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B u3BecTHBIX METOLVIKAX YMC/ICHHOTO PacyeTa, YICIIO/Ib3YeMbIX IIPY IIPOEKTUPOBAHUM Ollepa-
it nmOoBaHMs, IPAKTIYECKN He YIMTBIBAIOTCSA FeOMeTpUYeCKIe TapaMeTphl 1 IIOMA/Ib
B3aUMOJEIICTBMS NHCTpyMeHTa — 1y osanbHoro kpyra (IIIK) ¢ 3aroroBkoii BeiencTBue
OTCYTCTBMSA M HEBO3MOXKHOCTH OIIpe/ie/IeHNS MOOOHBIX JaHHBIX, YTO B 3HAUUTEIbHON Mepe
CHIDKAeT TOYHOCTb PacyeToB U IPaKTUYECKYIO LIECHHOCTb METOIMK. B cTaTbe mpenoskeHa
metopuka 3D mopenupoBanusa B CAD cucremax, KoTopas MO3BOJAET ONPENETUTD U3MEHe-
Hute wiomany u ¢popmel konTakra IIIK ¢ 3aroTOBKOII B 3aBIUCMMOCTHI OT Hanbojiee 3HAYMMBIX
IIapaMeTPOB 37eMeHTOB (HaKTOPHOTO MPOCTPAHCTBA Iporiecca mmndosanys. C MoMouIbo
pa3paboTaHHON METOAVKM IOTydeHa pacuyeTHas 3aBMCHMOCTD IS ONpefie/ieH s IO
KOHTAKTa VU IPOM3BOJHBIX II0Ka3aTeieil. Pe3y/IbTaThbl MCCIeNOBAHUI MOTYT OBITh MCIIOIb30-
BaHbI IIPY IIPOEKTUPOBAHUY IPOLIECCOB a/IMa3HO-a0pasMBHOI 00pabOTKIL.

KnroueBsie croBa: i oBanpHbIi KPYT, IUIOLA/Lb KOHTAKTa, 3D MopenpoBaHme, 3aroToBKa,
ornepanys manQOBaHUA.

The conventional numerical methods of designing grinding processes usually do not take into
account the geometric parameters of the contact area between the grinding wheel and the
workpiece because of the absence of such data or difficulty to find them. This fact significantly
reduces the accuracy of calculations and the practical value of these procedures. This paper
proposes a method of 3D modeling using CAD systems that allows determining changes in the
size and shape of the contact area between the grinding wheel and the workpiece depending
on the most significant elements of the factor space of the grinding process. The developed
methodology is used to deduce relationships for calculating the contact area size and the derived
parameters. The obtained mathematical relationships will be useful when designing diamond
and abrasive machining processes.

Keywords: grinding wheel, contact area, 3D modeling, workpiece, grinding operation.

K BaXHBIM MepaM, CIIOCOOCTBYOIIUM MOBBIIIEHNUIO
3¢ GEeKTUBHOCTI IPOU3BOLCTBA, OTHOCUTCS JaTbHEli-
Ilee COBEPIIEHCTBOBAHNME PEXMMHO-NHCTPYMEHTA/Ib-
HOT'O OCHAIeHNsI HUIN(OBAIbHBIX OIEPALNil, KOTOPbIE,
B GOJIBLIMHCTBE CBOEM, SIB/ISIOTCS (PVMHUIIHBIMIA U B 3HA-
YNTEIBHOI Mepe OIPEeAe/ISIIOT Ka4eCTBO HOBEPXHOCTHOTO
CT105I M3JIEMNIT M CPOK MX SKCIITyaTaryn. IPPeKTUBHOCTD

mpouecca mmnposanus (IT1I) B 3HAYUTETBHOI CTETIeHN
00yciIoB/IeHa MPaBI/IbHBIM O60POM XapaKTepUCTHK
undosanpHoro kpyra (LK) u pexxnmoB 06paboTKiL.
OnHaKo B HACTOsIIIee BPeMsl PelleHe TOff00HBIX OIITH-
MM3AIVIOHHBIX 3a/1ad B 3HAYNTE/NTBHOI Mepe 3aTPYAHEHO
0 IpUYMHE OTCYTCTBYSI YHUBEPCATbHBIX MaTeMaTnde-
CKUX MOfjeJIeil, afleKBaTHO ONMCBIBAIOIINX (paKTOPHOE

