO3MOXHO TPA/IMIIHOHHBIMU METO/IaMH TIOPOIIKOBOTO HAITBLICHHSL.

Knwuesnie cnosa: TMOPOIIKOBBIC MOJIMMEPHBIE MAaTECpHUAJIbI, IJIA3MCHHBIC MMOKPBITHUA, MATEMATHYICCKOC MOJCIIMPOBAHUC,
CTaJluM IJIa3MEHHOT'O MPOoIeCcCa, KOMIBIOTEPHAA MOAECIb
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Abstract. The paper proposes the concept of complex modeling of plasma spraying of coatings based on powdered

polymer materials. A physical and mathematical description of the process is presented by dividing it into
several main stages, complex modeling of all stages of plasma spraying with end-to-end data transmission from
one stage to another. The plasma spraying process was divided into the following stages: generation of a plasma
jet; introduction of the sprayed powder into the plasma jet, its heating and acceleration; interaction of the plasma
jet and molten powder particles with the base. The temperature distribution of the open plasma jet is obtained by
approximating experimental data for various types of plasma installations, plasma torch designs and their
operating modes. The velocity of the powder particles was determined taking into account Newton’s law. The
heating and melting of polymer particles during movement in a high-temperature gas jet was reduced to solving
the Fourier-Kirchhoff differential equation of thermal conductivity in spherical coordinates. The formation of a
polymer layer during plasma deposition is represented using the Madezhsky expression. The result of modeling
the plasma process is information about the nature of deformation of molten powder particles upon impact with
the base, the thickness of the deposited coating, its porosity, the strength of the adhesive compound, etc. The
developed computer model makes it possible to optimize the technological modes of applying plasma polymer
coatings. The software and mathematical complex is used to study and optimize the spraying process of epoxy
coatings. When comparing the calculated and experimental data, a conclusion is made about the adequacy of the
developed mathematical model. The technology of plasma spraying of powder polymer coatings is proposed for
painting large-sized vehicles, including SkyWay transport (unimobiles), which is impossible by traditional

powder spraying methods.
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Beenenue

I1na3MeHHas TEXHOIOTHUS — OHA U3 MEPCIEKTHB-
HBIX TEXHOJIOTMII HaHECEHHsA MNOKpbITHUI. Bo3moxk-
HOCTh OJTHOBPEMEHHOT'0 Pa3JeIbHOIO U COBMECTHO-
ro, B TOM YHCIIE€ TOCIEIOBATEIBHOIO OCAXKICHUS
KOMITOHEHTOB Pa3JIMYHOM MPHUPOIBI B IIa3MEHHON
crpye — 3G QeKTUBHBIN cocod co3naHus MaTepHa-
JIOB U IOKPBITHI C YHUKaJIbHBIMU CBOMCTBaMH [1; 2].

[Tosryuenue BBICOKOKAUECTBEHHBIX IUIa3MEHHBIX
MOJIMMEPHBIX TOKPHITUH (puc. 1) ¢ 3amaHHBIMH
CBOMCTBAaMU CBSI3aHO C ONTHMH3ALUEN TEXHOIOIMU
HaIBIJICHNs], KOTOpasi, B OCHOBHOM, OCYILECTBISET-
CSl YMCTO HKCIEPUMEHTANIBHBIM ITyTeM. M3-3a ciiox-
HOCTH U MHOTOYHCIEHHOCTH (U3MKO-XUMHUYECKHX,
MEXaHWYECKUX U JPYTUX MPOLECCOB, MPOTEKAOIINX
B CHCTEME IIJIa3MOTPOH — IJIa3Ma — MOJINMEP — OCHO-
Ba, M3-32 UX TECHOW B3aMMO3aBHCHUMOCTH TpHOOpe-
TaeT BayKHOE 3HAUEHHE pa3paboTKa MaTeMaTH4ecKoi
MOJIEJIN MIPOoIiecca TIa3MEHHOTO HAIBIICHHS TOPOLI-
KOBBIX TIOJIMMEPHBIX MAaTepHajoB C MPOTPaMMHOMN
peanu3anuen.

OTcyTcTBHE JaHHBIX O BO3JECHCTBHH IUIa3MEH-
HOM CTpyH Ha MpOLECCHl CTPYKTYPUPOBAHUA U TEp-
MOOKHCITUTENFHONW AECTPYKIUU TIOJIMMEPOB, O BIH-
STHUM KOMIIOHEHTHOTO COCTaBa M TEXHOJIOIMUYECKUX
MapaMeTpoB IUIa3MEHHOIrO IMpolecca Ha 3KCILTyaTa-
LIAOHHBIE CBOWMCTBA MOKPBITUI OrPaHUYMBAET HX
MIPaKTHYECKOEe MCIONb30BaHNE. B CBSI3M C ATHM
MIPOBEJCHUE UCCIIEIOBAaHUN B TaHHOM HalpaBICHUH
ABIISIETCSl AKTyaJbHBIM; IIOJY9E€HHBIE PE3YJIbTaThI
MO3BOJIT COBEPIICHCTBOBATH TEXHOJIOTHIO (HOPMH-

pOBaHMA IUIA3MEHHBIX IOKPHITHI Ha OCHOBE IHC-
MEPCHBIX MOJIMMEPOB.

