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PACYET IMOJIE3HOM MOIIHOCTH PE3AHMS
B BLIUMCJIMTEJIBHOM CPEJIE LS-DYNA
ITPU BBICOKOCKOPOCTHOM ®PE3EPOBAHUU JIPEBECHUHbI

CALCULATION OF USEFUL CUTTING CAPACITY
IN THE LS-DYNA CALCULATOR
AT THE HIGH-SPEED MILLING OF WOOD

Obvexmom uccieO08aHull A6AIIOMCI MamemMamuyeckue memoobvl Myjlibmunpoyeccop-
HoU gvlyuciumenvrol cpedvt LS-DYNA ons nocmpoenus u ananuza mooenu onmumusayuu
MEXHOI02UHECKUX NPOYECCO8 NPu YUTUHOPUHECKOM (hpe3eposanuu Opedecumvl U OPe8eCHbIX
mamepuailoe.

Hp02H03Hbl€ np€0n0ﬂ09fC€H1/l}l 0 paseumuu obvexma uccieoosanus — NnoJjiyyeHHbvle pe-
synemamul evinonnenus HUP [1-4] — mocym ucnonvzoeamvcs 051 MOOEIUPOSAHUS U ONMU-
muszayuu napamenipos CjilONCHbIX 8blCOKOCKOPOCMHbIX npoyeccoe MexXaHuyecKkou 06pa60m1<u
ap€6€Cqul u Opeeecnbzx mamepuaioe npu 6blNOJIHEHUU HAYYHBLLX uCCJZQ@OGCZHuZZ, Ynmo no360-
JIAM CYWeCcmeeHHO NO8bICUMb I GexmusHoCmsb 0elcmeayoue2o npou3so0Cmaed.

Changing the working conditions of the tool in each particular case leads to a change
in the characteristics of the cutting process. To optimize high-speed processesing it is neces-
sary to model and develop methods for constructing the main dependencies of the technical
and economic characteristics of such processes.

The object of the research is the mathematical methods of the multiprocessor computing
environment LS-DYNA for constructing and analyzing the model of optimization of technolog-
ical processes for cylindrical milling of wood and wood materials. Predictive assumptions
about the development of the research object — the obtained results of the research can be
used to model and optimize the parameters of complex high-speed processes of mechanical
processing of wood and wood materials in the performance of scientific research that will
significantly improve the efficiency of exist-ing production.

OCHOBHOM 11€7bI0 NPOBOJMMBIX HCCIICIOBAaHUM B paMKax JaHHOW pabOThl SIBISETCS
pa3paboTka MeToJa U MaTeMaTUYeCKOW MOJETN MHOTOKPUTEPUAIbHON ONTUMU3ALNN PEXKU-
MOB J1IepeBOOOPa0OTKM Ha OCHOBE 0a3bl JaHHBIX 3aBUCHUMOCTEH XapaKTEepUCTHK Mpoliecca pe-
3aHUS OT TEXHOJIOTMYECKUX PEKUMOB 00pabOTKH, CHOPMUPOBAHHOI MOCPEICTBOM HATYPHBIX
Y BBIUUCIIUTEIbHBIX 3KCIIEPUMEHTOB.

Pa3zpaborana MeTo/nrKa anmpoKCHMAaIlUU SKCIIEPUMEHTAIBHBIX 3aBUCUMOCTEH U Mpe-
Ha3HaueHa JJIs UCTOJIb30BAaHUS B CUCTEMAX MOJIEPKKU MPUHATHS PELIeHni pu BbIOOpeE Or1-
TUMAaJILHBIX PEKUMOB BEICOKOCKOPOCTHOM JIE3BUMHON 00paOOTKHU APEBECHBIX MAaTEPHAIIOB.

Hayunas 3HauuMOCTh pa3pabOTaHHBIX METOJMK pacyeTa MOITHOCTH PE3aHUsl COCTOUT B
BO3MO>KHOCTH €€ ITPOrHO3a C TOMOUIbIO CYNTEPKOMIIBIOTEPHBIX TEXHOIOTHH.

