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BBenenue

OO6pa3oBaHMe MOBEPXHOCTHBIX Ae()EKTOB B OTIMBKAX, KaK IIPABUJIO, CBSI3aHO C MPOLECCAMU, MPOTEKao-
HIMMU B [TOTPaHUYHOM CJIO€ CTEPKHs MU (opmbl TonmuHon 10 20-30 mm. st onpeneneHus TepMOMEXaHH-
YECKMX CBOWCTB ()OPMOBOYHBIX M CTEP’KHEBBIX CMECEH B J1a0OPATOPHBIX YCIOBUSIX TEMIIEPATYPHBIH HHTEPBAI
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UCTIBITAHUI JTOJDKEH COOTBETCTBOBATH YCIIOBHSM IIPOTPEBa MOTPAHIUYHOTO cliosi (JOPM M CTEpKHEH B mporecce
3aJIMBKHU U (OPMHUPOBAHUS OTIIMBKH, T. €. COCTaBIATH nopsika 450—1200 °C. Haubonee HanpsiKeHHbIE YCIOBUS
BO3HHUKAIOT B TOHKOM IMTOBEPXHOCTHOM CJIO€, KOTOPKIi mporpeBaercs a0 temmeparyp 900-1200 °C. CxopocTh
Harpesa 3TOro CJI0s B 3aBUCUMOCTHU OT IIPUPO/IbI OTHEYTIOPHOTO HAIIOJIHUTEINSL, BU/IA CIUIABA U TOJIIMHBI CTEHKH
OTJIUBKH MOKeT coCTaBIATh 10 S00-3000 °C/muH [1].

OcHoBHBIMH (pakTOpaMu, BIUSIOIIMMH Ha BO3HUKAIOIINE HANPSOIKCHUS, SBISIFOTCS TEMIIEPaTypONPOBO-
HOCTB ¥ JiepOpMaIy HarpeTol CMeCcH, B CBOIO 04Yepellb CBSI3aHHBIC C MOTMMOP(HBIMU MPEBPAILEHUSIMHU, KOTO-
pBI€ CONPOBOKAAIOTCS U3MEHEHUSIMHI 00beMa HATIOJIHUTETIS], U TEMIIEPaTypPHBIMH PACIINPEHUSIMH.

[Ipu pa3zpaboTKe HOBBIX COCTABOB POPMOBOUHBIX M CTEP’KHEBBIX CMECEH C UCTIONIb30BaHUEM JI00ABOK, YITyd-
MIAIOUIMX Pa3IUYHbIe TEXHOJIOIMYECKHE CBOWUCTBA ((OPMYyEeMOCTb, COIPOTUBIEHUE IIPUTapy, MONATIUBOCTb,
BBEIOMBAEMOCTH, U3MEHSIOIINX €€ TETUIONPOBOIHOCTD | T.11.), HE CIIeAyeT 3a0bIBaTh 0 HEOOXOMUMOCTH oOecIe-
YMBATh COXpaHEHUE TPeOyeMOro ypOBHS 0a30BbIX CHIELUAIBHBIX U (PU3HUKO-MEXaHUIECKHX CBOMCTB, TAKUX, KaK
ra3onpoHULAEMOCTb, Ta30TBOPHOCTD, IPOYHOCTh, OCBIIAEMOCTD U JIP.

B paborax [2, 3] ObUIO pacCMOTPEHO BIMSIHUE Pa3IMYHBIX JOOABOK, B TOM UYHCIE Ha OCHOBE MarHeTHTA,
Ha OCHOBHBIE (PM3MKO-MEXaHHYECKHE U PEOJIOrnIecKre CBOHCTBA CMecel, M3TOTOBIEHHBIX Mo cold-box-amine-
nporeccy. OQHAaKo B COBPEMEHHOM JIUTESHHOM TIPOM3BOJICTBE B 3aBHCUMOCTH OT NMPHMEHSIEMbIX TEXHOJIOTHYe-
CKHUX TIPOIIECCOB U BHJIOB CIVIABOB UCIIOJB3YIOT PA3IMYHBIC THITHI I1€CYAHO-CMOJISTHBIX CMECEH.

