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YIYYLWEHWNE TEXHOJIOTMYECKUNX XAPAKTEPUCTUK MNMECHAHO-
MNMNHNCTbIX ®OPM MPU YIJIOTHEHW BO3AVLUHBbIM NMOTOKOM

A. 3. HCATI'VJIOB, B. 0. KYJIUKOB, JI. A. UCAT'YJIOBA, T. B. KOBAJIEBA, Kapazanounckuil
2ocyoapcmeennvlll mexnuweckutl yuueepcumem, 2. Kapaeanoa, Pecnyonuxa Kazaxcman, bBynseap Mupa, 56.
E-mail: mlpikm@mail.ru

Oonum u3z cnocob6os yniomuenus KpynHo2abapumHelx necyano-eauHUCMblX cMecell A61Aemcs 8030YUHO-UMNYIbCHAS POp-
Mmogka. Hcnonvsyemvle Ha npakmuke 8 UMNYIbCHOU (hOPMOBKe paccekament He 00ecnedusarn 00HOPOOHOCHb NIOMHOCHIU HA
nogepxnocmu u no 06vemy gopmul. Illpednodicena KOHCMPYKYus paccekamens 2a308020 NOMOKA, NO360IAOUAS USMEHAMb NIL0-
waou omeepcmuil 3a cuem QueypHoll RIACMUHbL U COOMEEMCMBEHHO Y8EIUNUBANb ULU YMEHbULATNb CKOPOCMb U 00beM NPOny-
CKAeM0o20 8030y UHO20 NOMOKA, 8030€lCMBYIOWe20 Ha cMeCb. IMOo, 8 KOHEUHOM Umoze, 2apaHmupyem pagHoMepHOCIb NIOMHO-
cmu no gcemy 06vemy IumeHou gopmol.

Taxorce npugedeHvl pe3yibmantvl UCCLeO08AHUL HANPAICEHUL U NIOMHOCU, 803HUKAIOWUX 8 KOMe CMeCU NO 8blcome npu
VIIOMHEHUU NeCUAHO-2TUHUCTBLX (YOPM B030VUHBIM NOMOKOM. Hcnonb3068anue 6030VUHOU POPMOBKU ¢ paccekamenem u nid-
CMUHOUL Ol U320MOBNIEHUS KPYNHO2AOAPUMHBLX (POPM NO3GONUNO NOLYHUUMb NAPMUIO OMIUBOK C BLICOKOU 2eOMEMPUYECKOU MOoY-
HOCMbIO U EPOXOBAMOCHIbIO NOBEPXHOCMU.

Kniroueswie cnosa. Ilomok, paccekameins, 6030YX, YNIOMHeEHUe, CMECb, NECOK, 2IUHA, OMAUBKA, (opma.

IMPROVEMENT OF TECHNICAL CHARACTERISTICS ON SAND-CLAY
FORMS AT CONSOLIDATION BY THE AIR STREAM

A. Z. ISSAGULOV, V. Yu. KULIKOV, D. A. ISSAGULOVA, T. V. KOVALYOVA, Karaganda State Technical
University, Karaganda, Republic of Kazakhstan, 56, Mira Boulevard. E-mail: mlpikm@mail.ru

One way to compact large-sized sandy-clay mixtures is air-pulse molding. Spreaders used in practice in pulsed molding do
not ensure homogeneity of the density at the surface and in the volume of the mold. The design of a gas flow divider is proposed
that allows changing the area of the apertures due to the shaped plate and, accordingly, increasing or decreasing the speed and
volume of the transmitted air flow acting on the mixture. This ultimately guarantees uniformity of density throughout the volume
of the mold.

Also results of researches of voltages and the density appearing in a coma of a mix on height at sealing of sandy-clay forms
by an air stream are resulted. The use of air molding with a dissector and a plate for making large-sized molds made it possible to
obtain a batch of castings with high geometric accuracy and surface roughness.

Keywords. Stream, cutter, air, consolidation, mix, sand, clay, casting, form.