[TpakTyeckas HanpaBIEHHOCTh 3aKJIIOYACTCS B BO3MOXXHOCTH NMpPUMEHEHHUs pazpabo-
TaHHBIX METOJUK MpHU pa3paboTke 6a3 JaHHBIX ONTHMAJIbHBIX PEKUMOB PE3aHUs AJIs pa3ind-
HBIX JAPEBECHBIX MaTEPUAIIOB.
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DOxoHomMu4eckasi 3P(HEeKTUBHOCTh PabOTHI 3aKITFOYAETCS B CHUKCHUH CTOUMOCTHU | JIJTHU-
TEJILHOCTU TIPOBEJICHUSI HATYPHBIX SKCIIEPUMEHTOB 33 CUYET MOJICIUPOBAHMS Mpollecca pe3a-
HUSL B BBICOKOIIPOU3BOIUTEIILHBIX BBIYUCIUTEIBHBIX CUCTEMAaX U MHOTOKPUTEPHAIBLHOU OII-
TUMH3AIHHA TEXHOJOTHYECKUX MapaMeTpoB 00pabOTKH.

B pesynbrare pacdera B makere LS-DYNA momywaercs ¢aitn spcforce, comepkamuit
3HAQYEHHUs CWJI B y3Jax 3aKperuieHHOro ocHoBanus. CTpykTypa daiiyia NpelncTaBiieHa Ha

pucyske 1.

NuMBER3
Is-dvna smp 113621 d date 01/19/2017
single point constraint forces

output at time = (.00000E+00

node= 1103588 local x.v.z forces = -2.3393E-07 -14610E-07 52416E-08 setid= 0
force resultants = -2.3734E-03 3.8923E-02 -1.0487E-09

output at time = 6.40000E-01

node= 207611 local x,v,z forces = -3 8343E-08 -1 8892E-08 -6.8534E-09 setid= 0

node= 207612 local x,v,z forces = -3 9288E-08 -19030E-08 -6 9117E-09 setid= 0

node= 207613 local x,v.z forces = -4.0266E-08 -1.9264E-08 -6.9902E-09

Puc. 1. Ctpykrypa daiina spcforce
Jannbeiii daitn odpadatsiBaeTcsi ¢ momornibio nporpammbl LS-PREPOST. IMomydaercs

rpaduK M3MEHEHUS CyMMbl BEPTUKAJIbHBIX COCTABISIOIIMX CHJIBI JJISI BCEX BBIOPAHHBIX Y3-
JIOB, IPYTHMH CJIOBaMH, BEPTUKAIIbHON COCTABIISIIOIIEH PeaKkIuu Onopsl (puc. 2).
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Puc. 2. I'padvik ©3MEHEHHUs CHITBI IPU pe3aHuu Ppe3oit

I'paduk coxpansiercs B daitne y-force.txt (puc. 3).

3nauenust menbine 0,0 001 KH MOXXHO cUMTaTh TAaKOBBIMH ISl BpEMEHH, KOTAa 3y0 He
HaxOJIUTCA B KOHTAKTE ¢ 3aroToBkoi. Jlamee /st kaxkmoro 3yda B 3ToM (paityie BhIIETACTCS
rpymmna cTpok co 3HadeHusMu cui oonpmmx 0,0 001 Ku. B rpynmy Bkimrouaercs mo oaHOM
OTPAaHWYMBAIOIIEH CTPOKE B Hayajie W B KOHIIE TPYIIbI, TJe 3HAYCHUS] CHJIBI MEHBIIE
0,0 001 K= (puc. 4).
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Curveplot

HuMBER3

Time

Y-force

Hode Ids

Comb. Y-force #pts=140

= Minval= -4.219534e-885

* Maxval= 2.0855278e-881
A.0808000e+000
4.08000808e-802
1.080088e-0881
1.6800088e-0881

at time=
at time=

0.000000e+088
0.000000e+088
0.000000e+088
0.000000e+088

2.10808088e-081
2.480088e-081
2.7808088e-081
3.000088e-081
3.300088e-081
3.60800808e-081
3.900088e-081
4.2008088e-081
4.500088e-081

—-7.874328e-0086
5.866515e-0803
-1.697937e-008
4.128263e-0802
-8.662589e-006
5.193780e-0802
-1.539381e-0805
-2.238825e-0805
-1.653212e-068