B uHauBHIyasbHOM, €IUHUYHOM U MEJIKOCEPHIHOM HMPOM3BOACTBAX Hauboiee pacHpOCTPaHEHHBIMH SIB-
nstotes xononHotBepetonue cmec (XTC) Ha 6a3e gypaHOBBIX, KapOaMuI0(pypaHOBEIX U (DEHOIHHBIX CMOJ
B COYETaHUU C (OPMAJIBbICTUAOM U OTBEPAUTEISIMH PA3HBIX TUIIOB [4].

®dopMoBOUHBIE CMECH Ha OCHOBE KapOamuaodypaHoBbix 1 GpypanoBsix cmoin (Furan-nponecc) BoctpeboBa-
HBI TIPH JIUTHE KPYMHBIX U TSHKEIBIX YYTYHHBIX OTIMBOK, KOTZIa HE0OX0IMMa MOBBIILICHHAS! IPOYHOCTb.

VYenemnyro KoHKypeHIHio Furan-npormeccy 0COOEHHO NPW M3TOTOBJICHWHM CTaIBHOTO JIUThSI COCTABISIET
Alpha-set-iporiecc, B KOTOPOM HCHIONB3YIOTCS (heHOIDOopMalbIerHIHOE CBS3YIOIIee H OTBEPUTENb HA OCHOBE
ci10xkHbIX 3¢upoB. Heckonbko ycrynas cmecsM Ha (ypaHOBOM CBS3YIOLIEM 110 YPOBHIO IPOYHOCTH U OChIIIAe-
MocTu (JOpM U CTEpKHEH, cMecH, ncnosb3yeMele B Alpha-set-nporecce, MpeBOCXOmAT UX 110 TEPMOCTOMKOCTH
u He cozepxar N, S u P, uto oOecnieunBaeT Oojiee BHICOKOE KaueCTBO IMOBEPXHOCTH OTIMBOK M OOJIBILYIO 3KO-
JIOrHYecKylo O6e3omacHocTh npouecca. Alpha-set-poriecc yHuBepcasieH, T. €. MOKET IPUMEHSTHCS TIPU TPOU3-
BOJICTBE KaK YYT'YHHBIX, TaK U CTaJbHBIX OTIMBOK [1].

B T0 e BpeMsi BBICOKasi MPOYHOCTH MECUaHO-CMOJISTHBIX CMECeH, MX HU3Kasl MOJATIIMBOCTh B OTBEPIKICH-
HOM COCTOSIHHM M TEILUIONIPOBOJHOCTH BIEKYT 32 cOOOM BEPOSTHOCTh BO3HMKHOBECHHUSI BHYTPEHHHX HAIPsIKE-
HUI B Tele OTIMBOK, (JOPM U CTEpXKHEH U o0pa3oBaHue Ne(PEKTOB B BUJE IPOCEUEK, 3aCOPOB U TpewuH. s
HPEAOTBPALLCHNS YKAa3aHHBIX Ne(EKTOB, IOMUMO I0A00pa MPOTUBOIIPUIAPHBIX KPACOK, CETOHS Yallle BCEro
UCIIOJNIB3YIOT BBEJICHUE B COCTaB CMECH CIELUAIBHBIX J00ABOK, KOTOPbIE 00ECIIeUNBAIOT CHUKEHHE OCTATOUHOMN
NPOYHOCTH, MOBBIILICHHE MOJAATIMBOCTH CMECH, a TaKKE TOBBILICHUE €€ TEMIEepaTypornpOBOAHOCTH, YTO MO-
3BOJISIET YMEHBUIUTh TPAJAUCHT TEMIIEPATyp MO CEYeHUIO (OPMBI U CTEPKHS U, TAKUM 00pa3oM, BO3HHKAIOLIHNE
B HUX HampspKeHus [5].

