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KWHETUKA 3ATBEPOEBAHUA CTAJTbHOI OTJIMBKA
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Tpeonoscena memoouxa, nO38ONAOWASL PACCHUMAMb 3HAYEHUS YOENbHO20 MENL08020 NOMOKA 8 3A0AHHOM OUANA30HEe 3HAYe-
HUIL MEXHON0SUYECKUX NAPAMEMPOS UMb U NPEVETbHO OONYCIMUMOU MONUUHB KOPKU OMAUBKU HA BbIXO0€ U3 KPUCTNALIUZAMOPA.

O6vem ceedenuil no meMnepamypHOMY Pexrcumy KpUCMAIIU3aAmopa nPu pasiuidHblX NapamMempax Jumss MONCEn CiLyicunmb
0a3o01l OaHHBIX, codepicaujeli HeodXooumMble pe3yibmamyl 0l peuleHus 3a0ay 3ameepoesanus omausku. Ilpu nociedyrowem
NPOEKMUPOBAHUU OCHACMKU U 000PYO0B8AHUS OMNAOAem HeOOX0OUMOCMb NPOBEOeHUs OONOIHUMENbHBIX IKCHEPUMEHMATbHBIX
UCCIeO0B8AHUTL U AHATUA NOLYYEHHBIX PE3YIbIMAMO8.
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A technique that allows calculating the values of the specific heat flux in a given range of values of the technological
parameters of casting and the maximum allowable thickness of the casting crust at the outlet of the mold is proposed.

The information on the temperature regime of the mold at various casting parameters can serve as a database containing the
necessary information to solve the casting solidification problems. With the subsequent design of tooling and equipment, there is
no need for additional experimental studies and analysis of the results obtained.
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Panee 0b110 Moka3aHo [1], kKakuM 00pa30M MOXKHO PacCUUTATh 3HAYCHUS B3aUMOCBSI3aHHBIX MEXKIY CO00H
ONITUMAJILHBIX TEIUIOBBIX M TEXHOJOTMYECKUX MMapaMeTPOB Mpoliecca HEMPEPhIBHOTO JIUThSI CTANBHBIX 3ar0TO-
BOK B 3aJJaHHOM /IMara3oHe, HeoOXOAMMBIC JJIsl PEIICHNUs 33/1au 3aTBEpCBaHuUs OTIIMBKH, 00CCIICUeHHSs CTa-
OWJILHOCTH JINTHS M TIONYYEHHSI KAUE€CTBEHHBIX 3arOTOBOK.

K Takum nmapamerpam OTHECIH YAETBHBIH TETUIOBOU MOTOK ¢ U BpeMst ()OPMHUPOBaHHUS OTIIUBKH B KPUCTAIIN3A-
TOPE /, CPE/IHIOK0 CKOPOCTD BBITSUKKH OTIMBKH Wy, TEMIIEPATYPY 3aIMBAEMOT0 paciuiasa 7y, 1 CKOPOCTh TEUEHHUs
oxJaXkaromei Boasl w,,. MceenoBanus MpOBOIMIM METOZOM TEPMUUECKOTO aHAITM3a TP JINThE CILTONIHON OTIINB-
ku u3 craiau 12X 18H10TJI nuamerpom 80 MM B MeiHBIH KprcTaium3arop uinHoi 300 MM ¢ peOpeHOo BOIOOXIIax-
JIaeMO IOBEpXHOCTHIO. TOMNIIMHA CTEHKH KPUCTAIM3aTopa o BajuHaMm X=7,5 mm, 1o pedpam X=12,5 mm. Tep-
MOTIaphl PacIojiarajiy B TPEX Mosicax Mo BHICOTE KPUCTAIUTN3aTOpa U B IBYX MOsiCaxX IO TONIIMHE paboveil BTYIKH.
Texnonoruyeckne napameTpsl JJUThS COCTABIIIN: W, =0,0062-0,0095 m/c, T,,,=1470-1650 °C, w,=5,1-6,0 m/c.
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[To TemmiepaTypHOMY ITOJTFO KPUCTAIUIM3ATOPA PACCUNTHIBAIN 3HAYEHHUS YIEILHOTO TEIIOBOTO MIOTOKA ¢ Ha padoueit
MOBEPXHOCTH KPUCTAIUIN3ATOPA, ¢, B IEPBOM H (3, BO BTOPOM TIOSICE TI0 TOIIMHE paboueid BTk  [2].

