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DEVELOPMENT OF AN ENVIRONMENTALLY FRIENDLY STEAM
TURBINE WORKING ON ORGANIC FLUID
FOR WASTE HEAT UTILIZATION

H.A. 3a6enuH, A.C. CatiyeHko

PA3PABOTKA 3KOJIOTMYECKU YNCTOMN MAPOBOM TYPBEUHDI
HA OPTAHUYECKOM PABOYEM TEJIE
ONna YTUNU3ALUU BTOPUYHOU TEMNJIOBOU DHEPTUU

This article discusses the waste heat utilization technology of various industries, by steam-turbine
installations working by an organic Rankin cycle. Application of this technology allows making the electric
power without any fuel expenses which allows to decrease the relative emission of production pollution,
to decrease the environmental heat pollution and to increase the efficiency of fuel usage in the main
production. As an example, the study presents a calculation of the potential of waste heat utilization for
the PAO «Gazprom» gas transmission network, which amounts to 3,9 GW, allowing to reduce the relative
emission of production pollution by 25 %. The article also offers information about the 560 kW organic
turbine design and the problems of experimental research.

STEAM TURBINE; ORGANIC RANKINE CYCLE; HEAT UTILIZATION; EMISSION;
HARMFUL EMISSIONS; ENERGY EFFICIENCY; ORGANIC FLUID;
HEXAMETHYLDISILOXANE.

B npencraBieHHOI cTaThe paccMaTpUBAETCS TEXHOIOTUS YTUIM3AlMU TEIJIOTHI BBIXJIOMHBIX TA30B Tep-
MUYECKMX arperaToB pa3IMUHbIX OTpacjeil TPOMBIIIUIEHHOCTU C MCITOJIb30BAHUEM TTapOTypOMHHBIX
YCTaHOBOK, padoTalolIMX M0 opraHmdeckoMmy Hukiay Penkuna. [IpumeHeHue mogoOHOI TeXHOIOTUHI
TO3BOJISIET BbIPA0ATHIBATh JIEKTPOSIHEPTUIO O3 TOTIOJTHUTEIbHBIX TOTIJTMBHBIX 3aTPaT, YTO IPUBOIUT K
CHMXEHMIO OTHOCUTEIBbHOM SMUCCUM BPEHBIX BEILIECTB OCHOBHOTO IMPOM3BOJCTBA, YMEHbIIIAET TEII0-
BOE 3arpsiI3HEHUE OKPYXKAIOIIIEH Cpe/ibl U, TAKUM 00pa3oM, MPUBOIUT K pocTy 3 (HEKTUBHOCTHU UCTIONb-
30BaHUsl BHYTPEHHEI SHEPruu TOIUIMBA, MOTPEOIIeMOro Ha OCHOBHOM TPOM3BOACTBE. B kauecTBe
TMpUMepa BBITIOJHEH pacyeT MCITOIb30BaHUSsI MOTEHIIMAJIA TETUTOTHI YXOSIINUX ra30B ra3ornepeKkaynBao-
LIKX arperaToB razoTpaHcnoptHoii cetu [TAO “IasnpomM”, cymMMapHasi MOIITHOCTb KOTOPBIX COCTaBJIsSIeT
3,9 I'Br. [TokazaHo, 4TO BOBMOXKHO COKPATUTh YAETbHYIO SMUCCHIO BPEIHBIX BelllecTB Ha 25 %. B ctatbe
TakKe IpeacTaBiieHa MH(opMals o pa3padaTbiBaeMOi YTUIM3allMOHHOM OpraHM4ecKoil mapoBoit
TypOWHEe HaTypHOI MOIIHOCTBIO 560 KBT 1 mpobiemax 3KCIepMMEHTATBHBIX HCCIIENOBAaHUI TaHHOM
TYpOUHEL.

[MAPOBAS TYPBUHA; OPTAHUYECKUWI LIMKJI PEHKWHA; YTUJIU3ALIUSA TETIOTHI;
OMUCCHUA; BPEAHBIE BLIEPOCDHI; DHEPTOSPOPEKTUBHOCTb; OPTAHUYECKASA KW /I -
KOCTb; TEKCAMETHUJIANCHUITOKCAH.
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Introduction

The intensive growth of modern industry, which
using as the main energy source hydrocarbon fuel,
leads to a direct increasing of pollution by exhaust
gases. This article narrates conversion technology of
medium and low-potential waste heat of gas transport
industry to electricity. Technology provides full elec-
tricity autonomy of gas compressor stations, gas dis-
tribution stations and points of shields, reducing the
specific value of emission of harmful substances.

Secondary heat sources overview

The main sources of medium and low-potential
waste heat are industrial production with unused
thermal potential in the future irrevocably discharged
into the environment with outgoing exhaust gases or
coolant. This leads to thermal environmental pollu-
tion and to reduce the competitiveness of finished
products associated with the energy lost in view of
the cost of these products. Current productions of
this kind are:

ferrous metallurgy;

the chemical industry;

manufacture of glass;

ceramics production;

manufacture of cement;

high power diesel generators;

gas transportation industry (gas turbine engines).

Since the 2000s, the world began active imple-
mentation in the above industries utilizing steam
power plants operating on organic Rankine cycle
(ORC). ORC utilization units provide conversion of
waste heat with 8 to 18 % absolute electrical effi-
ciency without any extra fuel consumption, decreas-
ing the specific value of the emission of harmful sub-
stances.

The principle of organic Rankine cycle

ORC isa classical steam closed cycle and consists
of (fig. 1): waste heat vaporizer (4- 1), where the heat
of exhaust gas transfers to a liquid organic working
fluid transforming it into superheated steam; steam
turbine (1-2), which converts the potential energy of
the working fluid into rotational energy of the rotor;
condenser (2-3), where the organic steam cools,
passes into the liquid phase; feed pump (3-4), which
increases the fluid pressure to the required value be-
fore the steam turbine.

6
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Fig. 1. Structural schema and 7(.5) diagram of ORC
utilization unit [1]

Historical distribution of ORC units have been
started at 1890s, when the company “Gas Engine &
Power Company” (USA) has sold 500 units (Fig. 2),
based on steam piston engine with a working fluid
naphtha (flammable hydrocarbon liquid), patented
by Franck W. Ofeldt [2].

Next development of ORC was based on research-
es of new low-boiling organic fluid and have been
used in the fields of solar energy (the first solar instal-
lation working by ORC with etheric 2,6 kW capacity,
was designed by Frank Schumann in 1907 [3]), geo-
thermal power units (the world’s first geothermal
power unit Paratunskaya with ORC net power of
500 kW, was built in the USSR in 1967 (Kamchatka)
[4]), waste heat recovery units and special purpose
machinery (autonomous space energy units of 1,5
and 6 kW electricity power of USSR [5]).

3

Fig. 2. ORC unit patented by Franck W. Ofeldt in 1897 [2]:
1 — fuel tank; 2 — vaporizer; 3 — steam piston engine;
4 — condenser
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Statistics of ORC usage in Europe

Research of the University of Liege (Belgium) in
2009 showed [6] that the main fields of ORC applica-
tion are next: the utilization of biomass (wood pro-
cessing and recycling plants, biogas producers) 48 %;
geothermal electro stations 31 %; industrial waste
heat utilization 20 %; solar systems 1 %.

There are leading manufacturers of commercial
ORC units in table 1 [7]. General difference between
units is usage of different organic working fluids which
have individual chemical and thermodynamic proper-
ties what influence deeply at unit’s construction. The
most dangerous point of some organic working fluid
is toxicity what requires a careful unit’s seals design.

ORC usage at natural gas transmission
infrastructure of Russia

PAO “Gazprom” - the world’s largest gas company,
owner of the most extensive gas transmission system
(more than 160 000 km), the operator about 3800 gas
turbine engines (GTE) with total power of 44,3 GW [9].

Further in an article will be considered ORC usage
for exhaust gas waste heat recovery of turbine driven
gas compressor stations (GCS), characterized by high
temperature (350 to 550 °C, depends on GTE effi-
ciency) and large mass flow. This ORC utilization
units allow to provide electro autonomy of turbine
driven GCS without fuel consumption and to reduce
a relative emission of production pollution by 25 %
(at maximum recovery of waste heat).

Electricity consumption research of Ltd “Gaz-
prom transgas St.Petersburg” shows that electricity
consumption of one GCS is from 200 to 500 kW. In
case of necessity of air cooling fans working, the elec-
tricity consumption increasing for 500 to 1500 kW,
depending on natural gas mass flow and pressure in

gas pipeline, environment and earth temperature. This
research shows the necessary power of ORC utilization
unit, which was selected as 560 kW.

According to European research of 2013 [9], ove-
rall exhaust gas waste heat recovery potential of PAO
«Gazprom» GCS using ORC utilization units is 3,9
GW at single unit power from 1,2 to 15 MW. The
calculation took into account next nuances: reserve
GTE power is not taken into account (one reserve
GTE for two working GTE, k, = 0,65); efficiency of

ORC unit is around 30 % of GTE efficiency and
equalsto 10 % (k,= 0,3), total annual operating time
of GTE is around 4000 hours (k,= 0,45).

Positive exploitation experience of ORC utiliza-
tion units is presented in the report of the American
Association of natural gas for 2009 [10]. Report says
that at GCS of North America (USA and Canada)
since 1999 have been operated 15 ORC utilization
units with total power of 75,5 MW (fig. 3 [11]). All
units are made by ORMAT company (USA) and have
a power range from 4 to 6 MW. An important fact is
that the weight and size characteristics of the or-
ganic turbine is several times less than the heat trans-
fer equipment (heat recovery boiler, economizer,
evaporator, condenser).

Fig. 3. ORC utilization unit 6MW power working at gas
compressor station in Loreburn (Canada) [11]

Table 1
Leading manufacturers of commercial ORC units [7]
Producer Unitkl\))\olwer, Working fluid Fluid parameters at turbine inlet Numbe{tofworking
7.°C P. MPa units, pc.
General Electric Energy
(USA) 125 R245fa 121 1,72 >100
Ormat (USA) 400-15000 n-Pentane 105-180 - >200
Turboden (Italy) 200-15000 n/a 100-200 — >260
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Emission of production pollution of Russian’s
gas transmission network

PAO “Gazprom” gas transmission network is ac-
companied by large volumes of emission of harmful
substances contained in the exhaust gas of GTU.
Evaluation of the annual volume of pollutants is shown
at figure 4 [12]. Integration of ORC utilization units to
PAO “Gazprom” gas transmission network will pro-
vide the reducing of a relative emission of production
pollution by 25 %. Reducing specific emissions is
achieved by converting the heat capacity of exhaust
gases in the exhaust gas turbine engine into electrical
energy, without additional combustion of fuel.

Electricity production (3,9 GW) without neces-
sity of fuel consumption allows to estimate saving of
natural fuel resources. The estimation is done by two
ways: classical electricity production using GTU (ef-
ficiency 35 %) and combined cycle with GTU and
steam turbine (efficiency 45 %). The savings are
11,990 and 9330 thousand ton of conventional fuel
per year respectively.

Ths. tons
4000

= Other substances

7 I l l .— B Sulfur dioxide

2000 —

3000

Nitrogen oxides

1000 - Carbon monoxide

(=]
##N’
w
=2
[ | | |

" Hydrocarbons

2010 2011 2012 2013 2014 | 2014+

ORC

Fig. 4. Annual volume of pollutants of PAO “Gazprom”
gas transmission network and potential of its decreasing
using ORC utilization units [12]

Experimental stand for organic turbine
research

Today at the Russian market of ORC utilization
units presented only Turboden company, which has
installed at oil refining factory of Lukoil-Perm com-
pany the ORC utilization unit (1,8 MW power) run-
ning on the heat from the burning of associated pe-
troleum gas. The need for such units is increasing
from year to year.

In 2012 the department of «Turbines, hydroma-
chines and aircraft engines» of Peter the Great Saint-
Petersburg Polytechnic University has started the
development of environmentally friendly ORC utiliza-
tion unit electrical power of 560 kW (fig. 5) [13], with
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a non-toxic and ozone-safe working fluid, hexameth-
yldisiloxane. The unit is able to utilize the industrial
waste heat with minimum temperature of 200 °C.

At the present time performed cycle variant cal-
culations, organic turbine design, designed and built
an experimental stand for organic turbine model re-
search using air like a working fluid.

The model geometry is equal to designed organic
turbine. It means that similarity factor equals to one
(fig. 2).

At experimental stand will be researched two tur-
bine types:

high enthalpy drop turbine stage of Peter the Great
Saint-Petersburg Polytechnic University construc-
tion, which is designed for two-loop organic turbine
with working fluid hexamethyldisiloxane;

organic turbine with axialsummetry nozzles.
ROTOR BLADES

a)

Lnoz = 18,95 mm
Znoz=7

AN
Lbl = 24,75 mm
Zbl =55

Dmid = 380 mm

NOZZLE

b) \ 3 \ e |
ROTOR BLADES _

LT

Fig. 5. Construction (a) and experimental
stand (b) of organic turbine air model [13]:
L — height; Z — quantity; D — diameter
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Problems of organic turbine design and further
experimental research at air experimental stand

The complexity of the organic turbine design is
linked to a strong change of the working fluid’s ther-
mal parameters during flow expansion in turbine’s
channel. This feature requires the development of
nonclassical complex approach to the turbine design
comprising a numerical calculation and experimen-
tal physical research.

Experimental research of classical models of steam
(water vapor) and gas turbines are carried out at ex-
perimental air stands using the theory of similarity,
and dimensionless turbine criterions. Theory of
similarity such turbines involves providing of geomet-
ric, kinematic and dynamic similarity.

For correct turbine similarity under condition of
turbine geometry preservation, enough to withstand
next parameters:

characteristic turbine number U/C;, where U —
rotor blade velocity; C; — isentropic spouting velo-
city;

Mach criterion behind the nozzles M, and rotor
blades MW2, M o calculated from the relationship
k M =k M ,where k =C /Cv — specific heat ratio;
M — mach number; C - absolute velocity at nozzle
outlet; C, and W, — absolute and relative velocities at

rotor blades outlet; “m” and “n” — model and natural
turbine stages.

In case of using organic working fluids, the value
of the parameter k is strongly dependent on pressure
and temperature, making it difficult to direct use the
classical theory of modeling for the study of expan-
sion process of hexamethyldisiloxane using air as the
working fluid.

The most simple, from a physical point of view,
method of organic turbine experimental research is
creating an experimental stand with natural (organic)
working fluid. However, this method approach leads
to a whole range of difficult obstacles.

The complexity of creating a full-scale experimen-
tal stand with organic working fluid is that the various
working fluids (with different thermal characteristics)
may have very different mass flow through the stand,
what will require the development, manufacture and
application of massive sectional constructions of the
steam generator, condenser and different housing
parts for placement nozzle diaphragms and impellers.
The second complexity is high pressure inside the
stand, which may run higher than 1 MPa. It means
that the rules need to perform the safe operation of
the device and vessels operating under pressure. Fi-
nally, some of the used ORC working fluids are to-
xic or dangerous that requires increased attention to
sealing and security systems. Aforesaid says that the
experimental stand for organic turbines research can-
not be made universal and manufacture with opera-
tion of it are expensive.

The way out is to develop new approaches in the
framework of similarity theory, allowing to simulate
workflows in organic turbines, using experimental air
stands. A special feature of this approach is the dif-
ficulty or impossibility of the simultaneous holding
of similarity criteria of natural and air model turbine
stages.

In case of air modeling of designed 560 kW or-
ganic (hexamethyldisiloxane) turbine (fig. 5), pos-

sible to withstand similarity criterions U/C and M .,

but it is impossible to simultaneously withstand cri-
terion M, (table 2). It can be explained by high

difference between specific heat ratio (k) and gas
constant (R) values of hexamethyldisiloxane and air,
what leads to significant difference of sound velocity,
enthalpy drop and incompatibility of velocity trian-
gles (table 3 and fig. 6).

This particularly applies to the rotor blades outlet
triangle velocities — is not achieved axial outlet flow
in the model stage, what greatly reduces the effi-
ciency of the model turbine stage.

Table 2

Parameters of natural (hexamethyldisiloxane) and air model turbine stages

= % &

2] = O — O

g 5 D 3 B

Parameter QE) = § § g

£ Z g g

A o o

Mach criterion for nozzle outlet absolute velocity, M, - 1,640 1,467
Total inlet pressure, P,° MPa 1,0 0,469
Total inlet temperature, 7, * K 4771 353,16
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I >
Ending table 2
-5 < E o) E)
P t g s g ER=
arameter g £ E S E
= Z 5 5
A a, a
Static outlet pressure, P, MPa 0,04 0,11
Total outlet temperature, 7,* K 380,6 291,0
Mach criterion for rotor blades outlet absolute velocity, M., — 0,814 0’6,24
'Working fluid — |Hexamethyl-disiloxane, C(H, OSi, Air
Mass flow, G kg/s 6,513 1,615
Characteristic turbine number, U/C _ 0,654 0,645
Rotor blade velocity, U m/s 238.8 316,4
Absolute velocity at rotor blade outlet, C, m/s 11,6 211,5
Rotational speed, n rpm 12000 15900
Turbine power, N kW 285,0 97,7
Degree of reaction — 0,541 0,123
Table 3
Physical parameters of hexamethyldisiloxane and air
Parameter Dimention Air Hexamethyl-disiloxane
R — gas constant kJ/(kg - K) 287 51,3
k= C/Cv— specific heat ratio — 1,4 L.L3=£(P; T
Cp — heat capacity at 100 °C and 0,5 MPa J/(kg - K) 1015 2099
a — sound speed at 100 °C and 0,5 MPa m/s 387,8 549,5

Nozzle

[1 /1

Velocities:
C - absolute
W - relative
U —blade

v_ U
z
100 m/s Organic stage
— Air model stage

Fig. 6. Velocity triangles of natural (green) and model (blue) turbine stages

A physical modeling to ensure full accordance all
the criteria of similarity is impossible. Therefore, as
already mentioned, formulated a new approach to
modeling of organic working fluids expansion process
at experimental air stand.

The approach is based on complex research of the
expansion process in the turbine by methods of nu-
merical experiment, and methods of physical ex-
periment.

Such a study is currently in progress at the labora-
tory of the department of «Turbines, hydromachines
and aircraft engines» of Peter the Great Saint-Peters-
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burg Polytechnic University and consists of three
phases.