OnHaxko, Kak paHee ObIJIO YCTaHOBICHO, MPUMEHEHHE MHOTHX W3 3THUX J100ABOK MOXKET MPUBOJHUTH K CHU-
’KEHUIO MPOYHOCTU CMECH, TOBBIINICHUIO €¢ Ta30TBOPHOCTH M CHIDKCHHUIO Ta30NPOHHUIIAEMOCTH, WHOT/IA 3TH
U3MEHEHUS CTAHOBSITCS KPUTUUYECKUMH U BBI3BIBAIOT MOSIBJICHUE HOBBIX JIUTCHHBIX Ne(eKToB. [IonbITkn KOM-
MEHCUPOBATh CHM)KEHHE NPOYHOCTH CMECH YBEIMUYCHHEM PacXoja CBS3YIOLIETO NPUBOAAT K MOBBILICHUIO CE-
0ecToMMOCTH KOHEYHOH NPOSYKLIUHU — OTIMBOK, OOJIee TOro, YBEJIMUEHUE YIICIBHOIO KOIUYECTBA CBSA3YIOLICTO
BJIEUET 3a COOOH emle OONBIINI POCT ra30TBOPHOCTH U CHHUXKEHHE Ta30IPOHUIIAEMOCTH CMECH, COOTBETCTBEHHO
MOBBIIIACT BEPOSATHOCTH 0OPa30BaHMS T'a30BBIX JE(EKTOB.

Huke mpesicTaBieHbl pe3ylbTaThl HCCIIENOBAHUS BIUAHHUS 100aBKM Ha OCHOBe MarHeTuTta FerroSAND®,
PEKOMEHAYEeMOM Ul WCKIIOYEHHUS] TNPOCEUEK, Ha BayKHEWIIMe Oa30BbIe CBOWCTBAa CMECEH, HCIIOIb3yeMbIX
B Furan- un Alpha-set-niponieccax: mpoYHOCTb MPH PACTSIKEHUH, Ta30MIPOHULAEMOCTb, Ta30TBOPHOCTb, OCHINIae-
MOCTB, CKOPOCTb MPOTpeBa (TeMIeparypo- 1 TeIUIONPOBOJHOCTh) U JeQOPMAIIHIO ITPH BEICOKOTEMIIEPATYPHOM
HarpeBe (CKJIIOHHOCTh K BHYTPEHHUM HANPSIKEHUSIM TIPU HArPEBe).

MeTtoauka npoBeaeHus1 UCNBITAHUI

Jist ucnipiTaHuid OBLIM MIPUTOTOBJICHBI CTEPXKHEBBIE CMECH € MCII0Ib30BaHHEM KBapuesoro necka 1K;05025
W MarHeTUTCojepkaiieii 100aBKu FerroSAND® ¢ pasmepom gactuil 0,1-0,3 mm. CocTaBbl HCCIEAOBABIIUXCS
CTEpIKHEBBIX CMecel mpuBeieHsbl B Tadm. 1, 2.
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Ta6nuna 1. CocraB crepikHeBoii cMecHu 1Js1 Furan-nponecca

Ksapuessiii iecok, % | FerroSAND®, % Cwmona Furan OtBepaurens
100 0
97 3
95 5 1,0% ot maccel | 40% ot macchl
90 10 HATIOJIHUTENS CMOJTBI
85 15
75 25

Tab6numa 2. CocraB crep:kHeBoi cmecu 15 Alpha-set-npounecca

MarueTutoBslit

Ksapuesblii ecox, % Hecok, % Cwmona Alpha-Set OrBepaurens
100 0
97 3
95 5 1,25% ot maccer | 20 % OT Macchl
90 10 HAaIOJIHUTENS CMOJTBI
85 15
75 25

Tero- ¥ TEMIEPaTypoOIpOBOTHOCTh CMECel CPaBHUBAJIM 110 CKOPOCTH TMepeAadt TeIula Yepe3 U3roTOBJICH-
HBIW M3 HUX IUIOCKUH CTEPKEHb TOJIIMHON 6,5 MM. J[Jist 3TOrO ¢ OJIHOM CTOPOHBI 00pa3iia yCTaHABIMBAIN Ha-
rpeBaTesIbHBINA JIEMEHT, C JPYroil — TepMomnapy, KoTopas UKCHpoBajia U3MEHEHHE TEMIIepPaTyphl Ha IMOBEpX-
HOCTH, OOpaTHOM OT HarpeBaeMoil CTOpPOHBL. UTOOBI YMEHBIIUTh CIIy4alHbIC IMOTEPH TEIIa B OKPYKAIOILYIO
Cpely, BCIO M3MEpPUTENbHYIO A4YeiiKy MOMeIlalu B TEeIUIOM30JMPOBaHHOE MpocTpaHcTBo. Harpes npogomkanu
B TeueHue 240 c, mpu ITOM MMOKa3aHUsl TEMIIEpaTypbl GUKCHpOBaIn Kaxabsle 15 ¢. Temneparypa HarpeBareib-
HOTO JIEMEHTA MPU MPOBEACHNN UCTIBITAaHUH OCTaBaslach HeM3MeHHOM 1 coctasisiia 1000 °C.