Hmeercst 3HaUNTENFHOE KOJIMYECTBO padoT, mo-
CBALICHHBIX HCCIETOBAaHUIO B3aMMOJAEUCTBUS JHC-
NEPCHBIX MAaTEPHAJIOB C IJIA3MEHHBIMU CTPYSMH, HO
3TH paboOTHI OO KACAIOTCS HEOPTaHWYECKUX Ma-
TepuanoB [3 — 5], mub0 OrpaHUYMBAIOTCS PEIICHH-
€M 3a7a4 MOJETUPOBAHUS TOJBKO OTHEJBHBIX CTa-
JUH mpoliecca MIa3MeHHON nepepadoTKy MOJIUMep-
HBIX MAaTE€pHaJiOB C YHUCTO MaTeMaTH4YeCKHM UX
omnHcaHueM 0e3 KOHKPETHON NMpOrpaMMHOM peaju-
3amuu [6 — 8].

Llenpio HacTosmIel pabOTHI SBIISIACH pa3padoT-
Ka KOMITBIOTEPHOIN MOJENH IJIa3MEHHOT0 Ipoliecca
(opMHPOBaHUST MOKPBHITUM M3 IUCIEPCHBIX IOJIHU-
MEPOB ¢ KOMIIBIOTEPHOHN peanu3auen.

KoHuenmusi KOMIJIEKCHOT0 MOJeJIMPOBAHUS
nmpouecca IIa3MEHHOr0 HANbLICHUs MOKPBITHIA
M3 NOPOIIKOBBIX MOJIMMEPHBIX MATEPHAJIOB

B ocHOBY pa3paboTku MaTeMaTUYECKONH MOJICIH
TOJIOYKEHBI:

— pa30uBKa IJIa3MEHHOTO MPOIlecca Ha HECKOIb-
KO OCHOBHBIX CTaHM;

— KOMIUJIEKCHOE MOJICIMPOBAHUE BCEX CTaIUi
IJIa3MEHHOI'0 HAIBbUICHHUS CO CKBO3HOU mepenaueit
JIaHHBIX C OJIHOM CTaJIMM Ha APYTYIO;

— MaTeMaTUYeCKOe OIHCAHUE SIBICHUM, CBS3aH-
HBIX C TeHepalueil Iuia3Mbl, CTPYHUHBIM TEUECHUEM,
B3aUMOJIEUCTBUEM JUCIEPCHOIO Marepuaia ¢ MoTo-
KOM BBICOKOTEMIIEPATYpPHOIO Ta3a MU IUIa3Mbl, yjaa-
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Puc. 1. Cxema mia3MeHHOTr0 nponecca HaAaHECCHUs MOJIU-
MEpHBIX MOKPBITHIL:
1 — BomsiHOE OXJaXKJAeHHE; 2 — BBOJ ILIa3M000Opa3yomero
rasa; 3 — 2JeKTPOU3OSAIUOHHBINA OJOK;
4 — xarox MIa3MOTPOHA; 5 — aHOJ MIa3MOTPOHA;
6 — na3MeHHas CTPys; 7 — BBOJ HambUISIEMOTO MOPOIIKA;
8 — ma3MeHHas CTpPys C HarpeThIM MOPOLIKOM;

9 — nokpeitue; 10 — HanmpuIseMoe u3geaue (OCHOBaHNUE);
K — nuctaHnus BBOJA MOJMMEPa B MIa3MEHHYIO CTPYIO;
L- AUCTAHIMA HAIBUJICHUS; O — YIroJl BBOJIa NOJIMMEPHBIX
YaCTHI B IJIA3MEHHYIO CTPYIO
Fig. 1. Scheme of the plasma process for applying
polymer coatings:

1 — water cooling; 2 — input of plasma-forming gas;

3 — electrical insulating block; 4 — plasmatron cathode;
5 — plasma torch anode; 6 — plasma jet; 7 — input of
sprayed powder; 8 — plasma jet with heated powder;

9 — coating; 10 — sprayed product (base); K — distance
where the polymer is introduced into the plasma jet;

L — spraying distance; a — angle of introduction of poly-
mer particles into the plasma jet

POM HHIMBUAYAIBHBIX YACTHUIl ¢ OCHOBOW, (hopmu-
POBaHHMEM U3 HUX OCAXKIACHHOTO CJIOS;

— Yy4YeT MpU MOJCIUPOBAHUU TEMIIEPATYPHBIX
3aBUCHUMOCTEH CBOMCTB MIa3M000pa3yIOIINX Ta30B
Y MaTepuaia NOKPHITHIA;

— HMHTErpainus B COCTaB Mojeiau 0a3 JaHHBIX
CBOWMCTB BEIIECTB, VYYaCTBYIOIIUX B MPOIECCE
HaIBUICHNS], TEXHOJIOTHYECKIX PEKUMOB, TTapaMeT-
pPOB 00OpyAOBaHHS M APYrod MHPOPMAIUH, HEOO-
XOJUMOU JJ1s1 KOMILIEKCHOTO MOJICIMPOBAHHS,

— BBEJCHUE B COCTaB MOJEIH 3JICMEHTOB DKC-
MEPTHBIX CHUCTEM JIJIsl aHAJIM3a PEe3yJIbTaTOB HMCCIe-
JIOBaHUU M BBIOOpa HAaHOOJIee ONTUMAIIbHBIX PEXKH-
MOB H3y4aeMbIX ITPOIECCOB.