* MCCTICHOBaHI/Ie IIPOBOAUTCA IO KOHTPAKTY C (DOHJIOM CONeNiCTBUSA Pa3BUTNIO MATbIX q)OpM NIpeApMHMNMATENIBCTBA B HAYIHO-

texHmn4eckoit chepe (Poun BoprHuka).
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HPOCTPAHCTBO CUCTEMbI ONlepaIy NNGOBAHNA U IVHA-
MIIKY M3MEHEHU ee TI0Kas3arereil.

CII0)KHOCTD UCCIIETOBAHNA M MaTeMaTIYeCKOTO OIIM-
canwms I1III cBsi3aHbI, B TOM 4KCIIE, C €0 MHOTO(AKTOP-
HOCTBIO J HeCTAL[IOHAPHOCTBIO, YTO AB/IACTCA IPUINHON
OTCYTCTBUA afleKBaTHBIX pacu4eTHBIX METOAUK. BbIXomHbIE
napameTpsl I111I 3HAYNTENbHO U3MEHAIOTCA B TeUeHMe
nepuopa croiikocTu IIIK 1 BpeMenn ero paboTs o monI-
HOTo M3Hoca. [IpiyrHaMy 5TOMY AB/IAIOTCA YMEeHbIIeHe
pasmepos 1K, n3menenne Gpopmsl ero pabodeit mosep-
xHoctu (PII) us-3a ob6pasoBanus sabopHoro konyca [1],
4TO, B CBOIO OYepefib, IPUBOAUT K M3MEHEHNIO pasMe-
pos 1 popmbl moBepxHOCcTU KoHTakTa IITK ¢ 3aroToBkoit,
[IapaMeTpOB pe3aHMs aKTMBHBIMM 3epHaMU MaTepyaja
3arOTOBKY, UX YMC/IA U, KAK Pe3y/IbTaT, MEHAIOTCA IIPO-
M3BOJ{HBIE [IOKA3aTeI PabOTBl MHCTPYMEHTA: PEXIM
paboTsl (ocpimaHme, caMo3aTadMBaHIe, 3aTyIIEHNE),
CHJIBI ¥ MOIITHOCTD IUTN(OBAHNS, IIEPOXOBATOCTD 1IN -
(hoBaHHOI TOBEPXHOCTH U JIp.

B HacTos1Iee BpeMs IIpU IIPOEKTUPOBAHUNU OIlepa-
1yl MU OBaHNA pacyeTHbIe METORAMKI IIPaKTUYeCKN
He NPYMEHAIOTCA VWIM UCIIONIb3YeTCA B BUMIE V[eaIN31-
pOBaHHBIX Mofeeit [2, 3] B oT/im4Me OT METORMK IIPO-
eKTMPOBAHIsI OIlepaLiNil Ie3BUITHOI 06pabOTKM, B KOTO-
pbIx reoMeTpus pabodeit yactu LK, crenens ee m3Hoca
U TeoMeTpudeckye mapaMeTpbl B3aumopeiicTaua LK
C 3aTOTOBKOJI ABJIAIOTCA OCHOBOJ pacyeTHBIX GOpPMYIL,
IIPUMEHAEMBIX /L OIIpee/IeHNs CUJI, CTOIKOCTI U Ipy-
TMX ITOKa3aTesneli mpoliecca pesanus. IlosTtomy oueBnupiHO,
4TO OCBEJOM/IEHHOCTD O IIapaMeTpax B3aMMOJeiCTBIA
K ¢ 3aroToBKOJ U AMHAMUKE MX U3MEHEHNs TI03BOINAT
¢ 6OJIbLIEN CTEIIEHbIO HOCTOBEPHOCTH IIPOTHO3UPOBATD
pesynbrarhl NUINQOBaHNA, 000CHOBAHHO OCYILECTB/IATD
KOPPeKTUPOBKY peXMMa pabOThI MHCTPYMEHTa, B COOT-
BETCTBUU C U3MEHSIIOIVIMIUCS YCIOBUAMU 06pabOTKY 1
IPUOPUTETAMM ONTUMU3ALINI.