Jedopmariiuio 00pa3iioB Mpy BEICOKHX TeMIIepaTypax U3MepsuUId ¢ ToMOIIkko prbdopa mojenu LRu-DMA.
[IpouHocTh Ha pa3pbIB, ra30MPOHUIIAEMOCTb, Ta30TBOPHOCTh, OCHIMAEMOCTh OMPEAEIISIIN COIIaCHO CTaHIapT-
HbIM MeToaukaMm B coorBeTctBuu ¢ I'OCT 29234.3-91, 23409.7-78, 29234.11-91 u 23409.9-78.

Pe3yabTarhl HCHIBITAHUM

[To mosyueHHBIM TaHHBIM OBUTH MOCTPOEHBI THCTOTPaMMBI U rpaduku (puc. 1-14), KoTopbie MOKa3bIBAIOT
M3MEHEHHE CBOMCTB MeCYaHO-CMOJISTHBIX XOJIOIHOTBEP/ICIOINX CMECel B 3aBUCHMOCTH OT COJIEpKaHUs MarHe-
THTOBO# 106aBku FerroSAND®.

Pesynbrarhl nccnenoBaHuil CBUAETENBCTBYIOT, YTO YBEIHMYEHHE COAEP)KaHWS MAarHeTUTa B CMECH BeJeT
K CHIDKCHHIO POYHOCTH 00pa3noB (puc. 1, 2). lanHas TeHneHIMs HanOoiee 3aMeTHa B 00pasiax, M3roTOBIICH-
HBIX 10 Furan-mporieccy, rjie IpoYHOCTh CHUKAETCS TPAKTHUECKHU JTMHEHHO, U TIpK cofepkanun FerroSAND®
Ha ypoBHE 25 % Mpo4HOCTh 00pasna dyepe3 1 cyT mouTH B 3 pa3a MEHbIIIE MPOUYHOCTH 00pasiia U3 MCXOIHOM
cMecH. DTO CBUACTEIBCTBYET O B3aUMOJICHCTBUN OKCH/JIA JKeJie3a CO CBA3YIOIIEeH KOMITO3UIUEH, B IIEPBYIO Oue-
pelib C KUCIIOTHBIM OTBEepAUTENIEeM, ¢ oOpazoBanueM (ocdaros sxeresa (11 u I11) mo peakuuu [6]:

FC3O4 + H3PO4 = Fe3(PO4)2 + FCPO4 + Hzo,

YTO MIPUBOJUT K YMEHBIIIEHUIO KOJTMYECTBA OTBEPIUTENS, YIACTBYIOIIETO B PEAKITNH TTOJUKOH/IEHCAIINH CBS3Y-
IOIIETO, CHIKAsl CKOPOCTh OTBEPKIACHHUS U KOHEUHYFO IIPOYHOCTH CMECH.

Ha razompoHuIiaeMocTh IMecYaHO-CMOJISIHBIX cMecel 00aBKH FerroSAND® 0ka3bIBalOT 3HAYHTEIHHO
MeHbIIIee BIUSHUE, YTO OOBICHSETCS OIM30CTHI0 36PHOBOTO COCTaBa MaTepualia U KBapIieBOTo MecKa: ra3ompo-
HUIIAeMOCTh 00pa3IoB, U3TOTOBIEHHBIX TI0 Alpha-set-mpomeccy, ymeHbIaercs ~ Ha 15% c yBenn4eHneM Ko-
JMYeCcTBa MarHeTHTa B cMecH 110 25 %, a Ta30MpOHUIIAeMOCTh 00pa3IioB, M3TOTOBIEHHBIX 10 Furan-mpomeccy,—
MEHee 4eM Ha 5 % Ipu TaKkoM ke KOJIMUecTBe 100aBkH (puc. 3, 4).