Ha npaktuke B IMTeHHBIX Hexax it GopMooOpa3oBaHUsl MEeCYaHO-TIIMHUCTBIX CMecel UMITYJIBLCHBIM CIIO-
co0OM OOBIYHO HMCHONB3YETCsl TUIOCKUH pacceKarelb, B KOTOPOM OTBEPCTHSI PaclpeAeeHbl paBHOMEPHO IS
UCTEUEHUsI BO3yXa (ra3a) Mo ero MmoBepXHOCTH, YTO 00ECIIEUNBAET 110 BCeH MOBEPXHOCTH MECUYAHO-TITHHUCTON
CMeCH paBHOMEPHOCTH JaBiieHus rasa [1]. OmgHako K HetocTaTKaM TaKoro pacceKaTelsi OTHOCHUTCS Oonblias He-
OJTHOPOJHOCTb IUIOTHOCTH Ha IOBEPXHOCTH U TI0 00BEMY (POPMBIL.

B npowusBozcTBE UCIONIB3yeTCsl TakKe KOHMUECKHI pacceKkareib, KOTOPBIH TaeT BO3MOKHOCTh YBEIHMUEHUS
BO3JIyLITHOTO (Ia30BOTr0) JABJICHUS Ha LEHTPAIbHBIC U NepuepuitHbie y4acTKu GOpMBI [2], 94TO CIOCOOCTBYET
JOCTH)KEHHUIO PaBHOMEPHOH IIOTHOCTH. HO M MpM MCMONB30BaHMM KOHUYECKOTO paccekareis Takxke oOHapy-
JKMBAETCS pa3HUIIA B IIIOTHOCTH (HOPMBI IO 00bEMY, KOTOpasi MOSBISACTCS M3-3a PACIIONOKEHHSI MOJICIIU B [ICH-
Tpe ¢opmbl. Bo3aymiHas cmech, UCTeKasi U3 pecrBepa, MPOXOIUT Yepe3 OTBEPCTUSI pacceKaTelsi i BOBJICKAET
B JIBIDKEHHE BEPXHUE CJIOU CMECH, KOTOPOE, B CBOIO OUEpe/Ib, IIEpeIaeTcsl K HIDKEIeKalluM ciiosiM. Benenctaue
CTOJIKHOBEHHUSI CMECH C MOJICIbHOM TUINTONW M MOJIETIbIO OHA PE3KO TOPMO3UTCS, YTO BBI3BIBAET €€ yINIOTHEHHE
3a CYeT BO3HUKAIOIINX CUII HHEPIUH.
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Puc. 1. Moznens ABMXKEHHUS Ta30BOro moroka B ¢opme: / — popmMoBou-
Hasl CMechb; 2 — MOZIeNb; 3 — IIOTOK Ta3a; 4 — paccekaTellb; 5 — MoAenbHas — Puc. 2. Buj paccekarelns uisi ypaBieHUs! BO3LYIIHBIM
IUIHTA MOTOKOM: / — pacceKarelb; 2 — MUIHHAPUYEcKas MIaCTHHA

OnHUM U3 CIOCOOOB JOCTIDKEHUS PAaBHOMEPHOCTH TUIOTHOCTH 10 00BEMY W BBICOTE YIDIOTHEHHOH (HOPMBI
SIBIISIETCS MCTIONIb30BAHNE HAITPABIEHHOTO HEPABHOMEPHOTO BIHSTHHS T'a30BOTO MTOTOKA HA BEPXHUH CIIOM TIecya-
HO-TJIMHACTOW CMECH C TeM, YTOOBI Ha Y4acTKH (hOPMBI C MAKCHMAaJIHbHON TJIOTHOCTHIO (MHHAMAIBHOHN MOPO3-
HOCTBIO) BO3ICHCTBOBAIIN TTOTOKH Ta3a ¢ MEHBIITM 00beMOM M Hao0opoT (puc. 1, 2).