4.800088e-081

Puc. 3. CrpykTypa TaONIU4HOM KPUBOM M3MEHEHHUS CHIIBI IPH pe3aHuu Pppe3oit

1.360000e+008

9.08082686e-002

8.093764e—009

8.528
2.888

1.420000e+000
1.480000e+0088
1.540000e+008
1.600000e+0088
1.660000e+008
1.720000e+000
1.780000e+0088
1.840000e+000
1.900000e+0088
1.960000e+008
2.020000e+000
2.080000e+008
2.140000e+000
2.200000e+0088
2.260000e+008

8.093764e—-009
1-84732%e-001
9_145191e-0082
4.548900e-002
1.0883508e-0081
1-049544e—-001
1.597973e-001
1.357684e—-001
1.858765e-001
1.954544e—-001
1-832061e-001
2085527 8e—001
1.900487e—-001
9.379216e-0082
-8 .60263Be—-008

2.320000e+0088

-6.587162e-008

Puc. 4. Cxema pacuera yrima ALFA

Hannbie 3 pparmenTa 3anocstes B Tadnumunbiid (aitn EXCEL (puc. 5).

& y-forcez2
A B C

1 1,42 0,00
2 1,48 0,10
3 1,54 0,09
4 1,60 0,05
5 1,66 0,11
6 1,72 0,10
7 1,78 0,16
8 1,34 0,14
9 1,90 0,19
10 1,96 0,20
11 2,02 0,18
12 2,08 0,21
13 2,14 0,19
14 2,20 0,09
15 2,26 0,00
16

Puc. 5. 3oHbI npriIOKEHNE OOKOBOTO JIABICHUS,

MMUTHPYIOIIETO MPEIBAPUTEIHHO-HANPSHKEHHOE COCTOSTHIE 00pabaThIBaeMOM IPEBECHHBI

IOCIIe CYIIKH
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daktruecku B cronduax C[N-1], C[N] u comepkarcsi 3HaUCHHsI CHIIbI, KOTOPBIE COOT-
BETCTBYIOT BpeMeHHOMY y4yacTKy oT B[N-1] no B[N], rme N — Homep ctpoku. 3Hauenue C[N]
CUMTAETCS] KAK MTHOBEHHOE 3HAUEHHE CUJIbI Ha 3TOM y4YacTKe.

Jlns Hax oK eHUs MrTHOBeHHOM ckopoctu B nporpamme LS-PREPOST ctpoutcs rpadguk
nepeMenIeHus BepIINHBI 3y0a. B kauecTBe BEpIIMHBI BRIOMPACTCS EHTP OKPYTJICHUS pe3lia.
Huxnee nonoskenue 3yda COOTBETCTBYET Havyally pe3anus (puc. 6).
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Puc. 6. McxoaHoe cOCTOSIHUE [Tt BTOPOTO 3y0a mepea pesanueM (a)
U rpaduK nepeMereHus Broporo 3yba mo ocu Y (6)

I'paduk coxpansiercs B Buze ¢aitia tadimuHoii kpuBoi Y — displzN, riae N — Homep 3y-
0a. B coxpanenHowm (aiine BeIaeNSeTCS IpyIMa CTPOK BPEMEHHOTO HHTEpBaia, OlpeieJIeHHO-
ro Ha Iare U3MEpPEeHHs MTHOBEHHBIX Cwil. OTMETKM TpaHMIl M Pa3HOCTb BPEMEHH MEXIY
CTPOKaMM MOKET HE3HAUMTEIbHO OTIMYAThCA OT JaHHBIX (parMenTa ais cuisl. [Ipu nepena-
ye naHHeIX B EXCEL tabnuunblii (aiiia Hy)KHO M MPUBECTU B COOTBETCTBHE C BPEMEHHBIMU
WHTepBaIaMu CHJIbl. Jlanee pacCYMTHIBAIOTCS 3HAYCHHS MpUpalleHnii o Bpemenu dt u mepe-
merenust dy. [l pacueTa nmepeMenieHnid HCob3yroTes cpenctBa nporpammbl EXCEL pac-
YyeTa JIaHHBIX CTOJIOLOB 10 popMyIiaM.