W3 puc.5, 6 BugHO, 4TO NO0OABKH FerroSAND® ouens c1abo BIMSIOT Ha M3MEHEHHE ra30TBOPHOI CIIOCOOHO-
CTH CMECH — BBISIBJICHHBIE N3MEHEHHSI HE TIPEBBIIIAIN 5 % OT HCXOIHOTO YpOBHs. Y UHThIBast, 4To FerroSAND®
HE COJIEPYKUT OPTaHMUYECKUX I APYTUX COSAMHEHNH, KOTOPhIE MOTJIN OBl Ta3u(uInpoBaThCst IpU HarpeBe, 13-
MEHEHHE UCXOTHOM ra30TBOPHOCTH CMECH MOYKET OBITh CBS3aHO TOJILKO C OCTATOYHOW BIIAXXHOCTHIO Marepuara.
B nanHOM ciydae ra30TBOPHOCTH 00Pa3IlOB B 3HAYUTENFHOW CTETIEHW 3aBUCUT OT MCIIOIB3YEeMOHN CBSI3YIOIIECH
KOMITO3UIIMH.
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Puc. 6. 'a30TBOpHOCTH 00PA3IIOB,
U3TrOTOBJIEHHBIX 10 Furan-npoueccy

Ha ochlnaeMocTh, TaK ke Kak Ha IPOYHOCTh, 100aBku FerroSAND® okasbiBatoT Golee CylecTBEHHOE
BiusiHue (puc. 7, 8), 0COOEHHO Ha OCHIIIAEMOCTh CMECEH, HCIIOIB3yeMbIX i Furan-miporiecca: npu n1o6as-
nennu 25 % FerroSAND ockimaemMocTs 00pa3iioB, U3roTOBICHHBIX 10 Alpha-set-mporeccy, yBeIU4HiIach ~
B 2,5 pa3a, a 00pa3ioB, U3TOTOBJIEHHBIX 10 Furan-mporeccy, — 6oiee yem B 20 pa3. DTo, Tak ke KaK B CIIy-
4yae C MPOYHOCTHIO Ha Pa3phiB, CBSI3aHO C B3aMOJICCTBHEM MarHeTHTa C OTBEPJUTEIEM, HCIOIb3YEMbIM

B Furan-nponecce.

Uccnenoanus nedopmaiiy mpy BBICOKOTEMIIEPATYPHOM HarpeBe MoKa3alid, YTO YBEIUUYCHUE COACPIKAHMS
MarHeTHTa BeleT K 3HAYUTENIHHOMY YMeHbIIeHHIo aedopmanuu: yxke npu gobasienun 10% FerroSAND® fe-
(dhopmarust cauzmiack ~ B 1,5 pasa, a 25 % — noutu 2 pasa (puc. 9, 10). OTo CBUICTEIBCTBYET O 3HAUUTESIILHOM
YBEITMUEHUH TEIUIONPOBOTHOCTH CMECH M CHW)KEHHH ee TersioeMKocTH. OOpasel mporpeBaercsi 3HaYuTeTbHO
ObICTpee, TpaJIueHT TEMIIepaTyp 10 CEYCHUIO YMEHBINACTCS U, KaK CJIEACTBUE, 00bEMHBIC PACIIMPEHUS, BBI3bI-
BaIOIIME BHYTPECHHUE HANPsDKEHUS U ehopMannu oOpasiia, CHUKAIOTCSL.
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M3TOTOBJICHHBIX N0 Alpha-set-mpormeccy

Puc. 10. BeicokoTemnepaTtypHas nedopmaris oopasios,
M3rOTOBIEHHBIX 10 Furan -mpoueccy