[lenb paboThl — M3yUeHNE XapaKTepa 3aBUCUMOCTH
mnomaan F moBepxuoctn kontakTa (ITK) IIK u 3aro-
TOBKU OT M3MEHEHN 3HaYMMBbIX (PaKTOPOB OIepaIuu
¢ OBAHYS U MOTydeHNe 6Aa30BbIX PACIETHBIX MaTe-
MaTUYeCKNX MOJEeNeNn.

VccnenoBanus NpoBOAMINCD C MICIIO/Ib30BaHMEM pa3-
paboTaHHOI METOAMKU U MHXKEHEPHBIX IIPOTPAMMHbIX
kxomiiekcoB Inventor u SolidWorks. Mopenuposanne ITK
OCYIIIeCTBILANOCH JIA CXeM IVIOCKOTO U KPYITIOTO Hapy>K-
Horo 1vmgosans nepudepueit K npamoro npodwrs ¢
rornepevHoit (oceBoit) nmogaveit. VismeHnsemoe mpu Mope-
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Puc. 1. ®opmbl npoduna PIT mogenn 1K
B [IOIIEPEYHOM CeIeHMIL:

a — HeusHoueHHas PII; 6 — nsHomenHas PIT;
6 — TpefienbHO u3HomenHasA PIT
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Puc. 2. CxeMbl KpyI/IOro Hapy>kHOTO (a) 1 II0CKOTOo (6)
g oBaHms

nmuposannyu ITK ¢dakTopHOE IPOCTPAHCTBO IpoLecca
HUTU(OBAHNUS COCTOSIO U3 CIEAYIOLINX 7IEMEHTOB: AMa-
metp K Dy, pannyc nsnoca PITIIK B oceBom cedenun
R, nuameTp o6pabaTbiBaeMoii 3aroToBKM Dj, TIOTIepeyHas
(oceBast) mofaya 3arOTOBKY W/IVM MHCTPYMEHTA Sy 3Ha-
yeHneM R (0 < R < Ry,.x) 3af1aBajach BemMunHa «3abop-
HOTO KOHyca», obpasyiomerocsa Ha PIT IIIK B mporecce
uymndoBanus. [lpu onTrMusanuu pexnma o6paboTKn
U3MEHSAMICh: CKOPOCTD MM oBaHUsA Vp, ITyOMHA I -
¢doBanus (TexHONMOTNYECKasI) t, KpyroBas (TaHTeHIMaTIb-
HasT) Iofjada 3aroTOBKM V.

®opma npodusa oceBoro ceuenust mogenu PIT IITK
(pymc. 1) 3amaBamach ClIegyOMUM 06pa3oM:

e OTpe3KaMU IPSIMOI IIPU OTCYTCTBUM «3a00PHOTO
KOHYCa» B HaYa/IbHBII Ieprof paboThl MHCTPYMEHTA
nocre npaBky opu R = 0 (puc. 1, a);

o JlyraMy OIIpefie/IeHHOTO pajuyca KPUBU3HBI 1
COENVHAOINM UX OTpe3KoM IpAMOit pu 0 < R < Ryay
(PMC- 1, 6);

o IYTOIT OKPY>XHOCTH TP R = Ry (puc. 1, 8).