Jlis Ka)kIoro MOJENMPOBaHMSI pe3aHus NP 3aJaHHBIX IMapaMeTpax aHaJOTUYHBIM 00-
pa3oM BBIMOJHSIOTCS pacyeTbl CpeIHEH MOIIHOCTH elle Kak MUHHUMYM [Ull TpeX 3yObeB

(puc. 7).

t v dy dr v t F v N=F*v

2,68 | -38,25| -0,03 2,74 0,09 0,487 | 0,042803
2,74 | -38,22 0,03 | 0,06 0,437 2,80 0,08 | 1,465667 | 0,112527
2,80 | -3813| 0,09] 0,06 | 1465667 2,86 0,09 | 2,362333| 0,213289
2,86 | -37,%9( 0,14 0,06 2,362333 2,92 0,05 | 3,397833 | 0,162453
2,92 -37,79 0,20 ) 0,06 | 3,357833 2,98 0,14 | 4,192833| 0,567915
298| -37.54| 0,25] 0,06 | 4,192833 3,04 0,17 | 5136333 | 0,851706
304| -37,23| 0,31| 0,06 5136333 3,10 0,06 | 6,311333 | 0,358744
310| -36,85| 0,33] 0,06 ] 6,311333 3,16 0,11 | 7,067833 | 0,758344
316 -3643| 042) 0,06 | 7.067833 3,22 0,15 7,9955 | 1,161095
3,22| -3555| 0,48| 0,06 7,9955 3,28 0,09 | 8872333 | 0,822226
3,28 -3541| 053] 0,06| 8,872333 3,34 0,00 | 9,8203167 | 0,833623
3,34 | -34,83| 0,59 0,06 | 9,803167 3,40 0,09 | 10,62033 | 0,994248
340| -34,19| 0,64 0,06 10,62033 3,46 0,02 11,53 | 0,177037
346 | -33,50| 0,69| 0,06 11,53 3,52 0,00 | 12,34217 -1E-06
3,52 -3276| 0,74) 0,06 12,34217 CpeaHee | 0,470401

Puc. 7. OTdeTHbIe TaOIUITHI TIO pACUESTY MOITHOCTH PE3aHMSI
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Jlanee mpoBOAATCS BBIYMCIUTENbHBIC SKCIIEPUMEHTHI ISl IIOCTPOCHUS rPpa)uKOB U BbI-
BOJIa AHAJIMTUYECKUX 3aBUCUMOCTel. MeToauKa paccMaTpuBaeTCsl Ha IPUMEPE BBIBOJA 3aKO-
Ha M3MEHEHUs IMPH MOCTOSHHOW ckopoctu mmuHaens 6 000 o6/MHH OT CKOPOCTH MOAAYH.
[TpuHuMaeTcs npaBuilo, 4TO MPU HAJMYUU 3HAUYEHUH SKCIEPUMEHTOB JUIsl BBIBOAA (HOPMYJIbI
UCIIOJIb30BaTh HY)XKHO HMeHHO uX. B mporpamme EXCEL npu noctpoennu rpaduka BHIBOAUM
JUHUIO TpPEHJAa BMECTE C YPaBHEHHEM W BEIMYHMHON JOCTOBEPHOCTH aIlIPOKCHUMALAU

(puc. 8-9).

0,8

0,7

[X y = 0,23050.0562x
0,6

b J
: R*=0,9279
Pl
0,5
/ IKCMOHEHLMENBHEA
0,4 /
0,3

(PAal)
0,2

Puc. 8. JIunus TpeHa mo SKCIOHCHIIUATHLHON 3aBUCUMOCTH

a7
0,65 A .