CkazaHHOE MOATBEPXKAAIOT U rpaduKu, OTpaXKalolIHe CKOPOCTh Mepeaavn Temia uepe3 Teno oopasna. Yem
BHIIIE coziepkanue no6aBku FerroSAND® B cMmecH, Tem GhicTpee mepenarcs TEIIo uepes oOpasell 1 TeM paB-
HOMEpHee MPorpeBaeTcs Bech ero oobeM. [IprdyeM 3To mpakTH4eCcKn HEe 3aBUCUT OT UCTIONB3yEeMOH CBS3YIOIIEH
xomrnosunuu (puc. 11, 2). Ipu conepsxanuu FerroSAND® B cmecu Ha ypoBHe 25 % IPOTHBOMOJIONKHAS CTOPO-
Ha oOpa3iia B mpoliecce Harpesa yxe uepes 45 ¢ gocrurana temneparypsl 150 °C, uepes 75 ¢ — 215 °C, uepes
135 ¢ —250 °C, B TO BpeMs Kak oOpaserl u3 cMecu 06e3 100aBku nporpesaiics 10 150 °C Tosbko uepes 60 ¢, 110
215 °C —ugepe3 135 ¢, a remneparypsi 250 °C o0Opaselr U3 UCXOAHON cMecH BOOOIIE HE JOCTHUT, TaK KaK K 3TOMY
MOMEHTY €ro JieopMalys NPEeBbICHIIA KPUTHUECKYIO BEIMYMHY U 0Opaser ciomaics (puc. 13, 14).
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Puc. 11. I'pacukn ckopocTH mporpesa 00pasIos,
M3rOTOBJICHHBIX 10 Alpha-set-mporeccy,
B 3aBHCUMOCTH OT COJICPIKaHUSI J00aBKU FerroSAND®

Puc. 12. I'paduku ckopoctu nporpesa 00pasuos,
HM3roToBJIeHHBIX 1o Furan -npoueccy,
B 3aBHCHUMOCTH OT COJICPIKAHUS JOO0ABKH FerroSAND®
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Puc. 13. Bpems narpesa no temmepatypsr 100, 150, 180 u 210°C (Alpha-set-mporecc)
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Puc. 14. Bpewms narpesa go temnepatypst 100, 150, 180 u 210°C (Furan-npouecc)

BrIiBOABI

B pesynsrate BHIIONHEHHOH paGoOTHl yCTaHOBIEHO, 4To nobapieHne FerroSAND® B konmuecTe 0
10% He3HAUUTENHFHO CHIYKACT OCHOBHBbIC MexaHmdeckue cBoiictBa XTC mist Furan- u Alpha-set-miporieccos
1 He TpeOyeT yBeIWUEHHs KOJIMYeCTBA CBA3YIOIIEH kKoMmnozuiuu. OJHAKO CIEAyeT OTMETHTh, YTO BIHUSHHE
FerroSAND® Gornee 3aMeTHO IPH HCIIONB30BAHUH 100AaBKH B cMecsx s Furan-miporiecca, 4to Tpebyer Gonee
JKECTKOTO OTPAaHMUYCHMS U KOHTPOJISL €r0 COJIEpXKaHus B 3THX cMecsix. B To xe Bpemst B cMmecsix aist Alpha-set-
mporiecca Npu HeOOXOMMOCTH COZlepKaHue JOOaBKH MOXKET OBITh yBeTHueHO U 10 15-20 % Oe3 cymecTBeHHO-
TO CHWKEHHSI TIPOYHOCTHBIX CBOMCTB.

Jlo6aBku FerroSAND® B komuuectBe 5-10% MO3BONSIOT 3HAYUTENHHO YBEIHUHThH TEILIONPOBOAHOCTD
CMECH, YTO, B CBOIO OYEpelb, CHIKACT Mepernaj TeMIeparypsl 0 ceYeHUI0 (OpMBI M CTEP)KHS U YMEHbLIAET
MHTEHCUBHOCTD M3THOAIOMINX HANpPSDKEHUH, BOSHUKAIOIINX B MOBEPXHOCTHBIX CIOAX (POPMBI M CTEPXKHS MpU
KPUCTAJTU3AIMN OTIAMBOK. JTO 3HAYUTENFHO CHI)KAET BEPOATHOCTH 00pa30BaHUs MOBEPXHOCTHBIX Ae(EKTOB,
TaKMX, KaK MPOCEYKHU U 3aCOPBHI.

Hcxons w3 MONydeHHBIX pPE3YNbTaToB, MOXKHO JaTh CIEAYIOIIME PEKOMEHJAIMM [0 BBEJACHHUIO J0-
6aBku FerroSAND®: B xomommortsepieromue cMecu ans Furan-mpomecca — 10 5-10%, ans Alpha-Set-
npouecca — 10 10—15%.
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