The first phase involves the analysis of flow char-
acteristics of working fluid (air) through air model of
designed organic turbine. Performing the model in
scale 1:1 allows to exclude from the flow analysis the
effect of the size factor. This phases includes nu-
merical research (flow’s parameters calculation has
been completed) (fig. 7) and physical research on the
exact geometric model of turbine stage (fig. 5). The
design of experimental stand and methodology of
physical research are detailed in [13].
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Analysis of the results of the first phase will assess,
for a given geometry of the turbine stage, the deviation
of the numerical research, compared with the phys-
ical research. Achieved deviation will be used at the
second phase of study.

a)

Fig. 7. Results of numerical research of air model of organic
turbine stage: @) Streamlines through the turbine stage;
b) The formation of horseshoe vortices in channels between
the rotor blades

The second phase consists of carrying out a nu-
merical experiment of organic (hexamethyldisilox-
ane) working fluid on the same computational mesh
(from first phase), based on achieved deviation at the
first phase. Computational mesh, as well as the stage
geometry, is unchanged.

The third phase consists of comparing and analyz-
ing the results of natural (organic working fluid) and
model (air working fluid) turbine researches and con-
firm the new approach to the theory of computa-
tional and experimental modeling of organic working
fluids using air as the working fluid.

The final research will be conducted using ORC
utilization unit with designed organic turbine. The
ORC unit will be installed at GCS “Severnaya” of
Ltd “Gazprom transgas St.Petersburg”. At the pres-
ent the ORC unit is under manufacturing and instal-

lation (filling of foundation). The launch is scheduled
for autumn 2017.

Hexamethyldisiloxane wet steam modeling
aspects

A feature of thermo-physical properties of hexa-
methyldisiloxane is that during the flow expansion in
turbine channels from the saturation line to the con-
denser the diagram wet should be absolutely dry.

However, even if hexamethyldisiloxane enters to
the first turbine stage at zero diagram wet, possible
the falling out of condensed moisture at the beginning
of expansion what may be the reason of gap and drop
erosion first of all of nozzles and rotor blades. The
process of evaporation of drops is very inertial, re-
quires a lot of time and may not be able to complete
until turbine outlet.

Questions of hexamethyldisiloxane moisture-
formation, wet phase transformation and it’s evapo-
rating during expansion in turbine stage have not been
studied and are not reflected in world literature.

To solve the problem of the possibility of a two-
phase hexamethyldisiloxane flow simulation assumes
the using of air experimental turbine stand with arti-
ficial flow moisture by injection the liquid phase.

To complete transfer model test results on natural
conditions, except of geometric similarity, it is neces-
sary to provide a range of coincidence of the dimen-
sionless parameters, the number of which is so large
that their simultaneous and strict coincidence is im-
possible in most cases. At the same time empirically
established that many of the criteria of similarity
within a certain range of their changes have only a
minor influence on the final result [14].

Most significant in modeling of two-phase flow are
gas-dynamic similarity criteria. As already mentioned,
to achieve a full coincidence of similarity criteria is
impossible. Therefore, we can only talk about a partial
simulation, based on experience and theoretical analy-
sis of the processes chosen system of similarity criteria,
the most detailed process describing the study of move-
ment and evaporation of the droplets.

As is known from [14—17], with the partial sim-
ulation of the interaction processes of liquid particles
with vapor streams and part surfaces, the following
points are gas-dynamic similarity criteria: Reynolds
Re, Froude Fr, Weber We, Euler Eu, Stokes St, Mach
M, Strouhal Sh, the mass and expenditure level of
humidity. These parameters are presented for natu-
ral (hexamethyldisiloxane) and air model of designed
organic turbine stage in table 4.

11
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Table 4

Similarity criteria of natural (hexamethyldisiloxane) and air model of designed turbine stage

Dimensionless flow criterion Hexamethyl-disiloxane | Air (with water injection)
Reynolds Re,, 4,3E+0,6 5,1E+05
Re,, 5,9E+06 7,4E+05
Strouhal Sh=U/C, 0,654 0,654
Euler Eu, ., 1,142 1,169
Eu,, .. 7,963 0,374
Froude 7 oute 4,18E+05 1,37E+06
Fry 3,67E+04 1,32E+05
Mach M, 1,640 1,467
M, 0,814 0,624
Average diameter of the droplet, m dlno " 0,0015 0,0301
We critical = 14 dzb/z; 0,0186 0,0699

There is a satisfactory agreement between the
main criteria: Reynolds, Mach, Strouhal and Euler
at nozzle outlet.

Results analysis allows concluding that it is pos-
sible to simulate the wet-steam flow of hexamethyl-
disiloxane at air experimental stand. The requirement
of the simulation is providing a necessary droplet size,
which depends on critical Weber criterion. Unfortu-
nately unable to find data on the critical value of the
Weber criterion for hexamethyldisiloxane, for calcu-
lations as a first approximation is set to 14, that is
typical for water and steam.

Conclusion

1. The gas transportation network in Russia pro-
duces huge amounts of air pollutants, the specific
amount of which can be reduced by 25% by using

ORC utilization units. The specific pollution decrease
achieves by waste heat converting to electricity with-
out burning additional fuel.

2. ORC utilization units allow to provide the elec-
tricity autonomous of gas compressor stations, gas
distribution stations and points of shields and other
objects of Russian gas transport system without ad-
ditional fuel costs.

3. New approach of ORC design is under creation.
It includes methodology of organic turbine research
at experimental air stands, what will significantly
reduce the time and cost of the development in com-
parison with the full-scale research at experimental
organic stand.

4. It is shown that is possible to model the flow of
wet hexamethyldisiloxane vapor, providing a neces-
sary droplet size.
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SIMULATION PARAMETERS OF FRICTION
AND WEAR CONJUGATION IN THE FRICTION CYLINDER

A.10. lllabaHoB, A.b. 3atiueB, A.A. Memene@, O.I1. NycmoBanoB

MOAEJ/INPOBAHUE NAPAMETPOB TPEHUA U UBHOCA
CONMPAXXEHUX TPEHUA LNT NOPLUHEBOIO ABUTATENA

The article presents the results of research which aims to develop a model of the friction units of the
cylinder-piston group, i.e., the “piston ring — cylinder liner” and “piston trunk — cylinder liner” couples
taking into account the change in the real state of the working surfaces of the mating parts and lubricating
oil. We have examined the factors that have a progressive impact on the operation of the engine friction
units during their wear life. The impact of these factors on the wear and forecasting it has been assessed.
We propose the method for predicting the operation life and the real state of the engine. An experimental
study to validate the developed method to the particular engine has been conducted.

WEAR; INTERNAL COMBUSTION ENGINE; LIFE PREDICTION; ENGINE OIL; TRIBOUNIT.

B craTbe npencTaBieHbI pe3yJbTaThl HAyYHO-UCCIIeI0BaTeIbCKOM paboThI, 11eTh KOTOPOii — pa3paboTaTh
MOJIEJTb Y3JI0B TPEHUS LIMIMHIPOTOPIIIHEBOM TPYIINbI, a8 UMEHHO Map «IOPIIHEBOE KOJBLIO — BTYJIKA
UMJIMHIPa» U «TPOHK MOPIITHS — BTYJIKA WIMHIPa». Moielb y9uThIBaeT U3BMEHEHNE PeabHOTO CO-
CTOSTHUSI pabOUYMX ITOBEPXHOCTEH COMpsIraeMbIX JIeTajieil (TPOHK MOPILHS, TIePBOE U BTOPOE MOPIITHE-
BOE KOJIBLIO, MACIOCHEMHOE KOJIbII0, 3epKaJIO IMIMHIPA, KOPEHHBIE M IIATYHHbIE IIEHKN 1 BKJIAIBIITN
KOJIEHYATOTO BaJla) M CMa304YHOTO Macjia. PaccMarpuBatoTcst (hakTophl, OKa3blBaIOILINUE ITPOTPECCUpY-
Iolliee BIMSIHYE Ha pabOTy y3JI0B TPEHUSI ABUTATENS 110 Mepe X u3Hoca. OlieHeHa CTeTreHb BIUSHUS
3TUX (PAaKTOPOB HA UBHOC U €T0 MpOorHo3upoBaHue. [1penioxkeH MeTo 11 IPOrHO3UPOBAHMUSI pecyp-
ca v pealbHOTO COCTOSTHUS ABUTaTeNs. [IpoBeneHo sKCreprMeHTaIbHOE NCCIIENOBaHME TSI TIOATBEPIK -
JIEHUSI TIPaBUJILHOCTH pa3pabOTaHHOI METOIMKY Ha KOHKPETHOM JBUTaTeJIe.

N3HOC; ABUTATEJIb BHYTPEHHEI'O CTOPAHUSA; TIPOTHO3MPOBAHUE PECYPCA;
MOTOPHOE MACIJIO; TPUBOCOIIPSAKEHUWA.

Introduction Method of achieving this goal. We will emphasize
the following from the factors having essential impact
on work of CPG friction units and changing itselfdur-
ing operation:

1) change the gap values in CPG friction mating
caused by processes of wear of cylinder liner working
surfaces, pistons, and piston rings. As practice shows,
the basic wear is occurred in the forming cylinder
liner leading to formation the difficult conical and oval
profile of its working surface. Tracking of this profile
with elastic piston rings leads to continuous change
of expansion gap values in the piston ring joints, and
the average values of the gaps tends to increase in the
process of wear. Losses of working medium in the
combustion chamber are defined generally by leak-
ages throughthe ring expansion gaps [1, 2] therefore

Change of technical and economic parameters of
the engine during the service life (from the beginning
of operation to write-off) in many respects is defined
by dependence on real condition of its friction units,
first of all — the cylinder-piston group (CPG). How-
ever the existing models describing the frictional
processes in an internal combustion engine (ICE) do
not consider the change dynamics of the key design
data during the deterioration of the friction couples.

Research objective is to propose the model of
work of the cylinder-piston group friction units
(couples «piston ring-cylinder liner» and «piston
trunk-cylinder liner») considering change of real
condition of the working surfaces of mating parts
and lubricating oil.
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the current state of the forming cylinder liner signifi-
cantly influences on the course of the indicator process
in the engine cylinders and on the piston ring gas
loads. The mechanism of rising force formation in the
gaps under the rings and the piston allows us to neglect
the cylinder working surface deplanation caused by
wear and thereby not to consider this factor at the
change of the form of the gaps and impinging angles
of the flat bearing formed in these couplings. At the
same time it is necessary to consider the change of the
form forthe friction surfaces of the piston rings and
piston trunk caused by wear;

2) change the current state of the working sur-
faces of the CPG parts caused by accumulation the
friction defects on them in use. In spite of this factor
is especially casual, it has essential impact on work
of the CPG flat bearings, changing the value and
nature of distribution in them the rising force hydro-
dynamic pressure;

3) change the physical and chemical parameters
of lubricating oil in the course of its long work, first
of all the change of kinematic viscosity and the com-
position of the antiwear additives complex influenc-
ing friction coefficients in the couplings at distur-
bances of the friction hydrodynamic regime.

The first two factors are constant operating ones;
their influence gradually increases in the process of
the engine operating time during the period from the
beginning of operation (the end of the break-in pe-
riod) till capital repairs when there is a restoration of
the friction units. The third factor is cyclic, acting
between maintenance of the engine with change of
engine oil.

As a result of the complex of theoretical and ex-
perimental studies conducted by the authors for the
last years the approaches allowing to enter into clas-
sical model the description of the frictional proces-
ses in ICE CPG [1, 3, 4] the majority of the above
influence factors of engine current state on the indi-
cators of friction and wear have been formulated.

The factor of change the gaps in CPG friction
mating is considered as follows.

Taking into account the leakage values of working
medium from the combustion chamber on the indi-
cator process in ICE cylinders is realized by the joint
solution of the equations of the first law of thermo-
dynamics for the combustion chamber and beyond
ring volumes formed by lateral surfaces of the piston
rings and the piston with cylinder walls [6, 7].

16

Calculated and Experimental Assessment

The system of the differential equations describing
the mentioned thermodynamic process has the fol-
lowing appearance:

00, -00,, =0U +dA+Xi, oM, +i, oM ,, .

Where JT = g.Q,0x — heat released during com-

bustion of fuel; g — cyclic fuel feed, kg/cycle; Q. —
fuel net calorific value, J/kg; x — relative heat;
00y~ o F, (T — T,)dt — heat loss due to heat ex-

change with the combustion chamber walls; o, —

medium over the surface instantaneous heat transfer
coefficient from working medium, W/m -K; F,,— heat

exchange surface area; T, T, — temperatures of wor-

king medium and the combustion chamber surface,
respectively, K; 0U=0(MC, T)dt — change in internal
energy of the thermodynamic system; M — mass,
C,, — isochoric heat capacity of working medium;
O0A =T10V — work instantaneous value; P — working
medium pressure, 0V — cylinder volume change; ,,

OM — respectively enthalpies and working medium

mass flows through the valvesand piston ring joints
of CPG; ipr, 5Mp, — respectively enthalpies and wor-

king medium mass flows through gappings of the first
piston ring tothecylinder liner surface.

The masses of leakages of working medium from
the combustion chamber in the engine case depend
on piston rings set gas tightness, and consequently,
on degree of the cylinder wear [8-10]. The real con-
dition of the cylinder liner is considered by use in the
calculation the profile ofthe deformed and worn out
cylinder generatric, gained by direct measurement,
or by modeling of cylinder wear, for example by
means of the technique [6]. Taking into account the
local deformation and wear of the cylinder liner the
current gap in the piston ring joint changes:

A (2) = A (Ti) + 27A (2, Ty ),

where A, (z) — current gap in the piston ring joint;
A, (T,) — expansion gapin the jointat the ring tem-
perature 7 ; A(z,T,) — cylinder generatric radial

deformationat the operating temperatureof the sleeve
1, taking into account its wear.

Figure 1 shows the results of gas load modeling at
the first and second ring of the piston for the forced
diesel at different degrees of the engine wear. These
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results indicate that in the process of wear because of
increase the leakages from the combustion chamber
the gas load of the first piston ring decreases, but of
the second one — increases. Influence of growth of
leakages on the indicator showings of the engine in
general is insignificant and is shown generally in a
zone of small rotation frequencies of the crank shaft.
Such redistribution of the gas load influences the
power of friction losses and extent of wear zones.

Taking note of the real condition of the friction
surfaces on formation of the bearing ability of the
piston rings and piston trunks is carried out in the
following way: the parameter which is conditionally
called the “damage surface factor” is entered into the
mathematical model for calculation the thickness of
a lubricant layer in these couplings. It is calculated
on the following dependence:

Q= Prfreal
Priq’

where P — pressure of the hydrodynamic rising

force for the real worn bearing, having certain amount
of friction defects; P, — pressure of the hydrody-

namic rising force for the bearing with an ideal surface
on the same design conditions.

To determine the values of damage surface factor
there was the special calculated experiment at which

Changing the gas load when worn

the numerical modeling of the hydrodynamic pro-
cesses in the flat bearing with different types, sizes
and amount of conditional friction defects in com-
parison to the ideal bearing under identical conditions
of loading was carried out. In figures 2 and 3 the
typical pictures of distribution of the hydrodynamic
pressure in the bearings having a certain amount of
friction defects are presented.

Taking into account this refinement, the final sys-
tems of the differential equations for the description
the processes of formation of the hydrodynamic lu-
bricant layers look as follows:

for the piston rings

ack/aq) =nDH[ (P - B_))2- P, -

~ LOI(M)QA (G = C, (o +8/28))/8° | fonm, ;
dCy /0@ = C, [6n,

where C_— radial movement speed of the piston ring;
a,, h,— parameters describing the working profile of
the piston ring; m, — ring mass; (M) — medium
viscosity where tghe piston ring works; Q. — damage
surface factor, considering existence on a working
surface of the friction couple the defects caused by

wear process; it is defined on the basis of the analysis
of a profilogram of the worn-out rin;
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Fig. 1. The relative change in gas loadat the first and second piston ring of the
forceddieselvarious modes of operation depending on the engine wear factor
(relative to the initial state): / — first ring,crank shaft high speed mode;

2 — second ring,crank shaft high speed mode; 3 — first ring, crank shaft low
speed mode; 4 — second ring, crank shaft low speed mode
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I >
Pressure, L L L
dx dx xdx [dx
MPa A(q)):j/j- B(¢)=If 30
2 30 3 3°
20 007/ 19 0 O )
25 pu — dynamic oil viscosity; L — trunk length;
20 M, — hydrodynamic force moment, acting on the
15 piston relative to the piston pin axis,
10 L 90
Mgp = | xdx | P(x,,6)cos0d6;
5 L -9

Fig. 2. Diagram of the hydrodynamic pressure in the ideal
bearing

for the oil scraper ring this system of equations can
be written as

dCy /0 = D [pMC?»/ n’ P, -
~1,01uQ4 (Cx - C, (8/2h,))/8° / 6nmy ;
08/d¢ = C, /6n,

where p,, — oil density; 4, — height of the scrapers

work surfaces for the oil scraper ring;
Jor the piston trunk

dc 1
L =—(QP,, — Py );
de(p 6n( GD N)
dop 1
—=—(QM ., - M, );
Pd(P 6n( GD N)
damin_c_r.
dp  6n’
do _op
dp 6n’

where P, — normal force acting on the piston;
M, — longitudinal force moment relative to the pis-

ton pin axis; P, — hydrodynamic force acting on the
piston,

XXt ask X tar
Py =6ucy [de[—2 s 1 Lo fa[—
a P£ {(60+8*) dt'([ £(70+5*)3
12B((p)nd—6 X X dt
~ 6pcpp| 1 +———4- fax| —L
Al@cp |5 % (80 + 8*)
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m, — piston mass; Jp — piston moment of inertia
relative to the rotational axis (piston pin); ¢, — radial
movement speed of the piston forming an oil layer;
o, — angular speed of the piston; ¢ — crank rotation
angle; n — engine rotation speed; 6 . — minimum
gap in front of the trunk; a — angle of obliquity of
the piston axis relative to the cylinder axis.

Pressure,
MPa
30

25
20
15
10

Fig. 3. Diagram of the hydrodynamic pressure in the ideal
bearing with two friction defects

Figure 4 shows the calculation results of the relative
change for lengths of the friction tracks (wear zones)
on the walls of the cylinder liners of the forced diesel
at different stages of its wear. Figure 5 shows thecal-
culation results of power of mechanical losses in CPG
for the same diesel during its work on the external speed
characteristic at the same stages of wear.

Results of the Computational
and Experimental Studies

The modeling results show that at small and aver-
age stages of wear the power of the mechanical loss-
es in a set of the piston rings becomes slightly less
than calculated power for the initial condition of the
engine. The factor of some decrease in the gas load
level of the first piston ring affects with a growth of
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gaps, thus the damage factor value is still rather small
and poorly influences the lubricant layer thickness.
With a growth of the surface damage degree that is
characteristic at high degrees of the engine wear, there
is a noticeable falling of the oil layer bearing ability
value leading to increase the boundary friction zone.
At the same time the power of mechanical losses
grows; and this factor starts influencing much more,
than the gas loading change of the rings caused by
the progressing wear.