0 J Ay = 0,1205x05653
oes / R? = 0,9591

— Pl

0,45
// CTeneHHan (Pagl)
0,4 //
0,35 /
0,3

0,25

Puc. 9. JIuaus TpeHIa 1Mo CTEIICHHON 3aBUCUMOCTH

Hcxons U3 BeIMYMHBI JOCTOBEPHOCTH allIPOKCHMAllMH, BBIOMpaOT (GOpMYIy aHAIUTH-
ueckoii 3apucumoctH y = 0,1205 x056%,

[Tpu BBIBOJIE 3aBUCHMOCTH MOIIHOCTH OT CKOPOCTH pE3aHusl MpU MOCTOSHHOHN mojaue
UCTIOJIb30BAMCH JAaHHBIE BUPTYaIbHBIX HCHBITAHUN JUIst 000poToB mmuHaens ot 5 000 mo
10 000 B munyTy. [IpHdeM B repBoM cirydae JaHHBIC HATYPHBIX UCTIBITAHUN HE YYUTHIBAINCH
BBUJIY MX MaJIOTO KOJIMYecTBa A nmogayu 19,2 M/MuH.

[Tonryuena ¢popMyIia HOJTMHOMHAILHOM 3aBUCUMOCTH:

y =6e7°x* —2e7"x* +0,0015x - 3,787. (1)
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Bo BTOpoM ciydae ydTeHbI JJaHHBIC HATYPHBIX UCIBITAaHHM, MOTy4YriIack Gpopmyina (He
YUYUTHIBAJIMCh BBUY MX MaJOro KojudectBa [yt mogadd 19,2 m/mun). [Tonyuena dopmysa
MOJIMHOMMAJILHOW 3aBUCUMOCTH:

y =2e?x® —7e®x* +0,0009x — 2,3961. (2)

Wnmoctpanus BeiBoga Gpopmys nokasana Ha pucynke 10.

"|y=26-12x - 7E-08x2 + 0,0009x - 2,3961
R?=0,9788

5000 0,345677
6000  0,602998 |,
: . 7000 0,676134

7 y=6E-12x- 2E-07%2+ 0,0015x- 3,787 go00 0,794

/ .

-
R*=0,9886 10000 0716715 |08

OBopor Nogaya  Mouwocts  MowHocTs
pacyeTHan  IKCNepumeHTa | 0.

5000 192 0,345677

6000 19,2 0,602998

7000 192 0,676134

8000 192 0752335 0,794

10000 192 0716715

Puc. 10. BeiBox hopMyJibl 3aBUCHMOCTH MOIITHOCTH PE3aHUsI OT CKOPOCTH PE3aHuUs
(00OpOTHI MUK IEIS) IPU TOCTOSIHHOM moaaue 19,2 M/mMuH

s ipyroi TOJIIMHBI ChEMA IIPU TEX K€ CKOPOCTX Pe3aHus U II0JAa4u HYXKHO IIPOBO-
JIUTh HOBBIE pacueThl ¥ BHIBOIUTH Apyrue Gopmyinsl. Tak, 11 TOJIIMHEI €105 3 MM MOJIyYyeHa
dbopMyJia HOJTMHOMUATIBHON 3aBUCUMOCTH:

y =9e°x? +0,0113x —0,3047. 3)

BeiBog popMyIbl 3aBUCMMOCTH MOIIHOCTH PE3aHUs OT MOJA4YM MPH MOCTOSHHOU CKO-
poctu pesanusi (o6opotsl mmuHAeHs 6 000 06/MUH) M TOJIIMHE CHUMAEMOTO CJOS 3 MM
npejcTaBieH Ha pucyHke 11.

MolLHOCTL MOLWHOCTb|
pacyeTHasn| SKCMepumeHTa
6000 6,2 0,453 0,378 6,2| 0,378
6000 12,39 0,458 12,39| 0,458
6000 18,59 0,545 18,59/ 0,545

O6opoTsl| Nopada

y = 9E-05x? + 0,0113x +

055 0,3047
R*=1

05 / ——Panl
045 —n
/ (pos]
04

Puc. 11. BeiBon popMyITbl 3aBUCHMOCTH MOIIHOCTH PE3aHUS OT MOJIa41
MIPU TIOCTOSTHHOM cKOpocTH pe3anus (000poThl mmuHAest 6 000 06/MuH)
Y TOJIIIMHE CHUMAEMOTO CJIOS 3 MM