AHanm3 1mokasal, 4To MpeUIOKeHHAs METOIUKa SBIIeTCs Y3P(PEKTUBHBIM CPEACTBOM YIPABICHHS MPOIEC-
coM (hOpMHUPOBaHUS OTIMBKH. [10TyueHHBIE 3aBUCHMOCTH M DKCIIEPUMEHTAIILHBIC JIAHHBIE MTO3BOJISIOT PACCYUTATH
3HAYEHUSI YIENBHOTO TEIUIOBOTO MMOTOKA B 33JaHHOM J[aNla30He 3HAYCHUH TEXHOJIOTHYECKUX MapaMeTpOB JIUThS
U TIpeJIeTIHHO IOMYCTUMOM TOJIIMHBI KOPKU OTIMBKU Ha BHIXOJIE M3 KpucTaminiaropa. [Ipu 3Tom 3HaueHus mapame-
TPOB JIUThSI, COOTBETCTBYIOIIE 3HAYCHUIO TIPEIETBHO IOMYCTUMOM TONIIMHBI KOPKH, U OYIYT SBISTHCS ONITHMAIb-
HBIMH TlapaMeTpamu. FiMest pe3yabrarhl HCCIIEAOBAHNE TEMIIEPATypHOTO PeXUMa KPUCTAILTH3aTOpa MPH JTUThE
OTJIUBKH OTPEJEIICHHOTO pa3Mepa u Mpoduiis, MOXKHO PACCUYUTATh TEIUIOBOE COCTOSHUE KPUCTAIUIN3aTopa JJIs
AHAJIOTMYHOTO ITPOIIECcCa JIUThS, HO YiKe IS OJTy4YeHHs OTIIMBOK JIF0OOT0 APYroro pasmepa u npoduis.

Pesynbrarel 0 TEMIIEpaTypHOMY PEXHMY KPUCTAJUIM3aToOpa MPH Pa3IMYHBIX MapaMeTpax JHThS MOTYT
CIy’)KUTh 0a30i JaHHBIX, CollepKaleil HeoOXOMMbIe CBEICHUSI [T PEUICHUS 3a/1au 3aTBEPIACBAHUS OTIUBKU
[2]. [Tpu mocneayrolieM MPOSKTUPOBAHUU OCHACTKU M 000OPYJIOBaHUS OTHANaET HEOOXOMUMOCTh MPOBEIACHUS
JIOTIOJTHUTENTbHBIX IKCIIEPUMEHTAIBHBIX UCCIICAOBAHUN M aHAIIN3A MTOMYYCHHBIX PE3YIILTaTOB.

IIpu BBITTOTHEHUN UCCIICIOBAHII MTPOBEIN CEPUIO 3aJIMBOK U3 IMIeCTH IKCTIepuMeHTOB [ 1]. [Ipoananuzupyem
MIOJTYYEHHBIE PE3YJIBTaThl C TOYKU 3PCHUS BIMSHUS BpeMeHH (JOPMUPOBAHUS OTIIMBKH, TEMIIEPATyphI 3aJIMBac-
MOTO pacIijiaBa U CKOPOCTH TEUESHUS OXJIaXIA0IIEi BO/IbI Ha yETbHBIN TEMJIOBOI MOTOK B KPUCTAIUIM3ATOPE.