DYHKIIMOHAIFHO TPOIECC TUIa3MEHHOTO HAaIlbl-
neHust (COTJacHO TEXHOJOTHYECKHM OCOOEHHO-
CTSIM) MOXKET OBITh pa30UT Ha CIICIAYIONIUC CTAIVH:

— TeHepanus IIa3MEHHON CTPYH;

— BBOJI PACIBUIAEMOT0 MOPOIIKA B TIa3MEHHYIO
CTpPYIO, €70 HarpeB U YCKOPEHHUE;

— B3aUMO/ICIICTBUE IUTA3MEHHOM CTPYHU U pacIlIaB-
JICHHBIX YaCTHI] IOPOIIIKA C OCHOBaHUEM (puC. 2).

[penmockukaMun 17151 KOMIUIEKCHOTO MOJIEITMPOBA-
HHUS YKa3aHHBIX TIPOIIECCOB SBISIETCSl OOEcIieueHne
BO3MOXKHOCTH CKBO3HOHM Ilepefiaud JAaHHBIX C OJHOMU
CTaJiy Ha APYTYIO B OOIIHOCTh UX CTPYKTYphL Hcxo-
JIsl W3 3TOTO, BXOAHBIMH JaHHBIMHU Ut 1-0# crammm
TpOLIECCa B3SITHI: THI YCTAHOBKH, SHEPIreTHUECKHUE T1a-
paMeTpbl, KOHCTPYKIMS IIa3MOTPOHA, COCTaB, TEMIIE-
paTtypa 1 pacxoJ IIa3Mo00pa3yroIIero raza Ha BXO/IE B
TUIa3MOTPOH; Ha BBIXOJZIE CTaJIN{ I'eHepaly — pacrpe-
JIeJICHHE TEMITEpaTyp U CKOPOCTH CTPYH Ha y4acTKe OT
cpe3a I1a3MOTPOHA IO OCHOBAaHHUSL.

JlaHHble O TemIiepaType, CKOPOCTH ILIa3MEHHOU
CTpyH BMecTe ¢ WH(OpMaIlell O TpPUpPOAE OCaXkK-
JTAeMBIX YaCTHII, MX JTUCTIEPCHOCTH U pacxoie, TUCTaH-
MY BBOJIA M HAIBUICHHS — BXOJAHBIC I 2-0W CTaINH
npotecca. Ha BeIxoze 310l cTaguu — MacCUB AaHHBIX
0 pacrpezielieHH: BO BPEMEHH W TIPOCTPAHCTBE TEMIIe-
paTyp, CKOPOCTH YacTHI] ¥ IJ1a3MO00pa3yIOIIEeTo ras3a.

Bxonmueie manubpie s 3-ef cTagMM Tmporiecca:
MaTepranl OCHOBAaHUS W €ro CBOWCTBA, IHTENb-
HOCTb OCaX/IEHHS M CKOPOCTh WJIM 3aKOH IepeMe-
IIEeHUs IJ1a3MOTPOHA, a TAKIKC BLBIXOJHBIC NAaHHBIC
2-oii craaum mporecca. Pesyiaprarom mMomenuposa-
HUS TUIA3MEHHOTO Tpoliecca SBIsieTcs WHPOpMaLus
0 xapakrepe JeQOpMHPOBAHHS PACIUIABICHHBIX
YaCTHUIl TIOPOIIKA MPU COYJAPEHUU C OCHOBAHHUEM,
TOJIIIMHE OCAXJIEHHOTO TOKPBITHS, €r0 TOPHCTO-
CTHU, MIPOYHOCTH aATrC3MOHHOI0 COCANMHCHHUA U JIP.

IIpu Takoil cxeme peasn3yercs CKBO3Has Iepe-
Jlaya JTaHHBIX OT OJHOM CTaJIuu IMporiecca K APyrou
" UX JUHAMHUYECKOC M3MCHCHUC IIPU BbBIYHCIICHUAX.
Wudopmarus, odmias st BceX CTaauil MOAEIHPO-
BaHUs, BKIIIOYaeTcs B 0a3y JaHHBIX U UCTIOIb3yeTCs
KaKI0W MOJEINBI0 0 HeoOxomumocTh. B Oaze nan-
HBIX MOTYT HaXOAUTHCA TAaKKC PE3YJIbTAThI IPOME-
JKyTOYHBIX PAacyeTOB BCEX CTaJWU TIpoIlecca, 4To
MO3BOJIUT TP HEOOXOJAMMOCTH OCYIIECTBISITh He-
3aBHCHMOE HCCJIE/IOBaHHE KaKOW-TO OTAEIbHOM
CTalM C MCIOJIb30BAHUEM JAHHBIX IIPEAbIAYIIUX
pacyeToB, XpaHUMBIX B 0a3e JaHHBIX.

DuU3NKO-MaTeMaTHYECKOe ONUCAHME OCHOB-
HBIX CTAAUH npouecca

T'enepayusa nnazmennoii cmpyu. TemnepaTtypHoe
pacrnpesiefieHie OTKPBITOM IJIa3MEHHOW CTpyH MO-
Jy4EHO aIlIpOKCUMAalMed dKCIepUMEHTaIbHbBIX
JTAaHHBIX AJIS Pa3NU4YHBIX THUIOB IIa3MEHHBIX YCTa-
HOBOK, KOHCTPYKLMI IIJJa3MOTPOHOB U PEKUMOB UX
paboTEL.