Takum 00pa3zoM, U3MEHSST TEXHOJIOTHYECKH 3HAYUMBIC MTapaMeTPhI BEICOKOCKOPOCTHOTO
npoliecca Je3BUHON 00pabOTKH U MPOBO/IS COOTBETCTBYIOIIME pPAacyeThl, ONMCAHHBIE BBIIIE,
1o pa3pabOTaHHBIM METOJWKAM B COBOKYIMHOCTH C JKCIIEPUMEHTAIBHBIMHU JaHHBIMH, OCY-
miecTBsgeTcss popmMupoBanue 6a3 JaHHBIX.
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Bvi6o0owv

TakuMm o0pa3oM, npeacTaBIeHHas METO/IMKA MO3BOJIET PACCUUTATh MOUIHOCTh JIJIS 3a-
JTAHHBIX MapaMeTPOB PEKUMOB PE3aHUsI, CPABHUBATH PE3YJIbTAThl pacueTa ¢ MOIIHOCTHIO, TI0-
Jy4EeHHOU B HATYPHBIX IKCIEPUMEHTAX MPU 3TUX K€ pexknMax, Bepu(uIUpoBaTh pacueTHYIO
MOJIeJIb, a 3aT€M HCIIOJIb30BaTh PACUETHYIO MOJIEb ISl MOJYyYeHUs 3HAYEHUU MOIIHOCTEH,
py KOMOMHAIIMY TapaMEeTPOB, AJIsl KOTOPBIX HE MPOU3BOAMIUCH HATYpHbIE UcTibITaHus. Eciu
MPOBOANTH PACYEThl IPH OJHOM H3MEHSIONIEMCS TapaMerpe, 3a)UKCHPOBAB OCTAIbHBIC, TO
MOJIYYaIOTCs JaHHbIE, TO3BOJISIOLINE CTPOUTH IpadUKK 3aBUCUMOCTH MOIIHOCTU OT 3HAUEHUN
3TOrO Iapamerpa.

B nporpamme EXCEL Takoii rpaduk MOXHO anmpOKCUMHPOBATh AaHAIUTUYECKON 3aBH-
CUMOCTBI0. AHAJTUTHYECKHUE 3aBUCUMOCTH MOXXHO HCIIOJIB30BaTh B CUCTEMAaX ONTHUMHU3ALIUU
PEKHUMOB PE3aHMs C KpUTEPUEM ONTUMM3AINH 110 MOITHOCTH PE3aHHsl.
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OBOCHOBAHUME PEMOHTA OBOPYJIOBAHMUSA
MPOU3BOJCTBA IEJIIOJI03bI U TEPMOMEXAHUYECKON MACCHI
METOAAMU TEXHUYECKOI'O JUAT'HOCTHPOBAHMUA

THE RATIONALE FOR THE REPAIR OF EQUIPMENT
THE PRODUCTION OF CELLULOSE AND THERMO MECHANICAL
PULP METHODS OF TECHNICAL DIAGNOSTICS

B pabome paccmompenwvt modenu 0060CHO8aHUSL PEMOHMOE 000PYOO8AHUS NPOU3BOO-
CMea Yennosossl U mepmomexanuueckou maccewl. I[lokazano, umo mooeib 060CHOBaHUS pe-
MOHMO8 HA OCHOBE OUACHOCMUPOBAHUSL MEXHUYECKO20 COCMOSHUSA Y3108 dNeMEeHMo8 001a0a-
em CyWecmeeHHbiM NPeuMyuecmeom, mak KaK 6 3motl MOoOelu He NPUMEHSIom cobblmue
«omkasz» obopyoosanus. OyeHKy pabomocnocooH020 cOCMoAHUsL 000PYO08aAHUSL NPOU3BOOAM
8 pedicume IKCHILYAmayuu ¢ HeKOMopvbIM 3anacom no epemeru 00 coovimus «omkasy. Ilpeo-
JIOAHCEHO NpU OUACHOCUPOBAHUU CTONCHBIE 0OBEKMbl YCIO0BHO PACYUIICHAMb HA dJIeMEHmbl, d
anemenmol — Ha y3vl. Takou nooxoo no3eosiem no napamempuyecKkomy OUasHo3y y3no8 npo-
U3600UMb NOCIEOVIOWUEe Henapamempuieckue OUacHo3vl snemenmos. [lokasano, ymo npu
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