Ha puc. 1, a—e npencraBiieHbl pacueTHBIE 3HAUYEHHS YIEIBHOTO TEIMJIOBOTO MOTOKA ¢ B KPHCTAJUIN3aTOPE
IPY Pa3IMYHBIX TIApaMeTpax JIUThs. M3 pucyHKa BUIHO, YTO U3MEHEHHE MapaMeTPOB JIUThS BIUICT HA yICb-
HBIN TEIUIOBOM MOTOK. Tak, moBbIlIeHue cpepanaeit ckopocTH JuThs ¢ 0,0072 1o 0,0095 M/c ipu poYUX paBHBIX
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Puc. 1. PacueTHble 3HAUSHHS YAETHHOTO TEIJIOBOTO MOTOKA ¢ B KPUCTAJUIN3ATOPE IIPU Pa3IMYHBIX apaMeTpax JIUTh:
——— I nosic (repmonapst 1,2); 4 —II nosic (repmonapst 3, 4); A — I nosic (repmomnapsi 3, 6); Wep=35,7 M/c
a—we,=0,0072 m/c; T,,,=1650 °C; 6 — w.,=0,0095 m/c; T,,,=1620 °C; 6 —w,=0,0092 m/c; T,,,= 1590 °C;

2= Wep=0,0062 M/c; Ty, =1590 °C; 0~ wey=0,0092 M/c; Ty, = 1510 °C; e~ wey=0,0093 m/c; T, = 1470 °C;
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YCIIOBUSIX MPUBOAUT K PE3KOMY CHIKEHHIO YJEJIBHOTO TEIIOBOIO IMOTOKAa BO BCEX 30HAX KpHCTaJUIM3aTropa
(puc. 1, a, 6). B 30He MeHuCKa paciuiaBa 3To cHkeHnue gocturaet 30 %.

CHmxeHne temneparypsl 3aauBku paciiasa ¢ 1620 go 1470 °C npu HU3MEHHOW CKOPOCTH JINThS IPUBETIO
K HE3HaUYNTEJIbHOMY MOBBIIIEHUIO 3HAYEHHUH TEIUIOBOTO TOTOKA B 30HE BBIXOJA OTIMBKH M3 KPHUCTAIM3aTOpa
(puc. 1, 6, e). [Ipu 3ToM TeruIoBast Harpy3Ka Ha pabouyro BTYJIKY KPUCTAJUIM3aTOpa HECKOJIBLKO BO3pOCIa.

Juist pacyeTa KHHETHKH 3aTBEPICBAHUS CTAIBHOM OTIIMBKHU TPUMEHSITH METOJTUKY, OIIMCAHHYIO B paboTe [3]:
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B namem CJIydyac moAaBoJd paciuraBa OCYHICCTBIACA B HEHTPAJIbHYIO YaCTh KpUCTAJLJIM3aTOpa, YTO COOTBET-
CTBOBAJIO CIIy4ar0 paBHOMEPHOTI'O paCTip€ACICHU S TCIUIOTHI IEPETPEBaA 1O NEPUMETPY U BBICOTC OTIIMBKU (pI/IC 2)
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CTH OTBOJia TEIUIOTHI IEeperpeBa IO IMepuMeTpy QGpoHTa
3aTBepICBaHUS.

st pemenust auddepeHITNaNbHOTO YPaBHCHIS B pacdyeTa
MUHHMAJIEHOW TONIIUHBI KOPKU Ha BBIXOJIC M3 KPUCTAIIH3ATO-
pa B 3aBUCHUMOCTH OT BpeMeHH (OPMHUPOBAHUS OTIUBKH TMPHU-
MEHsITH cxeMbl PyHre-KyTra uerBepToro mopsijika TOYHOCTH.
3HaueHus TEIIOGU3NIeCKUX Kod(h(OHUIIMEHTOB MaTepraja OT-
muBKK cienyromme: ¢,;=690,8 JIx/(xr-rpan); ¢;'=837,4 x/
(xkr-rpam); v,;=7500 xr/m3; v,'=7000 xr/m; a,=5,6-10° m%/c;
A=23,3 Bt/(m-rpan); r=267,955 x/x/kr. Pesynsrarel pacuera
MPUBEICHBI Ha puC. 3.
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Puc. 3. Kunernka 3aTBepieBaHts CTaIbHON OTIIMBKH (W,=5,7 M/c):
1 =we,=0,0095 m/c; T,y =1620 °C; 2 —wy=0,0072 m/c; Ty, ;= 1650 °C; 3 — w,=0,0092 m/c; T,