-39 -



BectHrk CHOMPCKOro rocyIapcTBEHHOTo HHAYcTpHaipHoro yuusepeurera Ne 4 (50), 2024
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Marepna: oCHOBaHNS ([)opmuposaﬂne
Temneparypa CTPYKTYPBI
NMOKPBITHUSA

Tommuna ITOKPBITHA

ITopucrocrn

Puc. 2. Cxema I/IHTerI/IpOBaHHOﬁ MaTeMaTHUYECCKOU MOJ€CJIN Mpouecca NjIasMEHHOT'O HAllIbLJICHUSA HOKpHTI/If/i
N3 MOPOIIKOBLIX MOJIUMEPHBIX MaTE€pHUaIOB
Fig. 2. Scheme of the integrated mathematical model of the process of plasma spraying of coatings
from powder polymer materials

OceBas Temneparypa Tg MJIa3MEHHOM CTpyH Ha
paccTosiHUSIX OoJiee TpexX KaIMOpOB OMpeernseTcs
3aBUCHMOCTBIO

T =az, (1)

TJie Z — oceBas KoopanHarta; a, b — K03 huIenTsl,
3aBUCSIIUE OT PEKUMOB PabOThI YCTAHOBKH (CM.
Ta0IHILy).

PaguanbHoe pacmpenerieHue TemIiepaTypbl Ha
BBIXOJIC M3 IIa3MOTPOHA OMPEACIACTCS 10 BhIpa-
skenuto [9]:

2

M=exp —ln2 L , (2)
T.(z,0) R,

rie I — paguanbHas KoopauHara, R — kospduu-

€HT, ONpEJeNsIeMblii Ha OCHOBE DSKCIICPUMEHTANb-
HBIX AaHHBIX (71 yeraHoBku YITY-311 Rr = z/3,38,
st CBY “@uanka” Rr = 2/3,53).

CKOpOCTh HE3arpyXeHHOW IUTa3MEHHOH CTpyH
COCTAaBIISIET

- ©)
w,=w, -,
g & "Igo

rJie Wgo — CKOPOCTh Ta3a B CEUYCHHH BBOJIA MOPOIITKA
B MOTOK; Tg, — TEMIIEpaTypa ra3a B CEYCHUU BBOJIA
MOPOIIIKA B MOTOK.

B600 uacmuy nopowka 6 niazmennyio cmpyio,
ux ycxkopenue u naepes. Yactuna MaTepuaia, rmnoma-
nasi B IOTOK rasa, JABIDKETCS IO AEHCTBHEM Ha Hee
psana cun. B oOmem Bujie ypaBHEHHE JBHKCHUS
YacTHIBI C y4eToM 3akoHa HeloToHa mmeer cie-
nmytoruit Bug [10]:

dw
m, dt” =F, +F,+F,+F,+F,+F,+F,+F,,(4)
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3HayeHHUsA TeMnepaTypHbIX K03 PUIHEHTOB a U 6
Values of temperature coefficients a and ¢

00pasyromero rasa.

Tun ycTaHOBKH Koscrpyxuua Ilrasmoobpa- a b
I1a3MOTPOHA syromuif ras
VIIV-3]] I1I1-25 a30T 4925 + 2,571 -0,445 + 7,0-10°- |
YIIY-3] MOJIEpHU3. a3oT 1074 + 2,07- 1 -0,314 - 1,2-10* -1
YIIY-311 ITI1-25 aproH 219+ 0,34- 1 -0,619 — 9-10 1
VIIV-3] MOJIEPHHS3. aprox 284 +1,94- | -0,655 +2-107*1
CBY "duanxa", 5
Ne =5 kBT - BO3IYyX 84,21 + 5,41-10°-Gq —0,79 + 540-G4
CBY "duanxa", 5
Ne = 5 kBT - a3oT 117,5 + 5,62-10°-Gq —-0,75 + 502-G4
CBY "duanka", 5
Ne= 10 kBT - BO3IyX 288,8 + 6,58:10°-Gq —0,65 + 388-G4
CBY "duanxa", 5
Ne = 10 kBT - a3oT 327,5 + 6,72-10° Gy —-0,629 + 367-Gq
[Ipumeuanue: Ne— MomHOCTs ycTaHOBKH; | — Tok ayru miaasMmorpoHa; Gg — pacxof miaa3mo-

rae My 1 Wp — Macca U CKOPOCTh YACTHIIBI TIOPOIII-
Ka; Fa— cuia a3poIMHAMHYECKOTO COMPOTUBIICHHUS;
Fp, — cuna, o0ycioBneHHast TpaueHTOM IaBIICHHS B
notoke; Fy — cuna Tsokectu; Fy — cuma, o6ycios-
JICHHAsI MHEPIIUEH BBITECHEHHOTO YacTUIleH 00bema
raza; Fr — cuma Ttepmodopesa, 00yclOBICHHAS
HAJIMYAEM TEMIEepaTypHOTO TPAJUCHTA B IMOTOKE;
Fm — cuia, oTpaxkaromiasi yCKOPEHHE MPUIICTAFOIINX
K TIOBEPXHOCTH 4YaCTHUIIBI CJIOCB Tasza; F, — cuia,
00yCIIOBJIEHHAs BpalllcCHUEM YaCTHIIbI M3-3a Tpaju-
€HTa CKOPOCTH OOTEKalolero moToka; Fp — cuima,
00yCIIOBJIEHHAs! HECTAIMOHAPHOCTBIO Mpoliecca.
OCHOBHOH W3 CHJI, NEHCTBYIOIINX Ha YaCTHILY,
SIBJISIETCSI CHJIa a9POTUHAMIYECKOTO COMPOTHBIICHHUSI

F, =0,5C,S,p, |Wg —Wp|(Wg -w), (5)

rre Cp — k03 (dUIHEHT a’pOIMHAMUYECKOTO CO-
NPOTUBIICHU; S p — ILIOLIAAb CCYEHUSA YACTUIL I10-
poiika; Wp - CKOPOCTh YaCTHI] MTOPOILKA; Pg — ILIOT-
HOCTb rasa.