Changing the gas load when worn

"Break in
11 period

Catastrophic wear

|
T 1 T T T T T T T 1

75 . .
Engine operating
hours, %

Fig. 4. Relative change of the lengths of the friction tracks
on theworking surface of the cylinder liners for theforced
diesel atvarious modes of operation depending on the
engine wear factor (relative to the initial state): / — crank
shaft high speed mode; 2 — crank shaft low speed mode

Friction power in CPG, kW

1
24 4 ‘ -
21 i
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e
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75
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Fig. 5. Changing the friction powerin theforced diesel CPG

for various modes of operation depending on the engine

wear factor: I — crank shaft high speed mode; 2 — crank
shaft low speed mode

Oil kinematic viscosity, cSt

N P~

25 50 75
Engine operating time in an interservice interval, %
Fig. 6. Change the engine oil kinematic viscosity at different
periods of its use: / — at the modes withcrank shaft high
speed;2 — at the modes withcrank shaft low speed

The factor of change of the physical and chemi-
cal parameters of the lubricating oil depending on
lubrication operating time degree in the engine in an
interserviceinterval is considered by use the depen-
dence of the engine oil kinematic viscosity. It is cal-
culated with the help of the Walter unified depen-
dence [5]:

lglg(n) = A(1) + B(x)t + C(1)1%;

lglg(v,) = A(1) + B(t)t + C(x)1%,

where v, — desired value of the kinematic viscosity at
the temperaturet, cSt; t — temperature,°C; A(t), B(1),
C(t)— approximation coefficients taking into ac-
count oil operating time in an interservice intervalt.

Approximation coefficients of theoil viscosity
change were determined for big sample group of mar-
ketable oils by the long resource tests according tothe
technique of the SPBPU DAiIGM chair. Typical curve
of viscosity changesfor lubricating oil in the period
of an interservice interval are shown in fig. 6.

Conclusion

Numerous calculated researches the work of the
CPG friction units in the piston ICEs show that all
three factors progressing in the process of engine wear
have approximately equivalent impact on the engine
outcome indicators and therefore have to be consid-
ered in forecasting of the ICE resource indicators.
The offered technique realizes rather effective tool
for solving this problem.

19



* St. Petersburg Polytechnic University Journal of Engineering Sciences and Technology. 3(249)’2016

REFERENCES

1. Petrichenko R. M., Baturin S.A., Isakov Yu.N.
[i dr]. Elementy sistemy avtomatizirovannogo proyek-
tirovaniya DVS: Algoritmy prikladnykh programm / Pod
obshch. red. R.M. Petrichenko. L.: Mashinostroyeniye,
1990. 328 s. (rus.)

2. Petrichenko R.M. Fizicheskiye osnovy vnutritsilin-
drovykh protsessov v dvigatelyakh vnutrennego sgoraniya.
L.: Izd.-vo Leningr. un—ta, 1983. 244 s. (rus.)

3. Petrichenko R.M., Shabanov A.Yu. [i dr]. Treniye
i teploobmen v porshnevykh koltsakh DVS. L.: Izd.-vo
LGU, 1990. 320 s. (rus.)

4. Shabanov A.Yu., Zaytsev A.B., Ryzhenkov Yu.V.
Vliyaniye sostoyaniya poverkhnostey treniya dvigatelya
vnutrennego sgoraniya na iznos detaley i kharakteristiki
yego raboty. Nauchno-tekhnicheskiye vedomosti SPbGPU.
Osnovnoy vypusk. 2008. Ne 2(54). S. 199—-202.

5. Shabanov A.Yu., Zaytsev A.B., Kudinov I.S.
O novykh metodakh approksimatsii vysokotemperaturn-
oy kinematicheskoy vyazkosti motornykh masel. Nauch-
nyye issledovaniya i innovatsionnaya deyatelnost: Materialy
nauch.-prakt. konf. SPb.: Izd-vo Politekhn. un-ta, 2011.
— 8. 42-50. (rus.)

6. Galyshev Yu.V., Shabanov A.Yu., Zaytsev A.B., Me-
telev A. A. Metodika uskorennykh ispytaniy motornykh
masel na izmeneniye ikh svoystv v techeniye sroka eksplu-
atatsii. Nauchno-tekhnicheskiye vedomosti SPBGPU. 2012.
Ne 1(147). S. 71-76. (rus.)

7. Shabanov A.Yu., Zaytsev A.B., Kudinov I.S., Me-
telev A.A., Vliyaniye nekotorykh fiziko-khimicheskikh
pokazateley motornogo masla na tekhniko-ekonomi-
cheskiye i resursnyye pokazateli porshnevykh ben-
zinovykh dvigateley. Dvigatelestroyeniye. 2011. No 1.
S. 24-28. (rus.)

8. Kolchin A.I., Demidov V.P. Raschet avtomobilnykh i
traktornykh dvigateley : Ucheb. Posobiye dlya vuzov. 3-ye
izd. pererab. i dop. M.: Vyssh. shk., 2002. 496 s. (rus.)

9. Dyachenko N.Kh., Kharitonov B.A., Petrov
V.M. [i dr]. Konstruirovaniye i raschet dvigateley
vnutrennego sgoraniya / Pod red. N.Kh. Dyachenko. L.:
Mashinostroyeniye. 1979. 392 s. (rus.)

10. Vasilyev B. N. Zavisimost soprotivleniya treniya
porshnevykh kolets ot davleniya na ikh rabochuyu
poverkhnost. Izvestiya vuzov. Mashinostroyeniye. 1967.
Ne 7. S. 15—18. (rus.)

CNMUCOK JIUTEPATYPbI

1. Ilerpuuenko P.M. , Barypun C.A., Ucakos 10.H. [u
np]. DaeMeHThI CUCTeMbl aBBTOMAaTU3UMPOBAHHOTO ITPOEK-
tupoBaHus [IBC: AAropuT™bl NPUKIAIHBIX TPOTPAMM.
/ Ion obw. pen. P.M. Iletpuuenko. JI.: MammHocTpo-
enue, 1990. 328 c.

2. Ilerpnuenko P.M. ®usnueckie 0CHOBBI BHYTPULIM-
JIMHAPOBBIX TIPOLIECCOB B ABUTATENISIX BHYTPEHHETO CrO-
panwst. J1.: U3n—Bo Jlenunrp. yu—ra, 1983. 244 c.

3. Ilerpuuenko P. M., Iladanos A. ¥O. [u ap]. Tpe-
HUE U TeryiooOMeH B mopiiHeBbiXx Kosibiax JABC. JI.:
Wzn-so JIT'Y, 1990. 320 c.

4. IlabanoB A.IO., 3aiineB A.b., Poukenkos 1O.B.
BrnusiHue COCTOSITHUSI TTOBEPXHOCTE TPEHUS ABUTATEIIS
BHYTPEHHETO CropaHusi Ha M3HOC JeTajeil U XapakTe-
pUCTUKU ero paboTsl // HayuyHo-TexHUYECKHE Belo-
moctu CIT6T'TIY. OcHoBHoli Beimyck. 2008. No 2 (54).
C. 199-202.

5. ITa6anoB A.IO., 3aiiues A.B., Kymunos U.C. O
HOBBIX METOIax amnmpoKCHMAIIMU BBICOKOTeMIIEpaTyp-
HOIl KMHEMAaTUUYeCKOil BSI3KOCTM MOTOPHBIX Macen //
HayuHble uccienoBaHusi 1 MHHOBALIMOHHAS AESITETb-
HOCTb: Matepuanbl Hayd.-TipakT. KoH). CI16.: M31-Bo
ITomurexH. yu-ta, 2011. C. 42—50.

20

6. Taabimues 1O.B., IIadanos A.IO., 3aiiues A.B.,
Mertenes A.A. MeTonrka YCKOPEHHBIX UCIIBITAHUIA MO-
TOPHBIX Macesl Ha M3MEHEeHUe WX CBOMCTB B TeUeHME
cpoka sKkcrutyatauuu // HaydHo-TexHUIecKre BeIoMO-
ctu CITBITIY. 2012. Ne 1(147). C. 71-76.

7. Illa6anoB A.lO., 3aiineB A.B., Kymnos W.C.,
Mertenes A.A. BiausiHue HEKOTOPBIX (DU3MKO-XUMUYE-
CKHUX TMOKa3aTesieil MOTOPHOTO Macjia Ha TeXHUKO-3KO-
HOMUWYECKME U PECypCHBbIC ITOKa3aTelu TMOPIIHEBbIX
OeH3UHOBBIX nBurareneit // JisuratenectpoeHue. 2011.
No 1. C. 24-28.

8. Komunn A.U., Jemunos B.I1. PacueT aBTOMOOMIIB-
HBIX M TpaKTOpHbIX aBurateneit: Yue6. [locodue mis
BY30B. 3-¢ uza. nepepad. u gon. M.: Beicui. mk., 2002.
496 c.

9. Mpsiuenko H.X., Xapuronos B.A, Ilerpos B.M. [u
np]. KoHcTpyupoBaHMe U pacueT ABUTaTesieil BHYTPEH-
Hero cropanus / [lon pen. H.X. Ipstuenxko. JI.: MammHo-
ctpoenue, 1979. 392 c.

10. Bacuibes B. H. 3aBucumocTbh conpoTuBieHUst
TPEHUS TTOPITHEBBIX KOJIEIT OT NaBJICHUS Ha UX pabodyio
MoBepXHOCTh // WM3BecTusi By30B. MallMHOCTpOEHMUE.
1967. Ne 7. C. 15—18.



Power Engineering>

CBEAEHUA Ob ABTOPAX/AUTHORS
SHABANOY Aleksandr Yu. — Peter the Great St. Petersburg Polytechnic University.
29 Politechnicheskaya St., St. Petersburg, 195251, Russia.
E-mail: aush2003@mail.ru

HTABAHOB Anekcanap IOpbeBry — KaHIMIAT TEXHUUYECKUX HayK Mpodeccop CaHkT-IleTepbyprekoro
MOJIMTEXHUYECKOTO YHUBepcuTera [letpa Benukoro.

195251, Poccus, r. Cankr-IletepOypr, [Tonurexuuueckas yi., 29.

E-mail: aush2003@mail.ru

ZAITSEYV Aleksei B. — Peter the Great St. Petersburg Polytechnic University.
29 Politechnicheskaya St., St. Petersburg, 195251, Russia.
E-mail: abzaytsev@mail.ru

3AHMIIEB Aunexceii BopucoBmy — KaHIMIAT TEXHUYECKUX HayK goueHT CaHkT-[letep6byprekoro
MOJIMTEXHUYeCKoro yHuBepcutera [letpa Benukoro.

195251, Poccust, 1. Cankr-Iletepoypr, [lomutexunuueckas yi., 29.

E-mail: abzaytsev@mail.ru

METELEYV Andrei A. — Peter the Great St. Petersburg Polytechnic University.
29 Politechnicheskaya St., St. Petersburg, 195251, Russia.
E-mail: petmet@mail.ru

METEJEB Aunpeii AnekcannpoBuy — acriupant CaHkT-[IeTepOyprcKoro momTeXHuIecKoro
yHuBepcuTtera [letpa Bennkoro.

195251, Poccus, r. Cankr-IletepOypr, [ToautexHuyeckas yi., 29.

E-mail: petmet@mail.ru

PYSTOVALOY Yurii P. — Peter the Great St. Petersburg Polytechnic University.

29 Politechnicheskaya St., St. Petersburg, 195251, Russia.

E-mail: yurapust@mail.ru

ITYCTOBAJIOB IOpuii ITerposuy — aciupaHT CaHKT-IleTepOyprckKoro moJuTeXHUYeCKOro yHuBEpcuTeTa
[lerpa Benukoro.

195251, Poccus, r. Cankr-IletepOypr, [Tonurexuuueckas yi., 29.

E-mail: yurapust@mail.ru

© Peter the Great St. Petersburg Polytechnic University, 2016

21



* St. Petersburg Polytechnic University Journal of Engineering Sciences and Technology. 3(249)’2016

DOI 10.5862/JEST.249.3
YOK 621.225.2: 62.822

A.V. Matrosov, Yu.M. Isaev, R.A. Sunarchin

MATHEMATICAL MODELING OF AN ELECTROHYDRAULIC DRIVE
FOR A HYDRAULIC TURBINE

A.B. MampocoG, IO.M. UcaeB, P.A. CyHap4uH

MATEMATUYECKOE MOAE/IUPOBAHUE MHOITOMALUUHHOIO
CNEAALWETIO 3JIEKTPOIrMAPOINPUBOAA KOJIbLLEBOIO 3ATBOPA
TMAPOTYPBUHDI

The results of a systematic study of two mathematical models of a multi-actuator electro-hydraulic drive
designed for a ring gate of hydraulic turbine movement are presented in the work. We have investigated the
main factors which have a negative impact on the synchronization of the servo cylinder movement, such as
the load capacity, the external forces — additionally applied to the servo cylinders, and the manufacturing
error of hydraulic cylinder pistons. Functional dependences of the synchronization error from these factors
have been obtained. These dependences allow to develop reasonable recommendations for selecting the
main parameters of the hydraulic drive and determine the operation regularities of this drive.

RING GATE OF HYDRAULIC TURBINE; MULTIACTUATOR HYDRAULIC DRIVE;
SYNCRONIZATION OF HYDRAULIC CYLINDER; MATHEMATICAL MODELING; MATLAB.

B cratbhe IpUBOAATCS pe3yabTaThl CUCTEMATUIECKOTO MCCICIOBAHMS ABYX MaTeMaTUUECKUX MOIeei
MHOTOMAIIMHHBIX CASASIIIMX TMIPOIPUBOIOB, MPpeIHA3HAYEHHbBIX IS MAHEBPUPOBAHUS KOJbIIEBbIM
3aTBOPOM TUIPOTYpOUHBI. MccitenoBaHbl OCHOBHBIE (DaKTOPBI, OKa3bIBAIOIINE HETATUBHOE BIMSTHUE Ha
CUHXPOHHOCTh PA0OThI MCTTOTHUTENILHBIX TMIPOABUTATENIel, TAKUEe, KaK: Macca IepeMellaeMoit Harpy3Ku;
BHEITHWE CUJIBI, TOMTOJHUTEIBHO TPUKIaabiBaeMble K CEpBOLMIMHIPAM; padHHIla 3(POEKTUBHBIX
MJIoIaaeit MopIIHel rTuaponBUrarTeseil, BbI3BaHHAsI TEXHOJIOTUYECKOM TMOTPEITHOCTBIO U3TOTOBICHMSI.
HWccnenoBaHue MpoBeIeHO Ha OCHOBE MaTeMaTUUECKOTO MOIEITMPOBAHNSI THAPOTIPUBOIA B IPOTPAMMHOM
naketre MatLab. [TomyyeHbl 3aBUCUMOCTU OTHOCUTENILHON OIIMOKU CUHXPOHU3ALMU TepeMelIeHUs
TOPIITHEN CePBOIWIMHIPOB OT YKa3aHHBIX (DAKTOPOB, IMTO3BOJISIIONINE BEIPabOTaTh 000CHOBaHHBIE pe-
KOMEH/IallMM JUTSI BBIOOpA OCHOBHBIX MapaMeTpOB THAPONPUBOAA U OMPENETUTh 3aKOHOMEPHOCTH pa-
6OTBI TAaHHOTO TIPUBOIA, KOTOPBIE MOTYT OBITh MCITOJb30BaHBI B KAUECTBE OCHOBBI JIJIST TIOCTPOCHMS
METONMKY MOJAETMPOBAHMSI MHOTOMAIIIMHHBIX TUIPOTPUBOIOB KOJIBLIEBBIX 3aTBOPOB.

KOJBbUEBOW 3ATBOP TWJAPOTYPBUHbBI; MHOTOMAIIMHHBIN CHEAALLIUNA
T'NAPOITPUBOJ; CUHXPOHU3ALMA TUAPOLMUINHAPOB; MATEMATUYECKOE
MOIEJTINPOBAHUE, MATLAB.

To shut-down the supply of water flow to hydrau-
lic turbine in the case of an accident or if need for
repair or maintenance work and to reduce leakages
through closed guide vanes and prevent the develop-
ment of a gap cavitation on blades of the guide vanes,
pre-turbine gate valve are often set in the penstock.
Their alternative are the ring gates, which have the
form of annular shield is located between guide vanes
and stay vanes. A characteristic feature the gate of
this design is use of multi-actuator hydraulic drive
for maneuvering of such shield. One of the main
requirements for ring gate hydraulic drives is to pro-
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vide in-phase synchronous motion of all servo motors
(usually - cylinders) included in their structure.

The research results of ring gate multi-actuator
hydraulic drive, consisting of 6 cylinders and electro-
hydraulic servo control system are outlined below.

The main purpose of this study was to evaluate
the influence of external forces acting on the ring gate
and technological errors of pistons manufacturing on
synchronicity and in-phase operation of electrohy-
draulic drive. This evaluate could be the basis for the
calculation methodology of ring gates multi-actuator
hydraulic drive.
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The primary goals of the study were: obtaining
dependencies of displacement pistons synchroniza-
tion error on external factors: the mass of the movable
load, external forces, additionally applied to the hy-
draulic cylinders, as well as the difference of effective
area of the pistons, caused by technological errors
of manufacturing; evaluation of influence the ring
gate weight on synchronicity of servo actuators rods
movement.

Two mathematical models were considered. In
the first model, all rods of hydraulic cylinders con-
nected with a common ring by spring linkage and the
ring itself was considered absolutely rigid (fig. 1).

Hydraulic system for the first model consisted of
six blocks of the same type, with a common control
signal. Schematic diagram of such block is shown
in fig.2.

Fig. 1. Kinematic scheme of servodrive: RG — ring gate;
HCl,...HC6 — hydraulic cylinder; X1,...X6 — instantaneous
displacement of corresponding hydraulic cylinder;
Csll,...Csl6 — stiffness of corresponding spring linkage;
X — instantaneous displacement of common ring;

F_ — external forces

In describing mathematical drive model following
assumptions were made: parameters are lumped;
continuity condition of the working fluid is per-
formed; elasticity modulus of working fluid is con-
stant; throttling gaps flow coefficient of electrohy-
draulic amplifiers are constant; electrohydraulic

amplifiers design is ideal; in mathematical model do
not take into account the action of guide supports,
on which movement of the gate is performed. Dis-
placements and velocities of hydraulic cylinders and
pistons at the initial time were assumed equal to zero.