3am 3ann 3al

4—we,=0,0062 m/c; T, =1590 °C; 5 — we,=0,0092 m/c; T, = 1510 °C; 6 — w,=0,0093 m/c; T,

=1590 °C;
=1470 °C
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[TokazaHo, YTO TpU HE3HAUYUTENILHOM IEPETPEBE pacilyiaBa M BBICOKMX CKOPOCTSAX JUThS (pHUC. 3, KPUBbBIE
5, 6) TonmMHA KOPKM HA BBIXOJIE U3 KPUCTAJUIN3AaTOpPa U CKOPOCTh €€ POCTA 3HAYUTENIBHO MPEBBIIIAIOT 3TH XKe
napamMeTphbl pu 0oJiee BBICOKOM Ieperpese paciuiasa (puc. 3, kpusbie /, 3). OHaKO ClieayeT OTMETUTh, YTO Ha
Hapy>KHOW MMOBEPXHOCTH OTJIUBKU MMEJIM MECTO CJIOMBI HAauaIbHOM KOPKH M 3aIIbIBBI, HECMOTPS Ha HAJINYHE B
KPUCTAJUIN3aTOPE IJIAKOBOM BaHHBI.

IIpy MOHMKEHHBIX CKOPOCTSAX BBITSHKKHM OTIMBKY M HATMYUH MeperpeBa paciiaBa (puc. 3, kpusas 4) Tol-
IIMHA KOPKH JIOCTUraeT 3HaueHui nopsjaka E=12,5-13,0 mm, uro OoJiee 4eM JIOCTATOYHO JUIsl TOTO, YTOOBI BbI-
JieprKaTh JJaBJI€HUE pacIiiaBa KUAKOHN cepAneBuHbl. [Ipu 3ToM, HECMOTps Ha XOpollee KaueCTBO MOBEPXHOCTH,
MIPOU3BOIMTENILHOCTD MPOLIecca HU3Kasl.

O4eBUIHO, ONITUMAJIBHBIMU PEKUMAMU JIUThS CJICIYET CUUTATh TICPBBIM U TPETHH PEKUMBI (PUC. 3, KPUBBIC
1, 3). 3nech npu BBICOKMX CKOPOCTSIX BBITSKKH U TIEPErPeBe paciiyiaBa TONIIMHA KOPKU OTIIMBKH Ha BBIXOJIE
13 KpucTayumsaropa coctaBuia E=8,5-9,2 MM, IIPOPHIBOB paciuiaBa He HAOJIOAAIOCh, JaXe HECMOTPS Ha
OTCYTCTBUE BTOPHUYHOTO OXJIaK/IeHUs1. KauecTBO MOBEPXHOCTH B 3TOM cllydae Xopoliee, 6e3 3HaYUTeIbHBIX
BHJIUMBIX JC(EKTOB.

Heo0xonumMo OTMETHTB, YTO YPOBEHb 3HAUEHHI PACUETHBIX YISJIbHBIX TEIIOBBIX TIOTOKOB M TOJIIHH KOPKH
KOPPEIUPYIOT C JIAaHHBIMU Pa0OT APYTUX UCClieaoBareneii [4, S].

Pesynbrare! uccnenoBanust OyayT MOJIC3HBI HHKEHEPaM MpU pa3paboTKe TEXHOJIOTHU HEMIPEPHIBHOTO JIUTHS
CTaJIbHBIX 3aTrOTOBOK.
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