C yuerom Beipaxenwii (4) u (5) ompexnensercs
CKOPOCTh YacTHI] U 3arPy>KEHHOT'O Ta30BOTO IMOTOKA

3p,C

W, =w, [oee, (6)
2p50,
G, [3p,Coz

w,/ =exp{-—¢ [Pozot )

W,
G, \ 2p,d ’

p p

rae Gy — pacxon rasza; Gy — pacxo 4acTHI] OPOIII-
Ka; Pp— IUNIOTHOCTH YaCTHII TOPOIIIKA.

OCHOBHBIMH IIE€JI€BBIMH TPOIIECCAMHU, IMPOHUCXO-
JSIIIAMHE C HAMBUISICMBIM MaTePHAIOM B TIOTOKE TPU
IJIa3MEHHOM HAaIbUJICHWUH, ABJIAIOTCA HAarpe€s U Ipu-

JaHWEC HAIIPABJICHHOI'O ABWKCHUS. KpOMC TOro, npu
HaIbUICHUH YaCTHLBl JUCIEPCHON (a3bl aKTHBHO
B3aUMOJICUCTBYIOT C OKpyXxaromei cpenoil. Terno-
o0MeH MCXKOY ‘-IEICTPIHCﬁ 1 HECYyHIIUMM IIOTOKOM Trasa
OCYILECTBIISIETCS. TEIJIONPOBOAHOCTHIO, KOHBEKIIH-
el U U3Ty4YEHUEM.

HccnenoBanue mporpesa, IUIaBIeHUs chepude-
CKOM qacTUlbl IpU €€ ABUIKCHHUU B BBICOKOTEMIICpA-
TYpHOU Ta30BOM CTpye C U3BECTHBIM IOJIEM CKOPO-
CTell U TemrepaTtyp ObLIO CBEICHO K pEelIeHUIO Aud-
(epeHIMaIbHOT0 YPaBHEHUsI TEILIONPOBOIHOCTU
®dypee-Kupxroda B chepruecknx KoopArHATAX:

0”Tp(l‘,r)_rjl é’sz(r,r)Jrzé’Tp(r,r) _ (8)
ot Pl et r o )

31eCh dp — KOIQ(UIMEHT TeMIepaTypoIrpoOBOIHO-
CTHU YacCTHULIBL; I — TEKYIIUH paJuyC YacTUUbL; T —
BpeMs; Tp — TeMIiepaTypa 4acCTHUIbl IPU HAYAIbHBIX
Y TPAaHUYHBIX YCITOBHSIX

T,(r,0)=T,;

T, (0,1) # ©)

ar,(o1)
dr

0.

B stoMm cliydae uMeeM

_é’Tp(rp,r)

q
+—=0, (10
or A (10)

p

rne Ip — paguyc 4acTHipl, ( = Ok + (; — TEIJIOBOH
MOTOK K YacTULE 3a CYET KOHBEKIMU U JyYHCTOH
SHEPIHH; Ap — TETUIONIPOBOIHOCTD YACTHUI] MOPOIIKA.
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BennunmHy KOHBEKTMBHOW COCTaBIIAIONIEN IOJI-
HOTO TEIIOBOTO MOTOKA MOKHO OTIPEAEITUTH KaK

g, =a(T,-T), (11)

rae o — ko3 dunueHT remaooOMeHa.

JIyducThiil TEMIOBOM MOTOK, AEHUCTBYIOLIWNA Ha
MOBEPXHOCTh YACTHUIIBI OT HCTOYHHUKA BBICOKOH
SHEPIUU 3a CUET PACCESHMS M3Iy4YEHHUs Ha 4acTu-
Lax, MOJaBaeMbIX B MOTOK C HAYAJIbHOM Temiepa-
Typoit To, OIpeAensieTcs: 3aBUCUMOCTBIO [ 12]

qn — QHO]‘J‘I , (12)
NPFP

rae Qnorn — KOJMYECTBO MOTJIOMICHHOW JIy4UCTOM
sHepruu; Np — KOJMYECTBO YacTHIl B TOTOKe; Fp —
IIOMIA/(b TIOTJIOIIAOIIEH MOBEPXHOCTH YaCTHIIBI.

Bzaumooeiicmeue pacnaaenennvix uacmuy ¢ oc-
HoBaHuem, popmuposanue Cmpykmypol HOKPLIMUSL.
dopMupoBaHUEe MOJIMMEPHOTO CJIOS MPH ILIa3MEH-
HOM OCaXICHHWU HNPOUCXOAUT B BA3KOTCKYYEM CO-
CTOSHUM ITyTE€M HAaJIOKEHUS OTIENbHBIX YaCTUYHO
WIHA TIOJIHOCTBIO PACIUIABICHHBIX YacTHLl APYyr Ha
npyra. B3aumoneiicTBue nByxQazHOro moToka 4va-
CTHI] ¥ HarpeToro ra3a ¢ OCHOBaHHEM M ITOBEPXHO-
CThIO (popMupyeMOro maTepuajia CONPOBOKAACTCS
ylIapoM, JegopMaiiei, pacTeKaHueM, CIUSHHEM
YaCTHUL U MOHOJIUTHU3ALUEN CII0S1.