PLC

FbTI

EhAl

PGI

HC1 PG2

RG

PS

Fig.2. Fragment of hydraulic
drive principle diagram: PS —
pumping station; HD -
hydraulic distributor; RG — ring
gate; HC1 — hydraulic cylinder;
PGI1,PG2 — pressure gauge;
EhAl — clectrohydraulic
amplifier; FbT1 — feedback
transducer; PLC — program
logic controller

Each drive unit is described by four nonlinear
differential equations: the motion equation of elec-
trohydraulic amplifier, the motion equation of ac-
tuator movable part, the equation of flow continuity
through the pressure gaps of the spool and lower
cylinder chamber and the continuity equation
through the top cylinder chamber and drain gaps of
the spool.

Thus, the first mathematical model included six
systems of equations for each of the blocks and, in
addition, equations for common loading moving and
its turning.
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where m, — mass of the i-th spool; z, — displacement

of the i-th spool; K, — electromagnetic converter
gain of the i-th electrohydraulic amplifier; J; — control

signal strength of current for the i-th electrohydrau-
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feedback factor of the i-th electro-
magnetic amplifier; x, — stroke of the i-th piston;

lic ampliﬁer;bei —

Kw. — viscous friction coefficient of the i-th spool;
C  — spring stiffness of the i-th electromechanical

emci

converter; m, . — mass of the i-s pistons; p, |, P, 5

— pressures in lower and top chambers of hydraulic
cylinders respectively; S, (— effective area of respec-
tive pistons;K | . — viscous friction coefficient of
respective pistons; F, — dry friction forces, applied
to respective pistons; p, — coefficient of flow for the
i-th spool; P,
initial volumes of the lower and top hydraulic cylin-
ders chambers respectively; £ — effective bulk mod-
ulus of working fluid; C ,, _— spring linkages stiffness

— supply pressure; V,, V,, — values of

sll...6
of respective hydraulic cylinders with the common
load; X — displacement of the common load;R — ra-
dius of the ring gate shield; ¢ — rotation angle of the
ring gate; M — mass of the ring gate; K — viscous

friction coefficient of the gate; F, —dry friction force,
applied to the gate; Jp — polar moment of inertia for

the ring gate shield; K — viscous friction load coef-

ficient; K Mo —
The system of differential equations was solved in

an integrated environment MATLAB using built-in
functions ODE23s.

In the second model was considered hydraulic
drive, working with ring gate, conventionally divided
into six unrelated among themselves parts. Kine-
matic diagram of the second model is shown in fig.3.

It was assumed that such a simplified scheme may
be useful in the practice of design, when it is necessary
to fast (rapid) assessment of the design feature impact
on the proposed design solution. Assumptions and
initial conditions are taken the same to accepted in
the case of model with common gate. Each of the
drive, included in hydraulic system, is also described
by four nonlinear differential equations: motion equa-
tion of electrohydraulic amplifier spool; motion equa-
tion of movable part of hydraulic drive; continuity
equation through the pressure gaps of spool valve and
alower chamber of hydraulic cylinder and continuity
equation through the top chamber of hydraulic cy-
linder and drain gaps of spool valve.

positional load coefficient.

Thus, the second mathematical model includes 6
systems of equations of the following form:
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Fig. 3. Kinematic scheme of servodrive

The system of differential equations was solved in
a similar way. Calculations showed that at a uniform
distribution of the load, the mass attributed per each
cylinder, will be equal to 10 t. With this load cylinders
are moved synchronously, and synchronization error
is absent. During carrying out the numerical experi-
ment, deviation from nominal mass in the range of
-100 to 387 % for one of the cylinders was set. Thus,
in the final phase of experiment, gravity force of the
load was comparable with maximum force, which
can be achieved by hydraulic cylinder. According to
the results of this numerical experiment, dependence
has been built, as shown in fig. 4.

On the horizontal axis in fig. 4 value of relative
load is plotted:

mg

My =
PSS,

Ie
where m — load mass, moving by hydraulic cylinder;
g — acceleration of gravity; Sp — effective area of the
piston;

On the vertical axis in fig. 4 relative synchroniza-
tion error of piston displacement is plotted:
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A
rel — s

A

max

A

where A — instantaneous synchronization error;
A — permissible error.

From fig. 4,a can be seen, that dependence has
a non-linear character and error value increases
dramatically when approaching gravity force of the
load to the maximum value, which can be achieved
by hydraulic cylinder. However, in the values area,
limited by permissible value of synchronization er-
ror (4 mm), characteristic is linear (fig. 4,b).

a) Avsl
300

220
140

60)

-20

-100

1 M

b) Tl

20

0,245 ln.271

“o 0.06

012

0,18 0,24 0.3 Mm

Fig. 4. Dependence of synchronization error of
hydraulic cylinders displacement from mass
deviation from nominal value in whole range of
mass change (@) and in a range, limited by
permissible error (b)

Analysis of fig. 4,b allows concluding that permis-
sible value of synchronization error is limited by the
ratio of the load weight to the maximum force equal
to 27,5 %. Thus the deviation of load mass from the
nominal value is 6,6 %.

During carrying out the numerical experiment, ex-
ternal load in the range from 0 to N was applied to one
of the hydraulic cylinders additionally apart gravity
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force. According to results of this numerical experi-
ment, dependence has been built, as shown in fig. 5.

a) Aref
300
240
180

120

60

ref

0.0126

14.4

10.8

7.2

36

1

0

0 0.006 0,012 0,018 0,024

0,03 Mref

Fig. 5. Dependence of synchronization error of
hydraulic cylinders displacement from external
load, applied to one of the cylinder in whole range
of mass change (@) and in a range, limited by
permissible error (b)

On the horizontal axis in fig. 5 value of relative
load is plotted:

E,
MrelF = PS 3
s9p

where F, — external force additionally applied to

hydraulic cylinder.

On the vertical axis in fig. 5 relative synchronization
error of piston displacement is plotted as in fig. 4.

From fig. 5,a it is evident that dependence of syn-
chronization error from external load, applied to the
cylinder, is also non-linear, but in range of values,
limited by permissible synchronization error, is a
linear function (fig. 5,b).

Analysis of fig.5b allows to conclude that permis-
sible value of synchronization error is limited by the
ratio of external force is additionally applied to hydrau-
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lic cylinder to the maximum force equal to 1,26 %, i.e.,
maximum value of external load is 4792 N.

Impact of cylinders areas (diameter) difference,
which was obtained in the course of numerical ex-
periment, is shown in fig. 6. During calculations,
diameter of the cylinder pistons was changed within
tolerance, which in the manufacture of piston accord-
ing to h8, is 89 mkm for 320 mm nominal diameter.

On the vertical axis in fig.6 parameter AD_, is

plotted:
AD
AD, rel — s
AD,

max

where AD — instantaneous value of diameter de-
viation from nominal; AD_  — maximum value of

X

diameter deviation.
A,mm
0,0003 /
0,0002 - /
0,0001 /.
0

0 0,2 0,4 0,6 08 1
ADrel

Fig. 6. Dependence of synchronization error from changing
the diameter of one of the hydraulic cylinders

On the vertical axis in fig. 6 absolute value of
synchronization error is plotted.

From fig.6 it is evident that the synchronization
error caused by the change in the diameter of one of
the hydraulic cylinders, relative to the nominal value
is linear. Maximum synchronization error at a de-
viation of the piston diameter from the nominal
value at 89 microns is 0,284 mm.

Thus, the study of mathematical model of multi-
actuator drive with independent mass showed that:

maximum overload of the drive, caused by differ-
ent values of moved mass, relative to maximum force
of the drive, at which synchronization error is within
acceptable limits, is not more than 27,5%, or 6,6%
relative to the nominal value of the load.

external load, which are additionally applied to
hydraulic cylinder, in addition to the current gravity
force of the load, also has a significant impact on
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synchronicity work of drives. Permissible value of
external force to the maximum force is 1,26%.

synchronization error, which is caused by an error
within the manufacturing tolerance is insignificant
and does not exceed 7% of permissible synchroniza-
tion error, but due to the action of other factors must
be taken into account.

The study of multi-actuator drive mathematical
model with a common load allows making the fol-
lowing conclusion:

the presence of common load substantially re-
duces synchronization error caused by the action of
external forces applied directly to the cylinders, how-

ever, makes the drive more responsive to forces ap-
plied directly to the gate. The latter is due to the fact
that these forces act on significant shoulders (up to
4,5 m), as a consequence, create considerable over-
turning moments.

The executed theoretical study of multi-actuator
hydraulic drive of ring gate for hydraulic turbine, al-
lows to determine common factors of this drive op-
eration, to identify the most influencing factors, and
to assess their negative impact on the synchronized
movement of pistons and develop sound recommen-
dations for choice of the main parameters of hydrau-
lic drive.
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NUMERICAL ANALYSIS OF THE EXPANSION PROCESS
IN A TWO-STAGE AXIAL TURBINE OPERATING WITH MDM SILOXANE

A.A. Cebenes, A.C. Caiiuenxo, H.A. 3abenun, M.B. Cmupnos

YUCJIEHHbIU AHAJIU3 NPOLIECCA PACLLUUPEHUSA
B ABYXCTYNEHYATOM OCEBOM TYPBUHE,
PABOTAIOLLEN C MDM CUJTIOKCAHOM

The problem of decreasing of fossil fuel consumption and energy efficiency is one of today’s major
conceptions in the field of energy economics. Waste heat recovery is one of the promising solutions for
this problem. One of the ways to increase efficiency of the waste heat recovery process is using siloxanes
as working fluids for organic Rankine cycles (ORC).

SPbPU scientists have analyzed peculiarities of the steady-state expansion process in the two-stage MDM
siloxane turbine. The turbine is based on the principle of a classic velocity stage. First stage of the turbine
was designed using the SPbPU high pitch-chord ratio supersonic design. The airfoils of the second stage
are subsonic. A pressure ratio of the turbine is 37.2. Progressive steps of the initial temperature, pressure
ratio and rotational velocity were used to obtain convergence of the solution process. The main factors,
leading to the efficiency decreasing, were established and described.

The efficiency and power output of the investigated turbine stage were estimated as 67 — 68% and 544 kW
respectively.

ORGANIC RANKINE CYCLE, AXIALTURBINES, MDM SILOXANE, COMPUTATIONAL FLUID
DYNAMIC

Heo6xonnmMocTh CHIXKeHUS yPOBHS MMOTPeOIeHMSI OpraHUYECKOTrO TOIUIMBA U MOBLIIIEHUS 9HEProa (-
(beKTUBHOCTHM — B YMCJIe OCHOBHBIX MPOOJIEM B 001ACTU COBPEMEHHOM SHEPTETUYECKON SKOHOMUKH.
VYrunuzaius cOpoCHOI TEIJIOTHI — OMHO M3 ITePCIEeKTUBHBIX HaIlpaBIeHUi B 3Toit o6jacTu. Mcromnb-
30BaHNE CUJIOKCAHOB B KauecTBe pabouux Te 1jist opraHndeckoro nukia Penkuna (ORC) nosBossier
MOBBICUTH 3(P(PEKTUBHOCTD YTUIU3ALUU COPOCHOI TEILIOTHI.

Yuensie CII6ITY npoaHanuzupoBaim 0COOEHHOCTU CTAlIMOHAPHOTO Mpoilecca paciupeHuss MDM
CUJIOKCaHa B CHJIOKCAHOBO# TypOuHe. TypOuHa ocHOBaHa Ha MPUHIMIIE KJIACCUYECKOU CTyIeHU
ckopoctu. [lepBasi cryneHb TYpOMHBI — BbICOKOTIEpeNnaaHasi ¢ OOJbIIMM OTHOCHUTEJIbHBIM 1IaroM
JionaTok paboyero Kojeca. Bropas ctyneHb no3ByKoBas. CteneHb MOHXKeHUs naBieHus 37.2. s
TMIOCTUKEHUSI CXOMMMOCTH MPOoliecca pelieHUs UCTTOIb30BaJIOCh CTYIEHYATOE MOBBIIIEHNE HaYaTbHbIX
MapaMeTpoB. YCTaHOBJIEHBI U OMMCAaHbl OCHOBHBIE (DaKTOPHI, MPUBOISIINE K YMEHbIIEHUIO 3(h(heKTHUB-
HOCTU TYpOUHBI. DM (HEKTUBHOCTh M MOIITHOCTH TYPOWHBI OBLITN OLIEHEHBI KakK 67-68% u 544 kBT co-
OTBETCTBEHHO.

OPTAHUYECKMU LIUKJI, AKCUAJIBHBIE TYPBMHbBI, MDM CUJTIOKCAH, BLIYUCIIU-
TEJIbHAA JUHAMUWKA KNIKOCTU

Introduction

The problem of waste heat recovery is one of up-
to-date problems in the energy efficiency field (Lar-
jola [1], Vescovo [2]). Analysis of the Key World
Energy Statistics [3] shows, that the highest volumes
of waste heat resources take place at different thermal
power plants, cement, metallurgical and chemical

productions. In Russia it is also the gas transport in-
dustry. The thermal power of waste heat at the all gas
compressor stations of “Gazprom” is 87.9 GW by the
estimation of Lykov et al. [4]. Rough estimations of
waste heat thermal power at different productions in
Russia, made on the base of Key World Energy Sta-
tistics [3], are:
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3,9 GW in the cement industry;

2,8 GW in the metallurgical industry;

1,9 GW in the chemical industry.

The total waste heat thermal power in Russia is
equal to 20 GW of electrical power by the most con-
servative estimate.

Nowadays in most cases the plants for waste heat
recovery are based on Organic Rankine Cycle (ORC)
because of higher cycle efficiency (Larjola [1], Hung
et al. [5], Vescovo [2]). However, typically the effi-
ciency of ORC recovery plants is less than 20% and
strongly depends on the working fluid selection
(Lecompte et al. [6]). Modern requirements for en-
vironment safety determine ozone depletion potential
(ODP) and global warming potential (GWP) as main
criteria for the selection process. It was shown that
in this case the most promising alternatives to differ-
ent hydrocarbons, freons and alcohols are zeotropic
mixtures and siloxanes (Heberle et al. [7], Chys et al.
[8], Weith et al. [9]) (fig. 1). Using of siloxanes in
ORC allows increasing efficiency of the recovery units
up to 23 — 25%. The aspects of siloxanes using in
ORC were investigated by Lai et al. [10], Fernandez
et al. [11], Uusitalo et al. [12].

The turbines for organic working fluids have es-
sential differences in details of the expansion process
in comparison with typical gas and steam turbines.

The special supersonic design is required for such
turbines due to low speed of sound of different or-
ganic working fluids. Supersonic velocities in the
turbine flow path and dense-gas effects have a sig-
nificant influence on the turbine efficiency (Condego
et al. [13], Guardone et al. [14]). The analysis of
available experimental data shows that in case of
axial turbines with mean diameter up to 500 mm the
efficiency can dramatically drop down to 55% when
the efficiency of traditional steam turbines is in the
range 85-90% (see table 1).
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Fig. 1. Comparison of ODP and GWP of different
working fluids

The design and performance of the siloxane axi-
al turbines were investigated by Klonowicz et al. [22],
Sebelev et al. [23]. However, relatively low level of
efficiency of ORC axial turbines shows that details of
the expansion process have to be investigated more
clearly, especially in case of such a new class of work-
ing fluids as siloxanes. Thus, the scope of the present
paper is to investigate the peculiarities of the MDM
siloxane expansion process in the flow path of two-
stage axial turbine.

Investigation object

Initial parameters of the expansion process. MDM
siloxane was chosen as working fluid for the expan-
sion process. The initial pressure p, was set as 0,75

MPa. The initial temperature 7, was set as a vapor

saturation temperature at chosen initial pressure.
The turbine pressure ratio has been chosen as 37,2
to provide the required turbine enthalpy drop upon
the condition of 500 kW power output of the turbine.
Trans- and supercritical initial parameters were not
considered. Positive slope of MDM vapor saturation
curve provides inability of intersection between ex-
pansion process curve and two-phase region.

Table 1

Some available experimental data of ORC turbines efficiency

Authors Working fluid Turbine type Turbine efficiency
Kang [15] R-245fa Radial-inflow turbine 0,822
Pei et al. [16] R-123 0,625
Yamamoto et al. [17] R-123 Centripetal turbine 0,500
Fuetal. [18] R-245fa Axial turbine 0,637
Klonowicz et al. [19] R-227¢ca 0,530
Lietal. [20] R-123 0,585
Ngyen et al. [21] Pentane 0,498
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The turbine. A two-stage axial turbine was chosen
as the investigation object. This turbine is based on
the principle of a classic velocity stage, where the
main part of the enthalpy drop falls at the first stage
as shown in fig. 2.

hy gy "
;) 0p;
Wi s i
H, 2 2 Wiz B
Con 2
2
1o 2015120

Fig. 2. Expansion process in a classic velocity stage
(Lapshin [24])

The first stage was designed using the SPbPU high
pitch-chord ratio supersonic design (Rassokhin [25]).
The design of the 2" stage is subsonic. The blade
wheels of the turbine are shrouded. The nozzles and
blade wheels design is shown in figure 3. The main
geometric parameters of the turbine are presented in
table 2.

Fig. 3. The nozzles and blade wheels design

Table 2
The main geometric parameters of the turbine
Parameter Dimensions Value
I*tstage | 2"9 stage
D, mm 550
n rev/min 3000
H, kJ/kg 620,3
u/C - 0,40 0,59
€ - 0,89 1,00
Z - 29 107
1, mm 30,4 82,5
a grad. 5,0 20,0
AL mm 4,0 6,0
AL » mm 1,0 1,0
B, grad. 12,0 56,0
Z, - 53 92
A mm 60,4 88,5
[32* grad. 12,0 30,0

Numerical simulation method

The SPbPU method for numerical simulation of
processes in supersonic turbines, described by Zabe-
lin et al. [26], was used. ANSYS CFX was used to
provide the numerical simulation.

The original relation between the number of noz-
zles and number of working blades is 29/53 for the
first stage and 107/92 for the second stage. The rela-
tion 1/2/4/3 and periodic boundary conditions were
used in the computational model. This assumption is
correct to be used with Frozen Rotor interface between
the nozzles and blade wheels areas because the rela-
tions between connecting areas in this case are 1:1,094,
1:0,991 and 1:0,872 respectively. The modeling of
blade wheel tip shroud was also considered in nu-
merical model in assumption of rotating motion of tip
shroud domain. The computational model of the in-
vestigated turbine is presented in fig. 4.
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Stationary wall

Blade wheels tip shroud

Outlet

1% stage nozzle 1% stage blade wheel 2" stage nozzle Diaphragm sealing 2" stage blade wheel

Fig. 4. Computational model of the investigated turbine

High-Reynolds version of the k-w SST turbulence
model was used. Steady-state Frozen rotor interface
between the nozzles and blade wheels areas was used
to model rotor-stator interactions. Flow parameters
of the turbine were obtained by averaging of their
values for 4 positions of the rotor relatively to the
stator in the range of the 1% stage blade wheel pitch
angle.