[Tapametpuyeckoe mogenuposanue 1K mpu B3anmo-
merictBum 1IIK ¢ 3ar0TOBKOIT OCYIIECTBISIOCH B CTIEHYIO-
IjeM HOPsIfKe:

1) 3agaBanuch ¢popMa, pasMepbl U KOOPAMHATHI B3a-
MIMHOTO PacIiofnoykeHA B mpocTpancTse 3D mopenert K
M IWIMHAPUIECKO (ITOCKOT) TOBEPXHOCTH 3aTOTOBKI,
COOTBETCTBYIOLINE CXeMaM KPYITIOTO HAapy>KHOTO U II7I0-
ckoro nmdoBaHMs, 3afaHHOMY PeXMUMY 00paboTKM
(puc. 2);

2) Boimensics obuuit 06bem mepecedenust LIK ¢ saro-
TOBKOV, OIIPE/Ie/ISUIICh TeOMeTPIUeCcKye IapaMeTpsl IJI0-
IagM nX KOHTakTa (puc. 3-5);

3) ocyuecTBsIIach 06paboTKa Pe3yIbTaTOB MOKEIN-
poBauys 1 0POPMIIAINCH IOTYYCHHDIE JaHHBIE.

BnusiHyme yupyrux m TeIUIOBBIX AedopMarmit mpu
MOJIE/IVIPOBAHNMY HE YINUTHIBAIOCH.

Bo Bcex mpuBefeHHBIX HIDKe GOPMYIax 3HAYEHIIS
napameTpoB Dy, Ds, T, R, Riax 1, tep ClIEIyET IOACTAB-
JISITh B MWUIVMETpax; 3HauUeHme Syoy — B MIIIMMETPax
Ha 060pOT 3aTOTOBKM (X0f pabodero cTona); 3HaYEHUs
Vip U Vs — B MMIIUMETPAX B CEKYHTY.

ITony4eHHbIe B XOfie MOAEMPOBAHNS JAHHBIE, [I03BO-
JIVUTY TIOTY 9T MaTEMATIIECKYI0 MOJIe/Ib [I/Ls1 OIpefiere-
Hua F, mm? [1]:

0,41
F=F| 1+ O.121Ry™ . (1)

nomn
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Puc. 3. Beigenenne nepecedenus o6vemon IIK
U 3arOTOBKM (), OIIpefie/leHye pa3MepoB I IO AN 0,030
nosepxHoctyu koHtakTa IlIK ¢ sarotoskoii (6)
0,025 -\
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& S [ 6
® Puc. 6. 3aBucumMocTu:
e —~ a—For Dy (1 -R=Rpyas 2— R=0,5Rn,5 3 —R=0);
P 6 — tp OT R (Syon = 10 MM/06. 3., £ = 0,05 mm, T = 80 MM,

F

Puc. 4. ITpoexkuuy MOBEpXHOCTY KOHTAKTa
C OIIpefie/IeHHbIMI Te€OMeTPIYECKMMY ITapaMeTpaMu

a 7]

Puc. 5. [Tpumepst n306paskeHMIT KOMITBIOTEPHBIX
Moyiefielt HOBEpXHOCTel KOHTAKTa HEM3HOIIEHHOTo (a)
n n3noienHoro (6) IIK ¢ 3aroToBkoit (B1j CO CTOPOHBI
OCH BpalleHNs Kpyra)

3mech Fy — navanpHasa mromans [IK. IIpu R =0 Fj =
= ISyon (I — mnuHa gyru xonrakra lIK ¢ 3arotosxkoii, [ =
= [DytepDyp/(Dxp + D3)]Y2, Mm); T — BbicoTa Kpyra, MM;
R, — Texymmit pagnyc n3HOCa B JOMSAX OT MaKCUMaslb-
HOTO, Ry = (Rmax — R)/Rmax (Rmax — MaKCUMaIbHBIN
panuyc usnoca IIK, Ry = [+ (T/2)%]/(21), mm).

C nomoupio 3aBrcUMOCTH (1) MOXKHO pacCcumTaTh,
HAIIPUMeP, CPEHION ITTyOMHY Pe3aHMsl 10 IIOBEPXHOCTI
KOHTAKTA f¢p (CM. puc. 4) o dpopmyne

I
te, =0,667t—2. 2
P 7 (2)

3aBUCUMOCTH, ITOCTPOEHHBIE C MCIIOIb30BAHNEM
[IONTyYeHHBIX MaTeMaTu4ecKux Mopeneit (1) u (2), mpu-
BeJIeHbI Ha puc. 6.