[Ipouecc dhopmMupOBaHUS MOKPBITHS 3aBUCUT OT
NPUPOIBl MONKMMEpa, CTENICHU AMCIEPCHOCTH, TEM-
MepaTypbl, CKOPOCTH, arperarHoro COCTOSIHHS dYa-
CTHUI] TIPH COYAAPEHHH, a TAKXKE CTPYKTYPbhI U COCTa-
Ba MaTe€pHaJla OCHOBBI, COCTOSIHUS €€ TIOBEPXHOCTH.

PacTekanne moONMMEpHBIX YacTWI] Hamboiee
MIOJIHO OTHCHIBAeTCA C MOMOIIBIO BbIpaxeHHss Ma-
Jexcku [13]

%, 1( &Y _ 13
We+Re[1,29j L (13)

D 0,39
rae §= i 0,613We"* — crenens nedopmanuu
P
gactul; D — nuamerp amcka mocnie 3aBepUICHUS
nedopMalii  PacIIaBICHHOW YacTUIBl (cdeps);
d, — nmamerp gactuisl g0 yaapa; We = ppwsdp / c

— Kputepuii Bebepa; Wp — CKOpOCTh YaCTHIIBI B MO-
MEHT yJlapa; G — NOBEPXHOCTHOE HATSHKEHHUE MaTe-
puana 4YacTULbl B pAaCIUIaBICHHOM COCTOSIHUU;

Re = p,w,d, /u
IIJIOTHOCTH MaTepI/IaHa qaCTHH; l,l — JIUHAMH4YCCKast

BS3KOCTH PacIuiaBa, 3aBHCALIAas OT MHOTUX (aKTo-
poB (OT TemIiepaTypbl paciulaBa U OCHOBBI, LIEPO-

Kputepuil PeitHonpaca; pp —

XOBaTOCTH OCHOBBI, MPUCYTCTBHSI JOOABOK B TIOJH-
MEpHOU CMECH U Jp.).

C yuetoM BeIpaxkenuii jis kpurepueB We u Re
nMeeM

3‘55 TR T ) (14)
pwid, pwd (1,29

IlporpaMmmHasi peaqu3anus MoJead IJIa3-
MEHHOT0 HANIbLIEHHS MOJIMMEPHBIX MOKPBITHI

IIpencraBieHHoe Bhllle (HPU3NKO-MAaTEMATHIECKOE
OINMCaHNE TEIUIO(U3NUECKUX U Ta30AMHAMUYECKUX
MPOLIECCOB, HMEIOMIMX MECTO IMpU IUIa3MEHHOM
HAMbBUJICHUW TOPOIIKOBBIX IOJUMEPHBIX MaTepHa-
JIOB, MPAKTUYECKH PEalIN30BaHO B IPOrPaMMHO-
MareMaThueckoM Komiuiekce Plasma  Spraying
Process of Polymeric Materials (puc. 3). On paspa-
00TaH C WCHONB30BaHHEM OOBEMHO-OPUEHTH-
POBaHHOW TEXHOJOTMH HPOTPaMMHUPOBAaHHA H CO-
CTOHT M3 HECKOJIbKUX MOJYJIEH PacueToB, B KOTOPBIX
peann3oBaHbl MaTEMaTHYECKHE ONHMCAHUS OIpere-
JICHHBIX CTaJIUH IJIa3MEHHOTO HaIlblJICHUSL.

3agada MaTeMaTHYECKOro omucanus 1-oif cta-
UM TIpOllecca HANBUICHHUS MO ONPEACICHUI0 TeM-
nepaTypbl BOOJIb CTPYH B paboTe pelieHa ¢ mpuMe-
HEHMEM  allpPOKCHUMAaIMHM  3KCIIEPUMEHTAIBHBIX
JNAHHBIX IJIs Pa3lUYHBIX TUIOB YCTaHOBOK, KOH-
CTPYKUIHMH MJIa3MOTPOHOB U PEXUMOB UX PaOOTHI.

CKOpOCTh YacCTHUL IPU JBKEHUU B IUIa3MEHHOMN
CTpye pacCUMTHIBAJIACH C MCIOJIb30BAHUEM ypaBHE-
HUs (4), ONHMCBHIBAIONIETO B3aUMOACHCTBHE BBICOKO-
CKOPOCTHOM IJIa3MEHHOM CTPyH C BBOJUMBIMH B
Hee YacTUI[aMU TIOPOIIKa.

C yderoMm Tekymiel KOOpMHATHI YacTHIl U UMEI0-
nrerocs B 0asze JaHHBIX JBYXMEPHOI'O pacrpenerne-
HUSI CKOPOCTH W TEMIIepaTyphl B HeE3arpy>KE€HHOIl
TUTa3MEHHOHN CTpye pellaiach 3ajava HarpeBa Io-
pOLIKa M3 YCJIOBUH KOHBEKTUBHOTO M JIYHHCTOT'O
TeruiooOMeHa ¢ HCIoNb30BaHueM nuddepeHmnnarb-
HOTO YpaBHEHHUS TEIIOMPOBOIHOCTH (§).