Aungier Redlich Kwong real gas equation of state
was used to model thermodynamic properties of
MDM during the expansion process. The main pa-
rameters have to be specified are: molar mass, critical
temperature and pressure, acentric factor and boiling
temperature. Zero pressure polynomial coefficients
were obtained with using REFPROP databases to
evaluate specific heat capacity of MDM. Kinetic
Theory models were used to model transport proper-
ties of MDM. Rigid Non Interacting Sphere model
was used to model MDM dynamic viscosity behavior.

Total parameters at the inlet (p = 0,75 MPa,
T = 523,15 K) and static pressure at the outlet
(p=10.02 MPa) were specified as boundary conditions
in the computational model. Progressive steps of the
boundary conditions were used to obtain convergence
of the solution process. The iteration steps between
the changings of boundary conditions were different
to decrease their negative influence on the conver-
gence process. Monitoring of the RMS residuals,
imbalances and turbine efficiency and power output
were used to control convergence of the solution
process. The criteria of the convergent solution in the
present research were:

drop of the RMS residuals more than 10

imbalances less than 0,5%;

fluctuation of the turbine efficiency and power
output less than 5%.
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The parameters of the computational domains
discretization were chosen on the base of the grid
independency study, presented by Sebelev et al. [23].

Discussion of the results

The values of the calculated thermodynamic and
transport properties were compared with the values
obtained with using REFPROP databases to estimate
tolerance of the calculated results. Maximum devia-
tion between CFX and REFPROP results was less
than 5% for specific heat capacity and dynamic vis-
cosity.

The turbine efficiency was estimated with consid-
eration of the losses due to unsteady rotor-stator in-
teraction with respect to equation:

_ Mpy mn
30 G H,

Te these losses were estimated as 0.13 (Natalevich
[19]). Thurbine power output was calculated with
respect to equation:

Nr-s 1-C,_y). (1

_MBWﬂ:n
30

N 1-C. ). ()

Calculated turbine parameters are presented in
table 3.

Table 3
Calculated turbine parameters
Parameter | Dimensions | 1% stage |2"¢ stage| Turbine

po* MPa 0,7725 | 0,0709 —
TO* K 523,77 | 498,53 —
G kg/s 13,915 —
¢ m/s 219,75 | 127,68 —
a, deg 18,37 - —
P, MPa 0,1073 | 0,0367 —
| m/s 147,03 | 61,06 -
W, m/s 206,53 | 153,23 —
¢, m/s 128,75 | 97,09 —
P, MPa 0,0425 | 0,0199 —
T, K - 488,87 —
H, kJ/kg 30,00 11,09 -

H, kJ/kg 45,58 21,38 58,34

n - 18,16 3,57 38,91
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Ending table 3

Parameter | Dimensions | 1% stage |2"stage | Turbine
G, % ~ |os2 | -
@ % 3,90 1,05 —
u/C — 0,40 0,59 0,36

0, — 0,342 | 0,481 -
® - 0,897 | 0,857 —
Mg, N'm 994,4 | 738,92 | 1733,33
F_ kN 10,52 2,39 12,92
N, — — — 0,671
Ny - - - 0,730
N KW — — 544,54

It is noteworthy that 1% stage has a significant
value of reaction (0.34) despite its impulse design.
Concurrently its u/C_value is 0,4 and velocity

ratio ¢ is less than 0,9. These phenomena can take

place due to the flow over-expanding in the 1% stage
nozzle when the u/C __value is not optimal (Ras-

sokhin [25]). It is important to emphasize that high
value of the MDM density leads to the high value
of the axial force acting to the rotor. More than 80%

of the total axial force (10,52 kN) accrue to the 1%
stage.

hub spurious vortex

Velocity
Streamline 1
2.814e+002

2.111e+002
1.408e+002
7.045e+001

1.4448-001
[m s”-1]

The 2" stage fully performs its function. It de-
creases the flow velocity from 129 m/sto 97 m/s when
the reaction value is 0,48 and pressure ratio is 3,57.
It is important to emphasize that more than 42% of
the total rotor torque accrue to the 2" stage whereas
its contribution to the total axial force is only 18,5%.

Analysis of the flow structure in the 1% stage
shows negative influence of high values of hub and
shroud overlaps on the flow characteristics due to
spurious vortices formation. This process is illus-
trated in fig. 5. The influence of the hub and shroud
overlaps on the efficiency of small-scaled turbines
was investigated by Natalevich [27] and described
in details by Zabelin et al. [26]. In case of the inves-
tigated turbine the negative influence of the hub and
shroud overlaps is minimized by high speed of the
MDM specific volume increasing after the nozzle.
This leads to the stiff localization of the spurious
vortices as shown in fig. 5.

It is also has to be emphasized that intensity of the
oblique shock waves has its maximum at the nozzle
hub and decreases towards to the shroud as illus-
trated in fig. 6. Another side of this phenomenon is
that the mass-flow averaged nozzle outlet angle
strongly differs from its geometrical value. These
phenomena are the consequences of the flow linear
motion in the axial clearance area as established by

Kirillov [28] and Traupel [29].

shroud spurious vortex
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Fig. 5. Flow structure in the 1% stage
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Mach Number
Contour 1
2.200e+000

9.778e-001
7.333e-001
4.889¢-001
2 444e-001
0.000e+000

Fig. 6. Mach number fields on the cylindrical sections (left-to-right: 0,05/, 0,5/, 0,95/))

Analysis of the flow structure in the axial cross
section shows that flow tends to increase its “mean
diameter” due to extreme increasing of its specific
volume. This process is represented in fig. 7.

The occurrence of the normal shock wave after a
turbine blade wheel was also described by Sebelev et
al. [23]. Nonsufficient meridian fanning of the flow
path leads to occurrence of additional losses on ac-
count of flow impingent on the tip shroud of the 2"
stage. This phenomenon leads to formation of the
shroud vortex in 2™ stage nozzle. Hub overlap be-
tween 1%t stage blade wheel and 2" stage nozzle leads
to formation of the hub vortex in the 2" stage nozzle.
These vortices occupy up to 50% of the nozzle cross
sectional area. This situation is dramatized by the
interaction of these vortices with secondary flows in
the blade wheel. Filling of the cross sectional area by

tendency to increasing
the fiow "mean diameter”

AR 'U."I&"mlllwl‘lwlhlllﬂw‘\h\ﬂ\\“\m\\"l‘”‘ﬂE“ =4

formation of the hub vortex
in the 2"4 stade nozzie

A
\ \ = A
O NN ¢/
.ﬂ°V.V Z ?77 gl
direction 7 n =
EEN
1

the passive working fluid leads to local increasing of
flow velocities up to supersonic values. Conversely,
this leads to increasing of the profile losses because
of their subsonic design. Thus, it can be assumed that
neglect of extreme radial expansion of the flow is the
main source of losses in the investigated case.

To sum up, the described phenomena lead to de-
creasing of the turbine efficiency down to 67—68%
when its power output is 544 kW. Taking into account
that other authors have described the same phenom-
ena for the ORC axial turbines it is reasonably safe
to suggest that the main factor, which leads to the low
efficiency of axial ORC turbines, is extreme radial
expansion of the working fluid. In this case it becomes
significant to take into account strong radial expan-

sion of the organic working fluids in the turbine de-
sign process.

shroud vortex in the 2™ stade nozzie
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Fig. 7. Flow structure in the 2" stage
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Conclusions

The expansion process in the MDM siloxane tur-
bine was modeled. The peculiarities of his process
were outlined. Most of the outlined peculiarities are
typical for the supersonic axial turbines because of
subcritical initial parameters of the siloxane vapor.
However, the strong relation of the siloxane proper-
ties to the thermodynamic parameters determines its
nonconventional behavior during the expansion in
the blade wheel. It was shown that in case of the
axial turbines strong radial expansion of the siloxane
is the main factor, which leads to dramatic decreasing
of the turbine efficiency. As a result, calculated effi-
ciency of the investigated turbine is 0,67—0,68 when
its power output is 544 kW.

Nomenclature

GW — Gigawatt

GWP — Global Warming Potential

kW — Kilowatt

MDM — Octametyltrisiloxane

ODP — Ozone Depletion Potential

ORC — Organic Rankine Cycle

SPbPU — Peter the Great St. Petersburg Poly-
technic University

c—velocity in stationary frame, m/s

D_ — mean diameter, m

F — force, N
G — mass flow rate, kg/s

(G — relative leakage (leakage value divided by
the mass flow rate)

H — enthalpy drop, kJ/kg

[ — height, mm

M — torque, N'-m

N — power output, W

n — rotational speed, rev/min

p —pressure, MPa

T — temperature, K

u/C — stage load coefficient

w — velocity in relative frame, m/s

Z —number of nozzles (blades)

o, — outlet angle in stationary frame, deg.

B, — blade wheel inlet angle in relative frame, deg.

[32* — blade wheel outlet angle in relative frame,
deg.

AL — clearance value, mm

€ — partial admission ratio

JT — pressure ratio

1 — efficiency

o, — thermodynamic reaction

@ — nozzle velocity ratio

Subscript
BW — blade wheel
N —nozzle
ax — axial

d — diaphragm

r-s — rotor-stator

fc — tip clearance

tsh — tip shroud

t-s — total-to-static

t-t — total-to-total

0 — related to the turbine inlet

1 — related to the area after the nozzle
2 — related to the area after the blade wheel
[1] — related to the 1 stage

[2] — related to the 2! stage

* — related to the total parameters
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INCREASING THE ACCURACY OF MEASURING THE FLUTTER
OF STEAM TURBINE BLADES IN SERVICE

K. H. bopuwaHckuti

NOBbILWEHUE TOYHOCTU PETUCTPALLUU ABTOKOJIEBAHUN
JNNOMNATOK NMAPOBbLIX TYPBUH B YCJTOBUAX SKCIJTYATALLIUU

Flutter of turbine blades may be a reason of blade damage. Appearance of power steam turbines last stages
shrouded blades flutter, realized with disk natural forms and in-phase natural forms, was registered in
service by help of discrete-phase method modern variant. In this paper peculiarities of power steam
turbines last stages shrouded blades flutter, realized in service with in-phase natural forms, are considered.
Advantages and defects of registration of these natural forms with help of modern variant discrete-phase
method induction gauges are studied. Appearance of additional errors during registration of flutter,
realized with in-phase natural forms, is marked. These additional errors are called because of torsion and
longitudinal vibration of turbine and generator rotors assembly and axial vibration of stator details, in
which induction gauges are fastened. Measures, concerning of errors reduction, are recommended.

STEAM TURBINE; BLADE; FLUTTER; DISCRETE-PHASE METHOD; MEASUREMENT;
INDUCTION GAUGE; VIBRATION RELIABILITY.

ABTOKOJIEOaHUSI JIOTIATOK MOCJICAHUX CTYIIEHE i MOIIHBIX TAPOBLIX TYPOMH MOTYT CTaTh TPUYMHOM UX
YCTaJIOCTHOTO pa3pylueHus. s ycrenrHoi 60pb0bl ¢ aBTOKOJIe0aHUSIMMU HEOOXOOMMO OIpPENeInTh
cOoOCTBEHHBIE (hOPMBI JIOTIATOYHBIX BEHIIOB, C KOTOPHIMU aBTOKOJIEOaHUS peaausyroTcsl B mpoiiecce
aKcIuTyaTauuu. B HacTosIeii craTbe pacCMOTPEHBI 0COOEHHOCTH aBTOKOJIe0aHn i 0aHIaXKPOBaHHBIX
JIOTIATOK MOCJETHUX CTYTIEHE MOIIHBIX ITAPOBBIX TYPOMH, peaM3yIOIIMXCs B IIPOLIECCE IKCTUTyaTallu
¢ cuHda3HbIMU COOCTBEHHBIMU (hOPMAMMU JIOTIATOUHBIX BEHII0B. [IpoaHanu3upoBaHbl MpenuMyIilecTBa
Y HETOCTaTKM PEeTrMCTpalivu IMTOI00HbBIX KOJIeOaHMi1 C TTOMOIIBIO MOIEPHU3UPOBAHHOTO BapraHTa I1C-
KpeTHO-(ha3oBoro Merona. [lokazaHo, YTO JOMOJHUTEIbHBIE TTOTPELIHOCTU U3MEPEHUI MOTYT ObITh
CBSI3aHbI C KPYTWIBHBIMU U TIPOIOJbHBIMU KOJIEOAHUSIMU BaJIOTIPOBO/IA, a TAKXKE OCEBBIMU BUOpaIIy-
SIMM JIETaJIeil cTaTopa, B KOTOPbIX 3aKPeTUIeHbl UHAYKIIMOHHbIE JaTYMKU, BI3BAHHBIMU aBTOKOJIe0a-
HMSIMU JIOTIATOK ¢ cUH(ba3HbIMU hopMamu. PekoMeHI0BaHbl MEPOTNPUSITUSI IO MUHUMU3ALUU T10-
TPELIHOCTEN U3MEPEHUIA.

MMAPOBAS TYPBUHA; PABOYAS JIOTIATKA; ABTOKOJEBAHUSA; IMCKPETHO-®A30BbIN
METO/I; U3MEPEHUS; UHAYKIIMOHHBIN JATYUK; BUBPALIMOHHAS HAJTEXKHOCTD.

It is impossible to determine the dynamic stress
levels in turbomachinery blades by calculation, and
experimental studies are therefore required for ensur-
ing their fail-safe performance.

Frequency detuning is performed for the blades
fabricated for the last stages of high-power steam tur-
bines, i.e., sufficient margins are provided between
the operational rotations and the rotations where
resonances with the most excitable natural forms oc-
cur. In some cases, vibration studies in experimental
model and full-scale turbines are not carried out to

the full extent. Furthermore, it should be noted that
a number of modes that are potentially dangerous for
fatigue strength of the blades can be inspected only
when the turbine is operating. In this regard, systems
that can continuously monitor the state of vibration
in the blades under operating conditions are being
developed. Virtually the only measurement technique
ensuring the continuous operation of such systems is
the so-called discrete phase method (DPM), in which
the vibrational state of the blades is assessed by the
indications of fixed sensors mounted against the tips
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of the rotating blades [1]. In recent years, due to the
evolution of computer technology, the capabilities of
the DPM have increased extremely.

It should be borne in mind that the DPM can be
used to measure the amplitudes of peripheral sections
and their oscillation rates or the mutual blade dis-
placements, rather than the dynamic stress values that
are of practical interest. In order to substantiate the
transition to these values, it is necessary to analyze
the experimental data, i.e., to determine the oscillation
frequency, the ratio of the tangential and the axial
amplitude components, the distribution of amplitudes
over the wheel periphery. It is rather important to
evaluate and minimize the measurement errors in
order to reasonably assess the hazards of the registered
oscillations. This paper discusses the errors occurring
when registering blade flutter in the last stages of high-
power steam turbines using the DPM, and the meth-
ods for reducing the influence of these errors.

The last-stage blades of the more high-powered
steam turbines are typically shrouded, i.e., a “fully
constrained” blade ring is a particular case of a cycli-
cally symmetric system whose natural forms have
different values of nodal diameters and nodal circles.
Two-types of oscillations can be identified with re-
spect to the turbine blades, the in-phase forms (with-
out nodal diameters) where the amplitudes and
phases of all blades on the wheel are identical, and
the out-phase forms (with different values of nodal
diameters and nodal circles) where the amplitudes
vary circumferentially by the sine law. The first group
of out-phase forms is commonly called the disc ones.

The last-stage blades in operation may experience
resonance or stall oscillations, and sometimes flutter.

Methods for calculating the frequencies of indi-
vidual and constrained blades have been developed
for reducing the risk of resonance oscillations [2—4].
Since the main source of resonant oscillations is the
time-constant non-uniformity of the flow parameters
on the wheel circumference, the danger of the major-
ity of natural forms for the shrouded blades (and any
fully constrained blades) is theoretically equal to zero
because the natural forms are orthogonal to the dis-
turbing loads. In particular, the work of the disturbing
forces turns out to equal zero for all forms of in-phase
and most forms of out-phase oscillations [2]. The only
dangerous modes are those for which the equality
m = k is satisfied, where m is the number of nodal
diameters, and k is the oscillation multiplicity, i.e.,
the number of blade oscillations per rotor revolution.
This fact is taken into account in the design of stan-
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dards, with only the disc oscillations for which
k = 2—4 (and sometimes k = 5—6) detuned. The
peripheral sections move almost strictly in the axial
direction during disc oscillations, because the
tangential component of deflection is highly limited
due to high tensile and compressive stiffness of the
shroud ring.

Stall oscillations of last-stage blades occurs under
light or no loads, when the flow around the blades
exhibits an off-design behavior due to a sharp de-
crease in the volumetric flow rate of steam. Stall os-
cillations happens in disc modes whose frequencies
are not multiples of the rotation frequency and whose
amplitudes are unstable.

The theoretical possibility of various types of blade
flutter was discussed in [4, 5]. The last-stage blade
flutter occurring in steam turbines in operation was
discovered relatively recently, after a number of pow-
er stations installed control systems based on using
DPM sensors. Flutter with disc modes with a rela-
tively large number of nodal diameters was the first
type registered [6, 7]. In some cases, flutter was the
greatest risk factor for blade fatigue strength.

When developing methods for controlling the os-
cillations in the shrouded blades, the fact that all of
the above-described types of the most dangerous
oscillations occurred with disc modes was taken into
account, i.e., the axial component of the deflection
of the peripheral section of the blade had to be mea-
sured.

The standard version of the DPM recording the
displacements of the peripheral section of the blade
could not be used for controlling the oscillations of
the shrouded blade, as its tip was ‘enclosed’ by the
shroud platform. An upgraded version of the DPM
was designed [8, 9] to control these blades. The es-
sence of this version is that a small-diameter magnet
is placed within the shroud platform, and the cross-
section of the induction DPM sensor is shaped as an
elongated rectangle whose minimal inertia axis makes
an angle  with the turbine axis. As the magnet moves
past the sensor, the magnetic flux changes, and an
EMF whose value reverses sign when the magnet
moves past the core is induced in the sensor coil.
A pair of sensors located in one axial plane at a small
distance § from each other is used to best measure
the axial component of the oscillations. The minimal
inertia axes of the cross-sections of the first and the
second sensor make a +f3 and a —f angle with the
turbine axis, respectively. If the blade deflects by the
value x in the axial direction, the distance between
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the cross-sections of the sensor cores in the plane of
the magnet’s rotation changes by AS, which must be
measured with a high degree of precision.