Pesy/braThl MCC/IEfOBaHNMIT OBUIN MCIIONB30BAHBI TP
HAa3HAYeHNN OIITVMA/IbHBIX PEXXNMMOB 06pabOTKY 1 MX
KOPPEKTIMPOBKe Ha oIepaunsx uuimpoBaHus 604eK n
IIeeK MIPOKATHBIX BAaJIKOB Ha cTaHKax ¢upmbl Herkules
IpYU afjallTalUy MMIOPTO3aMeIlAIoIero MHCTPYMeHTa
oTedecTBeHHOro mpouspojcTBa Ha OAO «Ypanmamsa-
Bom» (r. EkaTepuuoOypr).

D, =600 MM, Dy, = 900 mm)

CyTb MeTOLMKM ONTUMM3ALUY U KOPPEKTUPOBKIM
PEXIMMOB 3aK/II04Yanach B COXpaHEHUM MOCTOSHHBIX
MCXOJHBIX 3HAYEHMI TIOKa3aTeNA Icp, KOTOPBII OIpefie-
JIsIeT CpefHIie IUIOIA/M CEYeHNUII CPe3aeMBbIX CTPYIKEK
PEXYILIMMIM 3ePHAM, CUJIBI HUTU(OBAHIIS 1, TEM CAMBIM,
BBIOPAHHBIIT PEXUM PabOTBI MHCTPYMeHTa (caMO3aTadn-
BaHIe WIN 3aTYIUIeHNe) ITPY U OBAHUN VT BBIXKI-
BaHUM MM OBAHHOI MOBEPXHOCTH. Tpebyemble 3Hade-
HUA to, Ipu M3MeHeHn R u Dy, B IepBoM MpUOMKeHn,
obecriednBaCh 32 CYET YBEIMYEHNS VICXOJHOI TEXHO-
JIOTMYeCKOT Iy 6yHBI HUIN(OBAHMS | C HCIIOIb30BAHIEM
IaHHBIX, IOMYYeHHBIX 110 GopmynaM (1), (2). IIpumepst
CMOJIe/TMPOBAHHBIX IIOBEPXHOCTE KOHTAKTA /IS TaH-
HOJI OIlepal{uyl 1 3aBUCUMOCTD IUTOLIARM KOHTaKTa F oT
famerpa Kpyra Dy, ¥ 3aTOTOBKM Banka D, npuBesieHb!
Ha puc. 7, 8.

OnHako Takas KOPPEKTUPOBKA B psifie CIydaeB IIpu-
BOAIM/IA K BO3HUMKHOBEHWIO IIPVHYKOTOB Ha HUTN(OBAH-
HOJI IOBEPXHOCTH, BC/IECTBYE YBeIMYEHNs TIIOA/U
[TK mHCTpyMeHTa C 3aTOTOBKOIA, YNC/Ia PEXYIIUX 3ePeH,
OIZHOBPEMEHHO HaXO[AIIMXCs B KOHTAKTe C 3aTOTOBKOII
", COOTBETCTBEHHO, MOIHOCTY ImnudoBanms [4-9].
B Taxkux cirydasx, IpUMeHsIACh KOMITIEKCHAsI KOPPeK-
TUPOBKA IIAPAMETPOB PeXXnMa 06pabOTKM C UCIIONB30-
BaHMEM YCIIOBISL, IEMICTBUTENBHOTO [/IS1 CXeMBI KPYITIOTO
Hapy>xHoro mnosanus mepudepneit IIK:

Vs

——— =const. (3)
VipD,

IlanHOe ycnoBue, obecrednBalomiee MOCTOAHHYIO
CPEeJIHIO0 TIIOMIAfhb CPEe3aeMbIX 3epHAMMU CTPYXKeK M,
COOTBETCTBEHHO, JIEHICTBYIONIME HAa HUX CU/IBI Pe3aHMS,
OBI/IO TIOTYYEeHO C MCIIONIb30BAHMEM Pe3y/IbTaTOB SKCIe-
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38,27
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Puc. 7. [lpumepst n306paskeHNIT CMOIETMPOBAaHHBIX oBepxHOCTel KoHTakTa IIIK ¢ 3aroToBKOI /151 Oneparym
¢ oBaHUs OOYKY IIPOKATHOTO BaKa (BIJ] CO CTOPOHBI OCK BpalleHus Kpyra; Kpyr 1 900x80x305, D; =1 800 Mm,
t=0,05 MM):

a — R =0,5Rax Snon = 10 MM/06. 3.; 6 — R = Ryaxs Sion = 10 MM/06. 3.5 8 — R = 0,5R 105 Spon = 40 MM/06. 3.5 2 — R = Rppay,
Suon = 40 MM/06. 3.