TeM caMbIM, TOCTHTAETCs paBHOMEpHAs TUIOTHOCTh CMECH IO BCeMy 00beMy (OPMBI, Pa3HOCTH B TNIOTHO-
CTH IIEHTPAIHHOTO, IIPOMEXYTOYHOTO U Mepu(epuitHoro yaactkoB (popMbl He IpeBhITIaeT 8%.

Paccekarens yCIOBHO JIeNHIN Ha TP pPaBHOBEITUKHE O0IACTH W M3TOTABIMBAIN B HUX CHMMETPUYHBIE OT-
BEPCTHS, MPUIEM COOTHOIIECHHS KUBBIX CEYCHNH B IIEHTPAIHLHOM, TPOMEKYTOUHOM H Mepr(epritHOM ydacTKax
yCTaHaBJIMBaJIU B cooTHomenuu 1: 1,17: 1,28.

J1a i3MeHeHus TUTOIa i OTBEPCTHI BO3MOXKHO MCIIONIB30BaTh (PUTYPHYIO TUIACTHHY, COOCHYIO paccekare-
JIIO ¥ CTIOCOOHYTO MepeMeNaTbcsi BOKPYT OCH IIEHTPA, TIPYU ATOM OTKPBIBAs MITH 3aKPBIBasi OIPEJIEIIEHHOE YHCIIO
otBepcthii (puc. 2). Tem caMbIM, perynupyercs BeJIMYMHA TaBJICHHS Ta30BOTO IMMOTOKA HA Pa3IMYHbIC YYaCTKH
MOBEPXHOCTH CMECH. DTO TIO3BOJISIET M3HAYAIBHO 33aBaTh COOTHOIIEHHUE IIJIOMIA/Iel OTBEPCTHI B IIEHTPAIb-
HOW 1 ntepudepuitHON JacTsIX pacceKaress U perylnpoBarTh BEIMYUHY JIaBJICHHS T'a3a Ha CMECh, YTO B PE3yibTa-
TE€ TapaHTHUPYET PABHOMEPHOCTH IIOTHOCTH IO BCEMY 00BbeMY (hOPMBI.

WccnenoBany HampsbkeHUE, BOZHUKAIOIIEE B KOME CMECH TP BO3YITHO-UMITYIIbCHOM hopmoBke. st 3TO-
TO B TIPOIIECCE 3aCHIIKM CMECH YCTaHABIMBAIIN JaTINKH HATPSHKEHUN (CM. TaOIHILY).

W3 TabauIsl BUIHO, YTO PACIIONOKEHHUE JaTYHKOB BRIOWPAIH TAKHMM 00pa30M, 9TOOBI MOYKHO OBLIIO ITOCTPO-
UTh PACTONIOKEHHE HOPMAIBbHBIX ¥ TOPH30HTAIBHBIX HAPSIKCHUH, a TAKXKe MepeMenIeHnid ciIoeB GOopMOBOU-
HO# cMecH 10 BeICOTE (OpMEI. Bee n3Mepenns HanpsHDKeHUH B pOPMOBOIHOM CMECH TCH30METPUICCKIMH J1aT-
YUKaM# OBLTH MPOAYOIUPOBAHB MEXaHMYECKUMHU MECI03aMH 10 METOINKE, OMTUCAaHHOH B paboTe.

PacnosoikeHue JaTYHKOB 10 BbICOTE (l)Oprl

HaumeHnoBanue garuuka HopmabHbIX HanpsKeHUit TopusoHTanbHBIX HANPSKEHUIT IMepemernenus 53;;2:3;?:;:222;‘;22

0,050 0,050 0,050

0,100 0,100 0,100 0,1

0,150 0,150 0,150 0,2

PaccrositHue MonenbHOM 0,200 0,200 0,200 0,3
TITUTHI 0,300 0,300 0,250
0,300
0,350
0,400

Onpenenenne cKOpoCTeil mepeMenieHui crnoeB GopMOBOYHON CMECH MTPOBOAMIH 110 METOJIMKE, IPUBE/ICH-
HOI1 B padore [3].