ITockonbKy IpsIMON y4eT TeMIIEpaTypHOM 3aBU-
CHUMOCTH CBOMCTB IUIa3MOOOPa3yIOIIKUX ra3oB, Ma-
TEPUATOB TOKPBITHIA aHAIUTHYECKHUM CIIOCOOOM B
KadyecTBE TIEPEMEHHBIX IPH PEIICHUH ypaBHEHUI
TEIUIONPOBOIHOCTH MPAKTUYECKU HEBO3MOXKEH H3-
3a PE3KOro YCJIOXKHEHHsS MaTeMaTHYecKOH 3a/auu,
TO 3Ta mpobiiemMa B MOAENH ObLIa pelieHa KoM-
TUIEKCHBIM ~ YMCJICHHO-aHAIMTUYECKUM  pPEIICHHEM
YpaBHEHMH, ONMCHIBAIOIIMX MTPOLIECCHI TETUIO0OMEHA
W JIBWOKEHHSI 9acTHIl Topoika. il 3Toro Tpaekro-
pys TojieTa yYacTHil pa30MBajach BO BPEMEHU WIIU
MPOCTPAHCTBE Ha N yYacTKOB, Te UMEETCS He3HAUH-
TeNIbHOE M3MEHEHHe TemiiepaTypsl. Ha kaxmom u3
YYACTKOB OCYIIECTBIISIIOCH ~AHAIUTHYECKOE WIIN
YHCJIEHHOE PELICHHE YpPaBHEHUH MpHU YCIOBHU IO-
CTOSIHCTBA TEIUIO(U3NIECKUX CBOUCTB. [IpoTsxeH-
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|

Pe3yJIb TaTbl MOJeJIIPOBaHIA

Puc. 3. CprKTypHaSI CcXeMa IporpaMMHO-MaTEMATHICCKOI0 KOMIUIEKCAa MOJACINPOBaHUS INIA3MEHHOI'O HAIIbUICHUS
TMOPOUIKOBBIX ITOJJUMEPHBIX MAaTCPUATIOB
Fig. 3. Block diagram of the software-mathematical complex for modeling plasma spraying of powder polymer materials

HOCTb Y4aCTKOB BBIOMpasIach B 3aBHCHUMOCTH OT TPaJii-
€HTa TeMIlepaTypbl. PacueTsl OCyIeCTBISUIUCH MOIa-
ropo. Ilpu 3TOM B KayecTBe HayalbHBIX YCIOBHUA U
BXOJHBIX IIapaMeTpoB pacdera Ha ydactke N + 1 wmc-
MOJIb30BAJIMCH PE3yNbTAThl pacyera Ha ydacTke N. B
pe3yJsibTaTe pacyeToB 2-Oi CTaJuM IpoLecca Harlbl-
JICHHUs OMNpeNeNsIachk KOOpAWHATA MONaJaHHus Kax-
JIOM YacTHIIBl HA OCHOBAaHHUE, €e TeMIlepaTypa U CKO-
POCTh B MOMEHT CTOJIKHOBEHHS.

CunTas, 4TO 4acTHLBI MEpEN MOMaJaHueEM Ha OC-
HOBaHHE UMEIOT IapooOpazHyIo GOpMY U HAXOIATCS
B JKUJIKOM WJIM Pa3MATYEHHOM COCTOSHHMM, YCTaHaB-
JIMBAIaCh B3aUMOCBS3b MEXTy MX Ha4alIbHOH (hopMOit
u (opMO#i Mocye MonajaHusl Ha MOBEPXHOCTh C HC-
nojp3oBaHueM Boipakenus (13). B mozxenu, omucel-
Baromed 3-10 CTaJui0 NPOLECcca, OCYIIECTBIAETCS
TaKKe FEOMETPUIECKOE ONMCAHNE HAIOKEHUS YaCTHIL
JIpyr Ha Jpyra NpHU CTOJKHOBEHHM C OCHOBaHHEM,
obpaszoBaHue 1mop, (GopMUPOBaHUE penbeda MOBEpX-
HOCTH TIOKPBITHS C pacdeToM nopuctoctd. C BKITtO-
YEHHEM psAa OSKCIEPUMEHTABHBIX 3aBHCHUMOCTEN
BO3MOKHa OICHKa (PU3UKO-MEXaHHUUYECKUX, 3allIuT-
HBIX U IPYTHX CBOMCTB MOKPBITHHA.

JU1d MOATOTOBKM aNNpOKCHMAIIMOHHBIX 3aBHCH-
MOCTEW HCIOJIb30BaH IMakeT mHporpamm Statgraph.
[IporpaMmmMHOe ommcaHue mpolecca IMIa3MEHHOTO
HanbuleHUs pa3paboTano B cpeae Foxpro.

B cocrtaB KOMIBIOTEPHOW MOJIENN BXOAAT 0a3bl
JTAHHBIX CBOWCTB Pa3UYHBIX BEIIECTB, KOTOPHIE MO-
r'yT OBITh WCIIONIB30BaHbI NPU MOEIHPOBAHUH Pa3-
HBIX BapHaHTOB Ipoliecca HanbuIeHHs (1a3mMoobpa-
3yIOIIME Ta3bl, MaTepHalibl TOKPBITHH, OCHOBAaHUN),
U MX TEMIIEpaTypHbIE 3aBUCUMOCTH B BHJIE aIlIpPOK-
CHMAIIMOHHBIX YpaBHEHHH. DTH JaHHbIE NPH HE0O-
XOAMMOCTH TOKITIOYAIOTCS K MOJIENISIM PacUeTOB.