PVMMEHTaIbHOTO MCCIeIOBAHMI TTOKa3aTeNnell KMHeMaTH-
YeCKOTO B3aMMOJIEVICTBUA PEXYIIUX 3epeH ¢ 00pabaTbl-
BaeMol1 IOBEPXHOCTHIO [4].

Ob1ue peKOMEHAALMY IPU OCYILECTBIEHUN KOM-
IUIEKCHOII KOPPEKTMPOBKY C UCIIOIb30BaHEM YC/IOBUA
(3) cocToAT B cnepyomeM. YMeHbIIeHNe 3HAYCHNUA L)
npu yBenudeHun F MoOXKHO, HalpuMep, 4aCTMYHO KOM-
IIeHCUPOBATh IIOBBIIIEHNEM ¢ (O IOABIEHNUA IPUXKO-
rOB) U 3aTeM yBenudenuem V, u/umu Vg, 10 momyde-
HUA VICXOZHBIX (Ha4a/IbHbBIX) 3HAYEHUII B IIPABOIT 4acTu
ypaBHeHus (3). IloBbiurenne V, M03BO/IsIET CHUBUTD
PUCK HOABIEHNA MPYDKOTOB 3a CYeT YBeIMYeHNA CKO-
pOCTHU ABVOKEHUA MCTOYHMKA HarpeBa, HaXOJALIerocs
Ha [TK nHCTpy™MeHTa 1 3ar0TOBKM [4], a cHIDKeHMe Vi,
II03BO/INT YMEHBIINTDH MOIIHOCTD IpOIecca 1, COOT-
BEeTCTBEHHO, HarpeB IIOBEPXHOCTHU 3aTOTOBKIM [2, 4-6,
9-11] ¢ HeKOTOPBIM yBeIMYeHNEM, KaK IIOKa3ala mpa-
KTHUKA, IIepOXOBATOCTHU HINN(OBAHHOI ITOBEPXHOCTI.
BblnonHeHMe NaHHBIX peKOMEeHaluil obecrednBaeT
coxpaHeHMe ucxogHoro pexxuma paborsr HIK (camosa-
Ta4MBaHIe, 3aTYIUIEHUE) Y OTCYTCTBYE IIPUXKOTOB Ha
11 OBAHHOI TOBEPXHOCTHU 3aTOTOBKU. B KOHKpeT-
HBIX CIy4asiX IIpU KOPPEKTUPOBKe pexxnma unndo-
BaHUs HEOOXOJVMO YUUTBIBATD CYIeCTBYIOIINE 0CO-
6enHOCTM omepanuy (o6pabaTpIiBaeMblil MaTepuarnl,
XapaKTepUCTUKU MHCTPYMEHTA, MHTEHCUBHOCTD OXJIa-
xkpeunss COTC u fip.), uMerouecss OrpaHUYeHUs U
IIPUOPUTETHI ONTUMMU3ALINN.

ITonyueHHbIe B pe3yabTaTe IPOBEeHHbBIX MCCIe-
[OBaHUII HOBBIE CBEJEHNUsA O Ipoliecce NUMpOBaAHUA
MO3BOJIAT 00OCHOBAHHO OIPENe/ATh ONTHMAaIbHbIe
peXuMBI 00pabOTKM C YIETOM pacCMOTPEHHBIX 3JIe-

JIuteparypa

F, MM

120
100
80
60
40

300

450 1500

600 1200
900

750
600 1 i

Dy, MM

900 300

Puc. 8. Ilpumep saBucumocreii F ot Dy, u D, jisa cxembl
KPYIJIOro HapyXHOro HutndoBanus (Syon = 10 MM/06. 3.,
t=0,05mm, T=80MM, R=0(I) u R =Ry (2))

MEHTOB (paKTOPHOTrO IMPOCTPAHCTBA OLEPALN LIIN-
¢doBaHuA.