The number of time pulses generated by the mea-
suring equipment at a frequency of 40 MHz is coun-
ted in order to precisely measure the time intervals
between the passage of the magnet past the first and
the second sensor of the pair. The readings from the
revolution sensor located near the half-coupling of
the turbine rotor are used to determine the relation-
ship between the time intervals and their correspond-
ing linear values. A slot made in the cylindrical surface
of the half-coupling is used as a keyphasor. Using a
high frequency of 40 MHz allows to determine both
the amplitudes and the revolutions with a very high
precision. Even when the rotational speed of the pe-
ripheral section is equal to 660 m/s, the amplitude is
determined with an error of 0.016 mm, and the num-
ber of revolutions per minute, equal to 3000 rpm, with
an error of about 0.00375 rpm (the errors are reduced
with a decrease in speeds and revolutions).

The proportionality factor & between the x and

AS values depends not only on the angle 3, but also
on the radial clearance between the magnet and the
sensor and on the axial displacement of the magnet
relative to the sensor center; it is therefore determined
on the calibrator. As the flutter frequencies are not
multiples of the rotary speed, the blade moves past
the sensors with an arbitrary phase, and therefore the
value AS ~ which is proportional to the oscillation

amplitude x, can be measured during a short period
of time:

max
kn

oY)

To assess the level of dynamic stress, it is necessary
to know the oscillation frequency fin addition to the
amplitude x,. Since the DPM sensors do not measure

the entire oscillation process, but only its discrete
values once per revolution and, besides, the blade
oscillation frequency fiis higher than the rotary speed
n, it is fundamentally impossible to determine the true
oscillation frequency using a single pair of sensors.

A most detailed description of the measurements
using a upgraded version of the DPM is presented in
[10]; we adopted a number of the formulae given
below from this study. In particular, it was established
that the following relation exists between the true
frequency fand the frequency/f, = “measured” using
one pair of sensors:

f: kn if‘meas’

where k is an integer.

()

To determine the frequency f, it is necessary to
use the readings from two pairs of sensors located at
an angular distance A@ from each other, and use the
following formula:

M
2, AS|;AS),
Agf i=1

)= = ,
> ASj; Y AS,
i=

cos(

3)

n
i=1

where ASU and ASzi are the deviations from the mean

values for the first and the second pair of sensors at
an i-th measurement, M is the total number of mea-
surements. The accuracy of formula (3) increases with
an increasing number of measurements, but it be-
comes practically accurate when measurements are
performed for several seconds.

After finding the frequency f when registering flut-
ter with disc modes, it proved possible to determine
the number of nodal diameters m, as well as to cla-
rify the features of the oscillations influencing the
possibility of supplying the energy from the flow to
the blades [7, 10].

The need to change the measurement technique
became clear after flutter with in-phase modes was
registered, occurring simultaneously with the same
frequency in four stages (the blades of the last and
penultimate stages of a double-flow low-pressure
rotor of a high-power turbine) [10, 11]. Three forms
of flutter relatively close in frequency of oscillation
were registered, slightly different from the first in-
phase frequency of the penultimate-stage blades and
the second in-phase frequency of the last stage blades
whose calculated values were close to each other.

The peripheral section of the blade in in-phase
modes has not only an axial (x,), but also a tangential

(v,) component, with the inequality y > x, satisfied

for the first mode. Ref. [10] revealed that the follow-
ing formula holds true with both axial and tangential
components present:

2 2
1 /S .S
AS, = — — +|2 —1, 4
max \/(k X(CO8 2nRJ ( Yosin 2nR) 4)

n

where R is the radius in which the DPM sensors are
installed.
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Aty,*0and §<< Rformula (4) naturally becomes

(1). It follows from formula (4) that the ‘normal’ pairs
of DPM sensors with small bases S are ineffective for
measuring the tangential component of the oscilla-
tion. Provided that y > x,, a significant increase in

the useful signal can be achieved by composing ‘ad-
ditional’ pairs from the sensors that are already part
of various ‘normal’ pairs.

If the angles 3 for the sensors making up the ‘ad-
ditional’ pair with the base S _, are the same, the
measurement results are described by the formula:

1 S
AS o = (ik—x0 + 2y,)sin 2};"}’; ;-

n

)

From now on we are going to use a + sign, which
can be always achieved by selecting the sensors with
angles +3 or —f3.

It is noted in [10] that the highest useful signal
can be obtained if the mutual blade displacement
with the angular coordinates @, and @, are deter-

mined using the same DPM sensor. By introducing
the notations ¢, — ®,= P, @, + ®= P+ 2(pj, it is
possible to determine the mutual displacements at
an i measurement, when the oscillation phase of

the j” blade moving past the sensor is equal to a:
AS;(jk) = ixo + 2y, | X
i (6)
W . (w+2<pj)f}_

X sin—cos{oci

2n 2n

Because the flutter frequency is not a multiple of
the rotary rate, the maximum value of the mutual
displacements is equal to:

P’ (7

AS;(jk) = (on + 2y0jsinw—f.
- 2n

The condition sin (yf/2n) = 1 corresponds to the
measurement of the mutual displacements of the
blades moving past the DPM sensor in antiphase. By
changing the value of y (this possibility is incorpo-
rated in the software for processing the measurement
results), it is possible, independent of the location
coordinates of the DPM sensors, to determine not
only the maximum value of the mutual displace-
ments, but also to refine the oscillation frequency f.
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Using the modified measurement technique with
formulae (3)—(7) allowed to determine the ratio be-
tween the axial and the tangential amplitude compo-
nents of for the peripheral sections of the blades of
different stages with three different forms of in-phase
oscillations, the phase shift between the oscillations
of different blade rings, the dependence of flutter
intensity on the operation mode of the turbine.

A number of errors absent when registering flutter
with disc modes were revealed when analyzing the
measurement results. For example, the frequencies
calculated by formula (3) did not precisely satisfy
condition (2). Certain patterns in the variation of
amplitudes and oscillation frequencies over the wheel
circumference were “registered”, despite the fact that
the excited normal mode was in-phase. The x/y,

ratios were significantly different for the blades of two
stages of the same type oscillating with equal frequen-
cies and approximately equal total amplitudes.

Let us determine the causes for these discrepan-
cies and consider the possibilities of minimizing the
errors detected.

The fundamental difference of flutter with in-
phase and disc modes is that in the first case, the
principal vector and the principal moment of the
forces acting on the rotor from the blade ring are not
equal to zero. As a result, these axial forces and
torques can cause longitudinal and torsional oscilla-
tions of rotors assembly, and the oscillations of the
stator components where DPM sensors are mounted.

The experimentally observed equality of the flut-
ter frequencies of all four blade rows is specifically
connected to the torsional and longitudinal flexibil-
ity of the rotors assembly components, because, due
to the inevitable manufacturing deviations, the fre-
quencies of different sets of blades made from the
same technical drawing should be slightly different.

The presence of torsional oscillations of the rotors
assembly in one of the modes of in-phase flutter is
confirmed by the experimental data presented in fig. 1.

Fig. 1,a shows the readings of the RPM sensor
located near the rotor’s half-coupling. Fig. 16 shows
the readings of the sensor pair with a small base S
recording almost exclusively the axial component of
the peripheral section of the deflection. It can be
seen that the oscillations of the blades and the rotor
occur with the same ‘measured’ frequency of about
15 Hz. Comparing the readings of two pairs of sen-
sors using formula (3) revealed that the true fre-
quency was f = 115 Hz, i.e., relation (2) is satisfied
provided that k = 2.
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Fig. 1. Data read from: RPM sensor (a); pair of sensors registering the axial component
of the oscillations (b); blade sensor used for RPM readings (c), shown versus the time
of the readings

The oscillations of the rotor (i.e., the oscillations
of the keyphasor) result in errors in finding both the
frequency and the intensity of the oscillations. In
order to qualitatively and quantitatively assess the
effect of rotor vibration on the measurement results,
it is necessary to find the amplitude of rotor oscilla-
tions, and the possible phase shift between the oscil-
lations of the rotor and the blades (a phase shift may
occur because the flutter frequencies are higher than
the fundamental frequencies of the torsional and
longitudinal oscillations of the rotors assembly).

The data on the connection between the keypha-
sor and the blades can be obtained if one of the blade
sensors is used for RPM readings, and one of the
blades is used as the keyphasor. This possibility is
incorporated in the software for processing the re-
sults, with the signal from only one of the blades with
magnets installed used to determine the revolutions.
The measurement results are shown in fig. 1,c. It can
be seen that the “change in the revolutions™ also oc-
curs with /=15 Hz, but with a much greater

intensity, as the blade flutter amplitudes are substan-
tially greater than those of the torsional oscillations
of the rotor in the half-coupling area.

If the blade used to determine the number of
revolutions oscillates with the frequency f and the
amplitudes x, and y, in the axial and tangential direc-
tions, and the phase angle at the moment when the
blade passes the sensor at an /# measurement equals

a,, its deviations from the equilibrium position for
the i/ and the (i + 1) measurements are equal to:

1 .
AS; = [% + yojsmoci;

n

1 . 2n
AS; | = (?4_ yOJsm(ocﬁTf).
n

Taking into account expressions (8), it is easy to see
that the error in determining the circumference using
the blade RPM sensor at the i metering is equal to:

®)

38, =AS;, —AS; = [l+ 2y0]smnfcos(0c +—) )
k, n

Thus, the distance 25tR + 85, (and not 27R) can
be measured in the /" revolution; the length of the i”
revolution can change, causing the ‘measured’ ro-
tary rate to change as well (see fig. 1,¢).

Knowing the time dependence of the keyphasor
oscillations, it is possible to assess their effect on the
accuracy of the blade amplitudes and their frequen-
cies by calculation, and then compare the results with
the experimental data.

Due to the error in determining the circumfe-
rence, the error in determining the distance between
the j# and the k" blades for the i measurement is
found to be:

k

n

3S; (jk) = —%(on + 2y0] . sin%cos(aﬁ%).(m)

43



* St. Petersburg Polytechnic University Journal of Engineering Sciences and Technology. 3(249)’2016

Thus, the ‘measured’ mutual displacement of the
j™ and the k" blade is given, instead of formula (6),

by the expression:
AS;s (jk)=AS; (jk)+8S;(jk). (11)

Let us transform expression (11) to the following
form:

AS;s (jk) = ( —Xo + 2y,)(Ccoso,; — Cysinary), (12)
where
20 ; +
C = sin ¥ co —( 0 WS isinﬂ;
2n 2n 4 n
29 +
c, = sin ¥ sin ST A e “f. (13)
2n 2n 2r

Because the flutter frequencies are not multiples
of the rotary rate, the maximum value of AS, _ is
determined by the formula:

2 2
Xy + 2y C +C5 .

1
ASs ax = (k_ (14)

n

In contrast to formula (7), in this case the value of

AS,  depends not only on the angular distance be-

>ma
tween the blades 1, but also on the position of the
blade on the wheel circumference, because the C, and
C, coefficients depend on the angular coordinate P,

Let us compare the calculated and the experimen-
tal dependences of the effect of the vibration of the
keyphasor (in this case, the blade acting as the key-
phasor) on the accuracy of determining the flutter
intensity. Let us take into account the fact that the
margin of error does not depend on the oscillation
intensity of the vibrations when using the blade as the
keyphasor, because the multiplier (1/k )x,+ y, is

included in the expression both for AS, and for 8.

To reduce the effect of random errors in formulae
(7) and (14), let us consider the case sin(\)f/2n) = 1
allowing to obtain the maximum measurement re-
sults. In this particular case, let us define the calcu-
lated dependence of the oscillation intensity on the
angular coordinate P, i.e., the angular distance of
the j” blade from the first one determining the start
of a revolution.

The relative calculated value of AS, ~/AS is
in this case determined by the expression:
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2f ff

The maximum and the minimum values are
achieved provided that sin[(f/n)((pj— m)]==xlandbe

equal to 1 * (n/2f)sin(smif/n). For flutter with a fre-
quency of 115 Hz this means that the maximum and
the minimum values differ from AS by * 17,6%.

At the same time, the average AS;  value for all the

blades on the wheel ASEmaX
AS

the last terms in the radicand of formula (15) is equal
to zero and the relative difference, approximately
equal to (n?/8/%)sin*(wif/n), is only 1,55%.

Let us compare the calculated dependence ob-
tained by formula (15) to the experimental found using
the blade RPM sensor for the case sin({yf/2n) = 1.
We are going to perform the comparison not only for
the AS  values but also for the more representa tive

RMS values, which are determined by the results of
all measurements rather than the individual points
corresponding to the maximum measured values. Fur-
thermore, let us move onto relative values by dividing
the calculated and the experimental values into the
corresponding averages for the set. The dependence
of the calculated and the experimental values on
P = /27 is shown in fig. 2.

only slightly differs from
.- Infact, for P, varying from 0 to 2, the sum of

CKO

dl N Ay /
NN
09/\ /\ /Z
N/

0 0.2 0.4 0.6 0.8 1

0.8

Fig. 2. Oscillation intensity over the wheel circumference

versus the keyphasorvibration: calculated (—) and

experimental () values using the blade RPM sensor;

experimental values (m) using the conventional RPM
Sensor.

It can be seen that there is a good agreement be-
tween the experimental and the calculated results with
the blade RPM sensor used. This indicates that the
‘measured’ differences in oscillation intensity over
the wheel are fully explained by the vibration of the
keyphasor rather than the actual differences in blade
amplitudes. Fig. 2 also shows the dependence of RM-
S, (denoted as CKO__ in the figure) on @ , using a
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conventional RPM sensor. Evidently, there is also a
certain dependence of the oscillation intensity on the
angular coordinate. Naturally, the dependence is
much weaker, because the amplitude of the torsion-
al oscillations of the rotors assembly near the RPM
sensor is smaller than the blade flutter amplitude (see
figs. 1, aand 1, 6).

The weak dependence of the average RMS_ val-
ue in the set on the vibration of the keyphasor was
also confirmed experimentally: the RMS_ value ob-
tained using the blade RPM sensor was only 1,6%
higher than the one obtained using the conventional
sensor. The differences for the registered flutter with
the frequencies of about 108 Hz and 98 Hz were 0,4%
and 0,05%, respectively, and did not exceed the mea-
surement and calculation errors (it was previously
noted that the error magnitude was proportional to
sin?(mf/n)).

The effect of the keyphasor vibration on the errors
in determining the oscillation frequency can be re-
vealed by using the transformations similar to the
ones previously performed. As before, let us con-
sider virtually the most important case allowing to
obtain the maximum results: sin({)f/2n) = 1. To find
the frequency, we need to calculate the sums that are
a part of the right-hand side of formula (3); in this
case and provided that [(1/k )x,+ 2y, = | these sums
take the following form:

M 2
Y Ss4 = My g™,
= 20 47

(16)
nf

+ ﬁsin—sini((pj -m];
n n

M 2

Y AS = M+ ”—zsinzi +

i=1 2 4f n

+ ﬁsinisini
non

(17)
(©; + A0 - m)];

Agf

M 2
M
Y AS s ASyy = —[cos 2 +
n

= 2 4> n
A A
+ £sinEcosifsin((p C+ 20 _ )],
f n 2n T2
where AS, are the readings of the second sensor
located at an angular distance A@ from the first one,
also registering the mutual displacements.

(18)

The calculations and the experiments show that
in this case the ‘change’ of the frequencies is also
much stronger if using the blade RPM sensor than if
using the conventional one, and is fully explained by
the keyphasor vibration (see fig. 3).

f, Hz
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110\- ..... / \Y / \
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Fig. 3. Oscillation frequency over the wheel circumference
versus keyphasor vibration: calculated (—) and experimental
(#) values obtained using the blade RPM sensor;
experimental values (m) obtained using the conventional
RPM sensor.

The results of the calculations and the experiments
also confirm that the average frequencies in the set
practically do not depend on the keyphasor vibration.
For all three forms of flutter with the frequencies of
about 115, 108 and 98 Hz the difference in the average
set frequencies when using the blade and the conven-
tional RPM sensors did not exceed a few tenths of
percent and was smaller than the measurement and
calculation errors.

It also follows from comparing the experimental
data presented in figs. 2 and 3 that the torsional oscil-
lations of the rotors assembly near the RPM sensor
and the flutter of the stage examined occurred in
antiphase.

‘When using the readings from the sensor pair with
small bases S, i.e., when mainly the axial component
of the amplitude of the peripheral section is regis-
tered, the longitudinal oscillations of the rotors as-
sembly can have a significant effect on the measure-
ment accuracy. The same goes for the axial oscillations
of the stator components where the blade DPM sen-
sors are installed, related to the longitudinal oscilla-
tions through the thrust bearing. For example, when
registering the in-phase oscillations of the right and
left blades of the penultimate stage with the frequen-
cy f ..~ 7,6 Hz, it was found that the average total

oscillation amplitudes of these stages differed by 15%,
while the axial components of the amplitudes differed
by 1,5 times. Naturally, the natural forms at the same
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frequencies should be very close, and such a large
difference in the x /y, ratios could be explained by
the influence of some additional factors. Further-
more, when using formula (3), it was found that the
average frequencies were equal to 111,5 Hz for one of
the stages, and to 103,4 Hz for the second one, i.e.,
condition (2) was not satisfied. The measurement
results for the average values in the set completely
coincided when using the conventional and the blade
RPM sensors.

The most likely cause for the significant diffe-
rences in the x /y, ratios for the left and right stages

are the longitudinal oscillations of the rotors assem-
bly that for one stage were summed with the axial
movements of the peripheral sections of the blades,
and subtracted from them for the second stage. The
differences in the ‘measured’ frequencies most likely
depended on the difference in the levels of axial vibra-
tion of two pairs of sensors used to determine the
frequency and the presence of the phase shift between
the vibration of the stator components and the blade
flutter. For example, calculations show that for the
vibration in one of the pairs of sensors equal to 10%
of the axial movement of the blades and the phase
shift between the axial vibration and the flutter equal
to 0.15m, the ‘measured’ flutter frequency is 103,6 Hz
for one stage and 112,4 Hz for another (with the true
frequency equal to 107,6 Hz). Approximately the
same differences in the frequencies can be obtained
provided that the axial vibration is only 5%, but the
phase shift is 0,37.