IIporpaMmMHO-MaTEMATUUYECKUA KOMILUIEKC TpPH-
MEHEH JUIS UCCIEOBaHMS U ONTUMU3AIMK MPOLEC-
ca HaHECeHMs IUTa3MEHHBIX SMOKCHIHBIX TOKPBI-
THHA. YCTAaHOBJIEH HEMOHOTOHHBIN XapakTep 3aBU-

CUMOCTHU MOPUCTOCTHU IIMOKCUIHBIX HOKp])ITI/Iﬁ oT
TEXHOJIOTMYCCKUX  PCIKUMOB HanblJIICHUS. HpI/I
CpPaBHEHMH PACYCTHBIX U OKCICPUMEHTATBHBIX
nMaHHBIX (puc. 4 1 5) cuenaH BBHIBOXI 00 aleKBaTHO-
CTH pa3paboTaHHOW MaTeMaTUYeCKOW MOJeH
TUTa3MEHHOTO Iporecca (GOpMUPOBAHUS MOKPHITHI
U3 JIUCTICPCHBIX TIOJTMMEPOB.

TexHonorus miaa3MeHHOTO HAIbUICHUS rnmopomi-
KOBBIX J3IIOKCHUIHBIX HOKprTI/Iﬁ npemiaracTcsa st
OKpacKd  KPYIHOTA0APUTHBIX  TPAHCHOPTHBIX
CpeICTB, B TOM UYHCIIE CTPYHHOI'O TpaHCIOPTa
(FoHUMOOMIIEH ), YTO HEBO3MOXKHO TPATUIIMOHHBIMHU
METOJIaMH TTOPOIIKOBOTO HambuieHus [14 — 16].

BriBoabI
B pabore Obuto coctaBieHO (DHU3MKO-MaTEeMa-
THYECKOE OMMCAaHKE Mpolecca MIIa3MEHHOTO Hallbl-

IgZS

1 1 1
(? 0,|5 1|’0 115 2i0

-8 I

2,5 Gg'1073, 2l
| |
0,14 Gp-10°%, xelc

0,04 006 008 0,10 0,12

Puc. 4. 3aBUCUMOCTb HOPUCTOCTH SMOKCHIHOTO MOKPHITUS OT
pacxoja rmazmoobpasyiorero rasa (1, m) u nopomka (2, “):
—————— — pe3yJbTaThl MOJCIMPOBAHHS; M, “ — IKCIICPHUMEHT
Fig. 4. Dependence of the porosity of the epoxy coating on the
consumption of plasma-forming gas (1, m) and powder (2, «):
777777 — simulation results; m, « — experiment
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Puc. 5. 3aBUCUMOCTB MOPUCTOCTHU IMOKCUIAHOTO MTOKPBITUS
OT JIMCTaHIMY BBOJIA MIOJIMMEPA B TUIa3MEHHYO cTpyio (1, m)
U TUCTaHIMY HambUIeHus (2, +):

——————— — pe3yJIbTaThl MOJECIUPOBAHYS; W,

— JKCIEPH-
MCHT
Fig. 5. Dependence of the porosity of the epoxy coating
on the distance of introduction of the polymer
into the plasma jet (1, m) and the spraying distance (2, “):

————— — simulation results; m, “ — experiment

JIEHUS TOKPBITMM HAa OCHOBE IMOPOIIKOBBLIX IOJH-
MEpHBIX MaTEepPHaJIOB MyTeM Pa30OMBKHU ILUTa3MEHHO-
ro mpolecca Ha HECKOJBKO OCHOBHBIX CTaui;
KOMILTIEKCHOTO MOJICTHPOBAHUS BCEX CTAIUM IJIa3-
MEHHOI'O HallbUICHHsI CO CKBO3HOM mepenaveul naH-
HBIX C OJHOM CTauu Ha PYryr0; MaTEMAaTUIECKOTO
ONMCaHMs SBJIICHUH, CBS3aHHBIX C TEHepaluei
IJIa3Mbl, CTPYHHBIM TEUYEHHEM, B3aUMOICHCTBUEM
JUCIIEPCHOr0 MaTepualla ¢ IOTOKOM BBICOKOTEMIIE-
paTypHOTO Ta3a W IJIa3Mbl, yIapOM HWHIWBHIYaTb-
HBIX YaCTHUI[ C OCHOBAaHHEM W (POPMHUPOBAHUEM W3
HUX OCaXJIEHHOrO cijiosi. C y4yeToM BBIIIOJIHEHHOTO
omucaHus pa3paboTaHa KOMIIBIOTEPHAS MOJIETD,
TIO3BOJISIONIAST TIPOBOJANTH ONTUMM3AIUI0 TEXHOJO-
TUYECKUX PEKUMOB HAHECEHUS ITUIa3MEHHBIX IOJIH-
MEpPHBIX  MOKPBITUH. [Iporpammuo-mMaremMartu-
YECKUA KOMIUIEKC TMPUMEHEH IS UCCIICIOBAHMS U
ONTHUMM3ALMU MPOLECCAa HANBUICHUS] SMOKCUIAHBIX
MOKPBITHI. YCTaHOBIEH HEMOHOTOHHBIN XapakTep
3aBUCUMOCTH TIOPHUCTOCTH JMOKCHIHBIX MOKPBHITHN
OT TEXHOJOTUYECKUX PEKUMOB HambuieHus. [lpu
CPaBHEHUU PACUYETHBIX M IKCIEPUMEHTAIbHBIX
JAHHBIX CJIeJaH BBIBOJ 00 aJeKBaTHOCTH pa3pabdo-
TaHHOU MaTEMATHUYECKOU MOJIEIH.
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