TapupoBKy Ka)J0ro JaT4yMKa JaBJICHUMN, HANPSDKEHUN M IEpEeMELICHUI TPOBOMMUIIN TPUXKIBI NIEpe]l KaxK-
JIBIM DKCTIEpUMEHTOM. TapupoBOUHbIC TpadUKN CTPOMIIN 1O 5—8 TOUKaM yCpEeTHEHHBIX 3HaueHud. st muHa-
MUYECKHUX TIPOIECCOB YIUIOTHEHMSI MTOTIPAaBKa HA CTaTHYECKYIO0 TApUPOBKY cocTaBmiia oT 8 10 9%. Xapakrep-
HBIE PE3YJIbTaThl TAPUPOBKH JTaTUNKOB HANPSHKEHUH B (POPMOBOYHOM cMecH TPUBEACHBI Ha puC. 3.
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Puc. 3. XapaxkTepHble TADHPOBOUYHBIE 20 70 130 180
rpa(bI/IKI/I TeH3OMCTpI/I‘{eCKI/IX JaaTyu- PaCCTOSIHVIe oT KOHTpnaAa d)oprl, MM

KOB JOaBJICHUA: 1 - HHU3KOIIpOYHasd

CMeCh; 2 — BBICOKOTIPOUHAS CMECh Puc. 4. Pactipenienenue HanpsikeHus 1o Boicote Gopmsl: / — ueHTp Gopmbl; 2 — nepudepust
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Puc. 5. Cxema 3aMepoB IMJIOTHOCTH 20 70 130 180
e . P PaccTosiHue oT KOHTpnaga (popMbl, MM
(hOpMOBOYHO# cMecH TI0 BbIcOTe (op-
MBI Puc. 6. PacnipesiesieHue MIOTHOCTH MO BbICOTE HOPMBIL: [ — IEHTP Gopmbl; 2 — nepudepus

Pe3ynbrartel 3aMepOB HAMPSOIKCHUST TPEJCTABICHBI Ha
puc. 4.

OueBUAHO, YTO YBEIHUUCHHE HANPSIKCHUH K a1y B ICH-
Tpe (HOPMBI CBA3aHO C HATTMYHEM MOJICIIH.

Jlns onpeneneHust pachpeefeHus] MIOTHOCTH (OopMO-
BOYHO# cMecH Mo BhICOTE (JOPMY pas3pesaliy Mmomnojam U mpo-
000TOOPHUKOM Opaii Ha YEThIPEX YPOBHSAX IO TPH MPOOBI
(puc. 5).

Ha puc. 6 mpuBeicHO pacmpeieneHue MIOTHOCTH (POPMBI
IO BBICOTE.

Kak BUAHO W3 PHUCYHKA, MJIOTHOCTh K Jaxy (GopMbI
MPUMEPHO OJIMHAKOBO YMEHBIACTCS KaK B LIEHTPE, TaK U Ha
nepudepuu. YBelTuueHne MIOTHOCTH B CTOPOHY JIaJia CBSI3aHO, B MIEPBYIO 0YEPElb, C HATMIUEM MOJICITH OTIIUBKH.

ITo HOBO¥ TEXHOJIOTHH ObLTA H3TOTOBJICHA MAPTHS OTIUBOK «BKiaabii (puc. 7) ¢ BBICOKOH reOMeTpHYECKOM
TOYHOCTBIO U IIEPOXOBATOCTHIO MOBEPXHOCTH.

Hcnonb3oBaHne BO3AYIIHONW (POPMOBKH C pACCEKATENIEM U TIIACTUHOM JIJTS U3TOTOBIICHUS KPYTHOTA0APUTHBIX
(dopMm obecrieurBaeT 3HAUYUTEIbHYIO PABHOMEPHOCTh MJIOTHOCTH CMECH BO BCEM 00bEME, YTO, B KOHECUHOM
UTOTE, CKA3bIBACTCSI HA KAYE€CTBE OTIIMBOK.

Puc. 7. OtnmuBku « Bxiamsiin
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