In some cases, determining the flutter frequencies
by formula (3) based on measuring only the axial
amplitude component of the peripheral section is
impossible. For example, when registering flutter
withf_ =2.2 Hz using formula (3), it was obtained

that f= 103,4 Hz for one of the penultimate stages,
and 99,9 Hz for another. Since in view of relation
(2) the true frequency could equal either 97,8 or
102,2 Hz, it was necessary to use another, more
reliable way to determine the frequency.

The true value of the flutter frequency was deter-
mined using formula (7) when determining the de-
pendence of the mutual displacement values on the
angular distance \J between the blades. The results of
the calculations for the frequencies 0f 97,8 and 102,2
Hz are shown in aig. 4. The experimental curve for
the mutual displacement values versus 1 is also plot-
ted in that figure. The relative values of the mutual
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displacement A_ = A(\)/A,_  are presented versus
lbrelz 11)/ 2m.
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Fig. 4. Mutual displacement values versus angular distance

between the blades: the calculated (—) and the experimental

(m) values at a frequency of 97,8 Hz; the calculated values
(---) at a frequency of 102,2 Hz.

It can be seen that the experimental points practi-
cally coincide with the calculated curve for f=97,8 Hz
and are significantly different from the calculated curve
for f=102,2 Hz (especially for large values of { ).

The described measurement technique allows to
obtain not only the data on blade oscillations (in-
cluding blade flutter with in-phase modes) that is
comprehensive from a practical standpoint, but also
some interesting data on the state of some other
components of the turbine unit, especially when it
is operating in the transition modes. For example,
data can be obtained on the torsional and longitu-
dinal oscillations of the rotors assembly, as well as
on the elastic spin-up of the rotors assembly, the
axial shift of the rotor and the static deformation of
the blades during rapid ceasing of power; on the
change of the relative rotor expansions in the spots
where the DPM sensors are installed during a change
in the operation mode of the turbine unit. Deter-
mining the possibility of a phase shift between the
axial and the tangential components of the blade
oscillations due to torsional and longitudinal oscil-
lations of the rotors assembly may be of interest for
assessing the magnitude of the air damping (or air
excitation) when calculating the non-stationary flow
effect on the oscillating blade row.

The following conclusions can be formulated
based on the above.

1. Using a modified measurement technique al-
lowed to determine the total amplitude, as well as the
sum and the difference of the axial and tangential
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components with the help of the DPM sensors de-
signed to register only the axial component of oscil-
lations.

2. When registering the flutter with in-phase
modes using the upgraded version of the DPM, we
have found additional errors that were absent when
registering the flutter with disc modes. The appear-
ance of the additional errors can be attributed to the
fact that the in-phase blade flutter causes torsional
and longitudinal vibrations of the rotors assembly and
may cause axial vibration of the stator components
where the DPM sensors are installed.

3. The consequence of the keyphasor vibration is
the ‘natural change’ in the amplitudes and frequen-
cies of the blade oscillations over the wheel circumfer-
ence. However, it should be kept in mind that the
average amplitudes and frequencies in the set virtu-
ally do not depend on the keyphasor vibration.

4. The axial vibration of the stator components and
the longitudinal oscillations of the rotors assembly
mainly affect the accuracy of determining the axial
amplitude component of the peripheral section of the
blade and can lead to errors in determining the oscil-
lation frequency. Therefore, the level of dynamic
stresses in the blades must be assessed by the value of
the tangential component of the oscillation amplitude.

5. The most accurate value of the flutter frequen-
cy can be determined if the experimental dependence
of the mutual blade displacements on the angular
distance between them is compared with the calcu-
lated value obtained using formulae (2) and (7).

6. In order to improve the operational reliability
of turbine units, systems for monitoring the vibra-
tional state of the blades, based on the upgraded
version of the DPM, should be installed both in new
high-power turbines, and in the turbines with fatigue
damage of the blades.
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2nT-SHAPED EQUIVALENT CIRCUIT OF A TRANSFORMER
COMPRISING n WINDINGS

M.A. WakupoB

2nT-ObPA3HAA CXEMA 3AMELLEHUA TPAHC®OPMATOPA,
COAEPXALLEIO n ObBMOTOK

The new detailed 2n7-shaped equivalent circuits of a transformer containing n concentric windings,
displaying on schematic all magnetic flux between the windings, in the windings, in the elements of the
magnetic circuit and between it and the tank in case of saturation of the magnetic circuit is presented. It
is based on the idea of stitching the 4 7-shaped circuit models for two-winding transformers, considered
as a unit cell of a more complex 2nT-shaped structure. The accuracy of the occurrence in various parts
of the magnetic circuit with short-circuit one or more windings of the magnetic super- and counter-fluxes
in comparison with the fluxes of idling is confirmed. It is shown that the observation of such anomalous
fluxes in the equivalent circuit is possible due to the presence of negative inductances. It is proved that
the multi-winding transformer equivalent circuits without negative elements are characterized by a three-
diagonal matrix of inductances.

TRANSFORMER; PRIMARY AND SECONDARY WINDINGS; MAGNETIC FLUX; EQUIVALENT
CIRCUIT; TREE-WINDING TRANSFORMER; MULTI-WINDING TRANSFORMER; SHORT
CIRCUITED; IDLING; COUPLED INDUCTANCE.

[IpencrasieHs HOBbIE pa3BepHYThIe 21 T-00pa3HbIe CXeMbl 3aMelleHHs TpaHC(hopMaTopa, CoiepKalero
1 KOHIIEHTPUYECKUX 0OMOTOK, C OTOOpakeHUeM Ha CXeMaX BCeX MarHUTHBIX TOTOKOB MEX Ty 0OOMOTKaMH,
B cCaMHUX 0OMOTKaX, B 3JIEMEHTaX MarHUTOIIPOBO/IA, a TAKXKE MEXTY HUM 1 0AaKOM B CJIyyae HaChIIIeHUS
MarHuronpoBona. B ocHoBy monoxeHa uaest ciiuBaHMsl 4 T-00pa3HbIX CXeMHBIX MOJAENeil NBYX-
0OMOTOYHBIX TpaHC(OPMATOPOB, pacCMaTPUBAEMbIX B KaUeCTBE 3JIEMEHTAPHbIX siueek 0oJiee CIOKHOM
2nT-obpa3Hoii cTpykTyphl. [loaTBepxXneHa 1OCTOBEPHOCTh BO3HMKHOBEHUS B Pa3JIMYHBIX YaCTSIX
MarHMTOIPOBOIA MPU KOPOTKUX 3aMbIKAHUSIX OHOI WJIM HECKOJIBKUX 0OMOTOK MAarHUTHBIX CBEPX- U
AHTUIIOTOKOB B CPAaBHEHUU C TOTOKAMMU XOJI0CTOrO0 Xoaa. [TokazaHo, YTo HAOTIOAeHUE 3TUX aHOMAJIbHbBIX
MOTOKOB Ha CXeMe 3aMellleHMsI BOBMOXHO OJlarofapsi TpUCYTCTBUIO B HEW OTPULIATEIbHBIX MHIYK-
TUBHOCTE!. JloKazaHo, 4YTO cXeMbl 3aMellIeHUs MHOTOOOMOTOYHOTO TpaHchopmaTopa 6€3 OTpuLIaTeIbHbIX
3JIEMEHTOB XapaKTePU3YIOTCSl TPEXAMaroHaJIbHOM MaTpulleit MHIYKTUBHOCTEA.
TPAHC®OPMATOP; [IEPBUYHASA U BTOPUYHASI OBMOTKHW; MATHUTHBINM ITOTOK;
CXEMA 3AMEIIEHUS; TPEXOBMOTOYHBIY TPAHC®OPMATOP; MHOTOOBMOTOYHBIN
TPAHC®OPMATOP; KOPOTKOE 3AMBIKAHME; XOJIOCTOM XO/; B3AUMHAS MHYK-
TUBHOCTD.

Introduction double-winding ones, which simplifies the connec-

o ) tion between the electric stations and the distribution
A multi-winding transformer is defined asthe one |, atworks and, in general, results in reducing the

with more than two electrically disconnected wind- | ~intenance costs and the total costs of electric
ings. Such a transformer can replace two or several power systems. However, the correct conclusion
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about the benefits of multi-winding transformers
(these also include split-winding transformers) can
be made only by understanding the complete picture
of the physical processes occurring in these trans-
formers, which have not been clarified up to the pres-
ent time. A discussion unfolded about the main fea-
ture of any of their equivalent circuits (polygonal-type
[1-5], tree-type [6], chain-type [1,6], etc.), that is,
of the negative inductances present in them, which
has been cause for alarmist statements such as “there
is no reason to look for a physical explanation of this
phenomenon...” (see p. 56 in [4]). Ref. [5, p. 124]
described the negative inductances as a mathematical
curiosity “due to difference between the RMS and
the mean values of the function”. Ref. [6, p. 89] even
went as far as to state that these “inductances have
no physical meaning”, and the explanation given for
their presence is rather nonsensical: “they merely
coordinate the equivalent circuit with the existing
couplings”. The negative inductances are described
in this same vein in all textbooks, and their low nu-
merical value in comparison with other inductances
is emphasized [7—10]. Despite this, A.Boyjian “phys-
ically interpreted them as a result of mutual-induc-
tance coupling” [3]. Following this study, the authors
of [11, 12] made a critical review of the papers on the
subject and offered to dispose of these ‘virtual’ values
(as described in [3]) by introducing mutual-induc-
tance couplings (M].J) between all leakage inductan-

ces. Speaking of the three-winding transformer, the
authors of [12] write, “we postulate that L, and L,,

must be mutually coupled “, giving a very vague sense
to M: “The mutual inductance M gives the mag-
netic coupling of the leakage fields between windings
(flux in air)”, but then go on to specify that “M does
not have any relationship with the commonly used
mutual inductance...”. The branch inductance matrix
of their equivalent circuit turns out to be completely
filled, and its off-diagonal elements M,;; are deter-

mined by very complex formulae and have different
signs, which raises further questions.

The reason for the above-described vacillations
between “the lack of physical sense” and “physical
interpretation” based on dubious ‘postulates’ is in
the deeply rooted phenomenological approach to
modeling the transformer by external characteristics
with respect to its n + 1 poles (as a rule, by the short-
circuit impedance between the pairs of its windings).
This approach excludes the possibility of controlling
the physical processes inside the transformer, in par-
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ticular, the relationship between the magnetic fluxes
in the individual parts of the magnetic circuit, the
window, the space around the tank, etc., which is
extremely important for assessing the magnetic state
of the individual components of the magnetic circuit.
As a result, the issues related to the analysis of elec-
trodynamic stability of transformers in abnormal
conditions remain unsolved. None of the existing
theories, as well as the standard packages (Simulink
Matlab, EMTR-type, etc.) developed on the basis of
these theories, do not allow to even set the problem
on assessing the differences in the saturation of the
individual components of the magnetic circuit with
a sudden short-circuit in one or more of the trans-
former windings (which is important for correctly
assessing the initial short-circuit currents), as it is
erroneously assumed that the magnetic circuit is not
saturated in a short-circuit event (see [4, p. 307] or
[8, p. 81], etc.).

At the same time, as shown in [ 13,14] for a double-
winding transformer, implementing the idea of ob-
taining circuit models with all magnetic fluxes of the
transformer displayed is possible (!) if primary quan-
tities, i.e., the electric and magnetic field strengths
and the Poynting vector, are used as a basis, and if
the operating principles of the transformer are ap-
proached from a completely different perspective.
The equivalent circuits with fluxes give physical sense
to each of the circuit’s elements. It turned out that
allocation of negative inductances was required to dis-
play the magnetic fluxes in the equivalent circuit of
even a double-winding transformer; besides, these
inductances also play a key role in explaining the
physics of magnetic super- and counter-fluxes under
short-circuit conditions and in case of sudden short
circuits. The existence of these fluxes was conclu-
sively proved both experimentally [15] and by con-
structing images of the magnetic fields in a short-
circuited transformer [16, 17].

The goal of this study is in obtaining similar ‘phys-
ical’ circuit models for a multi-winding shell-type
transformer with a clear presentation of all magnetic
fluxes between its windings, in the windings them-
selves, in the elements of the magnetic circuit, as well
as between the magnetic circuit and the tank in case
of saturation of steel (fig. 1). The term ‘physical cir-
cuit models’ is arbitrary and is used in order to:

— emphasize the fundamental difference between
these models and the existing conventional equivalent
circuits which in fact oversimplify the concept of an
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n-winding transformer, describing it as a ‘black box’
with n+1 poles,

— reflect the universal character of the new models
allowing, as a result of slight simplifications, to obtain
the known equivalent circuits, as well as to control
and correct the errors in any other models, for
example, the ones proposed in [11].

Assumptions and notations. In accordance with
the general rules [4,11], let us assume that all windings
have been reduced to the same number of turns, i.e.,

o))

which allows to avoid using strokes that usually mark
the reduced values. In describing the operating prin-
ciples and the key features of any device, the second-
ary factors are initially neglected, and the device is
regarded as a system with the optimal (limit) perfor-
mance indicators, which the real device should ap-
proach. In our case, this means moving on to the
analysis of the performance of the n-winding idealized
transformer (fig. 1) with the following assumptions:

the magnetic circuit is characterized by p, =
and the conductivity vy, = o;

the resistances of the windings R, = R, = ...
=R =0;

additional resistances for the steady state,
caused by eddy currents in the windings,

Wa=Wb=WC=Wd=We%W1

eddy _ peddy _ _ peddy _ (.
REAdy — Reddy _ | _ Reddy _ ().

winding height 4= h, where 4 is the height of
the transformer window;

the magnetic field lines in the window are straight
and parallel to the core axis.

Fig. 1 shows the arbitrary positive directions of
the magnetic fluxes. The absolute values of the flux

complexes (@ « ) coincide with their effective values
(®,). The typical relationship between the coil vol-
tage and its flux has the form:
where the constant

3)

The magnetic fluxes in the magnetic circuit (fig. 1):

) leg — in the leg;

@ . — in the side yoke;

side
R a
q)j
towards the internal winding w, ;
d')‘jl.s,d)?s,d)js,d)?ﬁ — in the joint yoke from the
side of the windings towards the gaps between the
windings;
d)ib ,(i)i’.c,cbid,cbi’.e — in the joint yoke from the
side of the gaps towards the windings;

— in the joint yoke from the side of the leg

d)j — in the joint yoke from the side of the exter-

nal winding w, towards the side yoke.
The magnetic fluxes in the transformer window:

by, D5, Dy, D5, — inthe channels between the

windings;
Joint yoke Joint yoke

|
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Fig. 1. Magnetic fluxes in the steel and in the window of a 5-winding shell transformer
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&, ,®,,»,,,,&, —within the bulk of the win-
dings.

Unlike the fluxes in the window of the idealized
double-winding transformer, these fluxes are not in-
phase and depend on the nature of the winding loads.

The following relations are obvious between the
magnetic fluxes in the nodes of the magnetic circuit:

Py = D4 =D, + OP; 4)
PP = by + O (5)

P = b, + b (6)

PP = g, + DY (7

¥ =, +OF; )

D = by + ¥ ©)

¥ = b, + HP; (10)

D =y, + DY (11)

¥ =, + 0 =D, + Dy, . (12)

The principal idea of creating an expanded equiva-
lent electrical circuit (in the sense that, along with the
electrical values (U1 ,Uz,...,US , jl’j2 ,...,js ), it will
display all of the above-listed magnetic fluxes, i.c.,
they can be seen) will be implemented through di-
rectly using these relations.

The magnetic resistances of the annular channels
in the window:

where the lower index in the notation for the surface
area (s,) coincides with the notation for width of the
corresponding annular channel:

51 =TD5, 8y, 85, = D595,

(14)
Sp3 = WD5383, S54 = D548,

The magnetic resistances of the annular channels
occupied by the windings:

HoS, WoSp
b I (15)
HoS. LoSq
where
s, =nD,a, s, =nDyb, s, =nD,.c, (16)

sy =nD,d, s, =nD,e.

These values are used to determine the terms that
are part of the expression for the short-circuit (s/c)
inductance of the corresponding pair of windings.
For convenience of notation for the inductances, let
us introduce a coefficient

B — WIZ!'LO

To construct an equivalent circuit for a three-
winding transformer with a,b,c-windings, we should
consider the properties and characteristics of three
4T-shaped circuit models of double-winding trans-
formers (a/b, b/c and a/c) that can be separated from
it and essentially comprising it.

Negative inductances in a model of a double-wind-

RM _ h . RM _ h . ing transformer. In view of the notations introduced,
ol oS5 > T2 WoSso ’ 3 the equivalent circuit of an idealized double-winding
y h W h (13) a,b-transformer takes the form shown in fig. 2,a. Fig.

Ry; = —s; Ry = —s 2,b next to it shows the equivalent circuit for a, b,c-

HoS53 HoS34 transformer.
;%QG'C%_L_Q _ELE,})@& ,%Dci:a&(g_%a L&)@.:
3 _ _ _ g 3 _ T3
[ 1Pl P
e - o e TR o)
4 | %La | La \ %Lb b Y / %Ea i Liz \ %Lc ©
L ta kcifﬁ -,?E, ] L_3 b EIJ'M ,{’EIJEC
J%—UEI:E‘?’S'.,%U@{F T ’%—G?Ijjk_ Hihd i’%—“q:‘fjegl,h@f k—? i Dn' Jkocifaz,%uci: y
N ¥ 4y o MO TN e Y y Y Y : L

l

Fig. 2. 4T-shaped equivalent circuits of double-winding a,b- (a) and b,c- (b)
transformers
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In contrast with [13, 14], for the sake of conve-
nience the branches with negative inductances are
displayed vertically in both circuits. Both circuits are
of the reduced 4T- shaped, as they contain four trans-
verse arrows, each highlighting a magnetic flux in one
of the parts of the magnetic circuit. Using Kirchhoff’s
second law, we can verify that Egs. (4), (5), (6) hold
in the circuit in Fig. 2a, and Egs. (6), (7), (8) hold in
the circuit in Fig. 26. All inductances in the circuits
(Figs. 2a, 20) are series-connected. Their total value
in each circuit is the typical short-circuit inductance
(L*"). For the circuit in fig. 2,a

=1, + L + L, (18)
and for the circuit in fig. 2,6
Ll =1, + Ly, + L,. (19)

However, unlike conventional theory (described
in textbooks), the new theory [13, 14] regards each
component of the short-circuit inductance not as a
leakage inductance, but as a functional element of
the equivalent circuit, or as a means for displaying the
power flow (or the Poynting vector) through the cor-
responding segment of the transformer window. Be-
cause of this, the quantities

Lsy =Bossis Lso = Bossas
Lys; = BoSs3s Lsa =BoSsa
should be called the inductance of power transportation
(or the inductance of Poynting vector transportation)

in the corridors between the windings or just corridor
inductances, while each of the quantities:

(20)

N N S
La :BO?a; Lb :Bo?b§ Lc :BO?C;
21
sd. Se ( )
L, =Bo?a L, =Bo?

should be called the inductance of power flow increase
(or the inductance of Poynting vector increase), if it
belongs to the primary winding, or the inductance of
power flow decrease (or the inductance of Poynting vec-
tor decrease), if it belongs to the secondary winding.