BoiBopmbl

1. YcTaHOBIIEHBI 3aBUCUMOCTI F OT pexMoB 06pa-
60TKM 1 reomeTpryeckrx napamerpos LIK 1 sarotopkn
UL CXeM MHOTOXOJ0BOTO IVIOCKOTO M KPYIJIOro Mimngo-
BaHuUA nepudepuell MHCTPyMEeHTa ¢ II0IepeyHol (oce-
BOI1) IOfTAYEIL.

2. PaspaboTaHa MeTOAMKA KOPPEKTHPOBKI 3TIEMEHTOB
pexxnMoB HMpOBaHUA C UCIONIb30BaHNEM YCIOBUS (3)
11 06ecIiedeHNs IIOCTOSHCTBA PeXXMMa PabOThI MHCTPY-
MeEHTa.
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B Vsparenpcree MI'TY um. H.O. baymana

B. M. KawuH, A.J1. i, M.W. Ecbpemos
OcHoBbI NMPpoeKTUPOBaHUA
NepeHOCHbIX 3eHHUTHbIX
PaKeTHbIX KOMMNNEeKcoB

BBIIIIO B CBET y4eOHOe mocobue

«OCHOBBI IPOEKTUPOBAHMS
IIEPEHOCHBIX 3€HUTHBIX
PaKeTHBIX KOMIIIEKCOB»

aBropoB B.M. Kammna, A.JI. Jluduna, M.J. Ebpemosa.

Hacrosmee moco6ue ABsieTcs HEPBbIM 001IEOCTYIHBIM U3/Ia-
HIUeM, B KOTOPOM IIpVBefleHa COBPEMEHHasA METOMOIOTA IIPOEKTI-
POBAHNA ITEPEHOCHBIX 3€HNTHBIX PaKeTHBIX KOMIUIEKCOB. [Ipu aTom
aBTOPBI CTABIMIN IIepef; COOO0I 3aauy MO3HAKOMUTD YUTATENsI He
TOJIKO C OCHOBHBIMM IIOAXO[AMI K BOIIPOCAM IIPOEKTUPOBAHNUA, HO
U [aTbh NpefCcTaB/leHye O MPYHIUIAX IIOCTPOCHNUA U COBPEMEHHOM
COCTOSIHMM 3TOTO BUZIa BOOPY>KeHMs B Poccun. Marepuarbl mocobus
OTPaXAIOT CETONHSINIHEE TIOIOXKEHE TeOPUI M MIPAKTUKY CO3TAHNUA
IIepeHOCHBIX 3€HNTHBIX PAKETHBIX KOMIIIEKCOB, ABJIAACH Pe3y/IbTaTOM

00006111eH1sT HAKOIIJIEHHOTO MHOTO/IETHETO OIIBITA MX Pa3paboTKi B
Haiueit crpaHe. OCHOBHOe BHMMaHMe y/ieZIeHO BOIIPOCaM, CBsA3aHHBIM
co creny@uKoit IPOeKTUPOBAHMS IEPEHOCHBIX 3eHUTHBIX PAKeTHBIX
KOMIIJIEKCOB, TIOCKOJIbKY OOII[iie BOIIPOCHI IPOEKTUPOBaHMA (a9po-
IVHaMUKa, TeOpus IOJIeTa, BHYTPeHHAA Oa/IMCcTKa JBUTaTeNel,
pacyer U IPOeKTHpOBaHNe MH(YOPMAL[MOHHBIX IPUOOPOB HaBexe-
HIA, IPOYHOCTD ¥ IP.) 3eHUTHBIX PaKeT ¢ paKeTHBIMM JIBUTATe/LIMU
TBEPJIOTO TOIIMBA B IIOTHOI Mepe M3/I0KEeHbI B HAyYHO-TeXHUYIECKOM

uTEeparype.
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