The branches with negative inductances should
be allocated in the equivalent circuit of the double-
winding transformer for three reasons:

1) for localizing the fluxes passing through the
bulk of the windings (®,, ®, in fig. 2,aand ®,,®,
in fig. 2,b); these branches are then used to display
the contribution of the fluxes in the bulk of the wind-

ings to their flux linkage (see formulae (57) and (58)
in [14]);

2) to clearly demonstrate the super- and counter-
fluxes in the magnetic circuit in case of a short circuit
in one of the transformer’s windings;

3) to conveniently implement the key idea of the
paper, which is in constructing the equivalent circuits
for multi-winding transformers by stitching together
(combining) the circuit models of double-winding
transformers.

Short-circuit super- and counter-fluxes are deter-
mined by comparing the s/c fluxes with the no-load
flux ( d)o ) in the steel magnetic circuit which, in view
of the assumptions made earlier, takes the same val-
ue in all parts of the magnetic circuit regardless of
which of the windings (fig. 1) is powered by the pri-
mary voltage U -

_U

b, = o (22)
0

If only two windings are used in a 5-winding trans-
former, the other three can be regarded as measuring
coils, which allows to assess the magnitudes of the
super- and counter-fluxes in s/c modes of double-
winding transformers.

Note 1. We are going to use the geometric dimen-
sions of the windings for the 5-winding transformer
(fig. 1), presented in [11], for our calculations (in mil-
limeters):

a=41, b=43, ¢=10, d =10, e=10, D, = 438,
D, =578, D, =667, D, =723, D, =769,

The number of turns of the winding is w, = 100.

The cross-sectional areas of the windings are then
equal to (in m?):

s,=0,0564; 5, = 0,0781; s = 0,0210; 5, = 0,0227;
5,=0,0242.

The cross-sectional areas of the gaps between the
windings are then equal to (in m?):

85, = 0,0446; 5., = 0,0361; s, = 0,0393; 5, = 0,0305.
According to (20) and (21), we obtain that (in mH):
L, =0,5724; L,,—0,4638; L,, = 0,05044;
L,,=0,03910;
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L, =0,2413; L, =0,3340; L = 0,0896;
L,=0,0971; L,=0,1033.
Short-circuit resistances for the pairs of windings are
obtained by Egs. (18), (19) and similar ones (in mH):
Lab =1,1479; LSh = 2,696; Lsd = 3,1505;
L' =3,8393; L' =0,8876; L, =1,6685;
L =2,3573; Lcd =0,6913; L =1,3801;
L =0,5916.

Let us consider an a,b-transformer (fig. 2, @). The
other three windings (c,d and e) are open (fig. 1).
Regardless of whether the winding a or b is the pri-
mary one, the s/c current is equal to

U _ Uy
joLy,  jo(L, + Ly + L)

The a-winding is primary (U'1 = Ua ), therefore

the flux in the core

. . L .
{5
a sh _

Since @ leg > Do » then the flux d),eg is the super-

flux. Since & is directed towards the flux CD,eg ,

side

then &% is the counter-flux. In our case, we obtain

side

for the super-flux in the leg of the a,b-transformer:

L .
&M =Y = 1+—2 |, =
leg — "leg ( 2(La+L51+Lb)J 0

=1+ : D) =1,1059,.
2s, + 655, + 25,

Its counter-flux in the side yoke is equal to

o =~ Ly d, =
sude 2L, + Ly, + L)

- _ 5 B, =—0,146D, .
(2sa + 655, + 25,)

All windings have the same number of turns, so
the voltage readings in the ¢, d, e windings are iden-
tical and equal to:

q)leg - (DJ k 24 7sh 75h 7sh
. 0 ( ) UC =U; = Ue kOq)stde -
U L L . S . .
zk_l[]+ i_hJ:[]-i- ih] 0 - b U, =-0,146 U,.
and the flux in the side yoke The first row of table 1 lists the numerical values
. L , of currents and voltages in the s/c mode under con-
poh _ JO o)) Ly, sideration at U, = | = U =1000W . The frequency
¢ = =
side J ky (25) /= 50 Hz was used when calculating the currents.
U L I The frequency is not involved in the ratios for fluxes
=L = __ b D,. and voltages. Designation Tr. from the word Trans-
k 2LSh 2LSh
0 “Lyp ab former.
Table 1
Examples of calculating voltages and currents in the 5-winding transformer
Windings (fig. 1
Example Quantity gs (fig. 1)
a b c d e
1 U, (Volt) 1000 0 —146 —146 —146
(a,b—Tr.) ];h (Ampere) 2772,9 2772,9 0 0 0
2 U, (Volt) 0 1000 1146 1146 1146
(b,a-Tr.) I" (Ampere) 2772,9 2772,9 0 0 0
3 U, (Volt) 940,7 1000 1018 1018 1018
(b,a-Tr.) (945,3) (1000) (1015,3) (1015,3) (1015,3)
R=1Q | I(Ampere) 940,7 940,7 0 0 0
! (945,3) (945,3) (0) (0) (0)
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Ending table 1

Windings (fig. 1
Example Quantity gs (fig. 1)
a b c d e
4 U, (Volt) 1000 445 0 —18,9 —18,9
(a, c- Tr) I,ih (Ampere) 1343,3 0 1343,3 0 0

Short-circuit super- and counter-fluxes in the
same transformer change places if the b-winding is

primary and Ul =U , (i.e., in the b,a-transformer
(fig. 2,a)). The current ish for the short-circuited
a-winding coincides with its value (23), and the flux

in the leg becomes the counter-flux:

o L))

(b}vh =0, =
eg J kO
_ Ul La La
=————=——"-Q,
ko 2Ly 2Ly,

while the flux in the side yoke is transformed into the
super-flux

] L L ).
=ﬂ[1+—’;h]=[l+ ’;thJO.
ko 2Lab 2Lab

The voltage readings from the c, d, e windings will
exceed the applied voltage, as shown in the second
row of Table 1:

U = Ugh = Ugh = kOd)glde =

c

thus confirming the occurrence of the s/c super-flux
in the side yoke.

The third row of table 1 demonstrates that it is
possible for a super-flux to emerge ataloud R =1 Q.
The calculations are given in the Appendix.

Double-winding elements of the three-winding
transformer. With the d and e windings open, the
5-winding transformer becomes a three-winding
a,b,c-transformer. It contains three double-winding
transformers: a,b-, b,c- and a,c-transformers (see
figs. 2,a, 2,b, and 3,a).

In the schematic (fig. 3,a), L is the inductance of
power flow increase, and L _is the inductance of power
flow decrease. Since the width of the corridor between
the windings a and c is equal to

8,+b+3,,

then the inductance of power transportation in this
corridor

LESI +b+52=B0(S<31+S1;+ Sgg)- (26)

Taking into account (20) and (21), it can be rep-
resented as:

3 3
Ly p150 =L +5Lb +5Lb + Ly,

The magnetic flux in the corridor between the
windings

(27)

s : : :
=1+ : Uy =1146 U, : ~ L JOL1 50
( 2s, + b5 + 2S1,)J : : D514p452) = P + P+ Py = k—.(28)
0
a) a — —C b)a ¢
[ i:.; ‘i:acl‘f'% . ez jow, . _%—}Jg—ﬁ,’: i'n_‘i’.,‘(t‘}.;'% | _%a:i)&d,cﬂ
A Gbgun B 7] LT kb B 1, an B kb
Ua e L Aah S~ g Uz Lo s DR PN M g,
."_ EL" / as Ligiesssn s E’-r'c \ < .' g-ﬂa Ls i “‘"‘,Q—uq';.a"?é Ly, ‘?CLC 3
ey 5 A R VR
A R v ARy Ny v R

Fig. 3. 4T-shaped equivalent circuit of a double-winding a,c-transformer with the concentrated

inductance L81 P,

(@) and its partition into four components with the central node g (b)
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It follows from (27) and (28) that the flux in the
bulk of the open b-winding is equal to

. (3 3 ;
]w(sz +E b)l
kO

@, = : (29)

which is shown in fig. 3,b. It is also possible to iden-
tify the quantities k@5 and ky®” in the sche-
matic, marked by dashed lines. The result is a 6T-
shaped equivalent circuit of a double-winding trans-
former, which was a consequence of dividing the
corridor between its ¢ and ¢ windings into three an-
nular channels with the widths 81, b and 02.

Note 2. By partitioning the corridor into a larger
number of channels, it is possible to construct an
equivalent circuit with an arbitrary large number of
transverse arrows, thus obtaining a distributed structure
for the equivalent circuit of the double-winding
transformer.

The internal inductance of the a,c-transformer (or
the s/c inductance) from the side of the a-winding
with the c-winding short circuited is equal to:

Lh =1L, + Lsispesr + Lo = Ly + (Lsy + 3L, + Ls) +
+ L, =L + L, + I =0,00237H.
Note 3. This expression implies a useful relation

L, =Ly - (L) + LY (30)

which will be used below when studying a three-winding
transformer.
For the s/c current we obtain
: U
[Sh = . lsh
JoL,,
Similar to (24) and (25), we find the fluxes in the
s/c mode:

=1343,3A.

. - ash L ).
CHAEY =[1+ a ]@ =
h 0
2L,

=1+ %a B, = 1,051, ;
25, + 6(s5; + 55, + S5,) +25,

s _absh o Lo
cI)side =% - 2L§,/é (DO -
= % =—0,0189, .

25, +6(s5, + 5, + S55)+ 25,
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They are weakened due to the fairly wide gap
between the windings (see the last row of table 1).
The voltages in the open windings e, d are equal to:

U =US" = kyd*, =—0,0189 U,.

The voltage at the terminals of the open b-win-
ding can be found from its flux linkage

In the s/c mode we obtain (see Table 1)
. . . . o
U3 = k| (3 = @3 - by - =2 |-

L %+L§l+

a
sh sh
2 Lac Lac

3L,
2 \U, =0,445U,.

Note. The s/c voltages listed in table | are pre-
sented as the consequences of the emergence of su-
per- and counter-fluxes. This indicates that under
real conditions the magnetic circuit is, firstly, un-
evenly magnetized in an s/c, and, secondly, its part
containing the super-flux can turn out to be (depend-
ing on the cross-section of the magnetic circuit in
this part) an order of magnitude more saturated than
under the no-load conditions. With sudden short
circuits this may lead to an increase in the initial s/c
by 20-30% from its calculated value determined by
the formulae of the conventional theory (known to
have been derived in disregard of the magnetizing
currents, i.e., assuming that the magnetic circuit is
demagnetized in the event of an s/c (see [4, p. 307],
[8, p.81 and p. 131], etc.)). The error up to 50% occurs
in the calculations of electrodynamic forces under a
short circuit.

A 6T-shaped equivalent circuit of an idealized
three-winding transformer. Comparing the model of
the double-winding a,c-transformer (fig. 3,b) with
the two circuits in fig. 2, we can conclude that it can
be regarded as the result of stitching the equivalent
circuits of the a,b- and the b,c-transformers in node
q. If we preserve the vertical branch with the negative
inductance (-L, /2), we obtain a three-pole circuit,
which is the equivalent circuit of a three-winding
(a,b,c)-transformer (fig. 4). The proofis in checking
whether the boundary conditions that the three-
winding transformer must satisfy are fulfilled in this
scheme, that is to say, that the transformer must be
simultaneously:
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Fig. 4. 6T-shaped equivalent circuit of an idealized three-winding transformer

an a,b-transformer from the side of poles 1 and 2
(with pole 3 idle);

a b,c-transformer from the side of poles 2 and 3
(with pole 1 idle);

an a,c-transformer from the side of poles 1 and 3
(with pole 2 idle), which, obviously, follows from the
above-described procedure of stitching the subcir-
cuits along the negative inductance (-L, /2). A fourth
boundary condition is also satisfied, i.e., that the
inductance (-L, /2) is simultaneously included in the
a,b- and the b,c-transformers. The circuit obtained
also complies with the internal properties of the trans-
former both in the relationships between the fluxes
and in the winding currents:

I,=1,+1.. (32)

The accuracy of the circuit (fig. 4) is confirmed
by the fact that the inductances of the circuit branch-
es emerging from node ¢ coincide with the known

expressions for L ,,,, L, ;and L, , that have been first

obtained in [1] as combinations of s/c resistances of
separate double-winding transformers. In particular,
we can write for the inductance of the branch between
nodes 1 and ¢ directly by the schematic (fig. 4), tak-
ing into account relation (30),

L

L, =(L, + Ly + Lb)+7b:

Loe = (Liy + L) _ Lo + Ly — Lo

where the penultimate fraction coincides with the
expression for L, from [4] after its indices a,b,c are
substituted for 1,2,3, respectively. The inductance
of the branch emerging from node ¢ to node 2 of the
central b-winding is negative and can be represen-
ted as

_ rsh
=L+

L -

ha=775 7 2 B
h h h
_ Lfaa + LZC B wa _ L213 <0.
2

For the inductance of the branch emerging from
node ¢ to node 3 of the external c-winding, we have

1
L, =5Lb +(L+ Ly + L) =

L -+ L) e L+ Ly = L
= ) t Lpe = 5 =Ly

When comparing these expressions with the
known formulae, it should be borne in mind that in

sh _ gysh
context, of course qu = Lqp.

Flux linkage in the central winding of the three-
winding transformer. In an idealized three-winding
transformer,

U, = jo¥, = k¥, /w; (33)
U, = jo¥,= k¥, /w; (34)
Uy = jo¥, = kY, /w;; (35)

It follows from these expressions and the circuit
schematic (fig. 4) that the flux linkage in the windings
can be written as:

. . w, O
¥, =wd,, - —13 a. (36)
.U
W, = =2 (37)
JO
. . ) . i)
W, = d? + D2 Ly WlT (38)

The arrow in the last expression indicates the
equality of the fluxes d')j.S =0
ding transformer. Expressions (36) and (38) coincide
with formulae (57) and (58) in [14].

To expand (to open) expression (37), it is neces-
sary to determine the voltages shown by the dashed
arrows in fig. 4 and denoted as the product of & by

b4, ¢ and ). It follows from the circuit that

are related through a system of equations

ide 1N the three-win-
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Df + & =D, ; (39)
. .3
. 3.

whence it follows that

. Vi .
d=—"2 _@,; 42
R (42)

. I .

CI)Z =——@,. (43)

1,+1,

Then it follows from the expression for the voltage

ky®, = jm%Lbia + jm%Lbic (44)
that
L k@
jo2t=—0"b (45)
2 3(,+1,)

and we obtain for the voltage in the vertical branch

L I, ko
ky®? = jo—b i, =Lt 0% (46)
2 1,+1, 3
or
L, A =, k,®
ko®j = —4—< =00 (47)
I,+1, 3

As a result, the voltage in the terminals of the
central winding can be represented as

Taking into account (3), (32) and (37), we obtain
the formula for the desired flux linkage:

I
s 4 3
‘I‘=W<I) ——wd, . 48
b 1 a+Ic 1%b ( )

A 6T-shaped equivalent circuit of a real three-win-
ding transformer. Ref. [14] examined in great detail
the technique of enhancing the circuit model of the
idealized transformer by the winding resistances and
the transverse branches to take into account the active
and reactance losses in the steel, including the sections
between the tank and the magnetic circuit parts, in
order to obtain the equivalent circuit of a real double-
winding transformer. Similarly, the idealized model
(fig. 4) can be substituted by the equivalent circuit of
a real three-winding transformer, as shown by the
dashed lines in fig. 5. The notations for the added
inductances and fluxes correspond to the ones ad-
opted in [14]. Nonlinear inductances and the con-
ductivities parallel-connected to them correspond to:

L, &, to the leg in which the flux @, flows

(fig. 1);
L‘J’.8 , g75 to the part of the joint yoke in which

the flux d)js flows;
L?b , g?b , to the part of the joint yoke in which

the flux Ci)i’.b flows, etc.

The linear inductances series-connected to them
are introduced to take into account the magnetic
fluxes occurring due to the finite permeability of steel
or its saturation. They correspond to:

_ = 0b a
= ko®j ~ ko®f + ky®f = Ly = oSsowi / h to the segment with the width
— kPO 1 ko 1 ]c koq)b d, between the leg and the internal a-winding, in
=Ko 0Py ; . .
/ .+ 1. I,+1, 3 which the flux @, flows (fig. 1);
; R
1 L5 : 5 q
et I ko:.] fakie! Le;,l Y ey =3 2
iy R £ R3 \
12 . kcb" ’kci:" . . zy |
[N N N e N S e
) o, d;“& b/Z gl a2 - S H\lﬁ
U Co3n, k. P L N ! 3Y]
Dbyt sy a0 ’?‘@g{aﬁ fody 33k o R R
50\'1.1\550 aé}\ 'r'f{’@aa aai-l;‘, WDz L o1 If{—’@a} 500:.", 0500 jc
Iy P ." -, . e v
k& {i‘gﬁ g AL"a ,Q—cI: i iegql 8;':.11 i -'{rucI:';c J ‘fl'de.l
! feg i 53\_}n 53: FEIL I‘“ jj’(nl firtan \‘ I
W } Sleg IL )r ' o " \'I“F /Jgj ! )r s Sl\fek J‘gﬂd@

Fig. 5. 6T-shaped equivalent circuit of a real three-winding transformer
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(y _ 0,2
L, “osaa“ﬁ

/1%
and the length lof between the joint

to the segment with the sur-

face area s

yoke and the tank, in which the flux <I>Z’8 flows paral-
lel to the flux &% in the joint yoke;

L% = woswi /1% to the segment with the sur-

face area s"/ and the length lg{J between the joint
yoke and the tank, in which the flux d)gfb flows pa-

rallel to the flux d)ib in the yoke, etc.

Note 4. The circuit (fig. 5) should also be comple-

mented with the resistances Rjddy , RbEddy , Rfddy by

dividing each of them into a positive and a negative part,
for example,

Reddy
R = %R,fddy + [——bz ] (49)

The resistance 3Rbeddy /2 should be series-con-

nected with the inductances 3L, / 3, and the negative

resistance (—R,fddy / 2) should be series-connected

with the inductance (-L, / 2). This technique is sub-
stantiated in [6, p.87]. As a result, the circuit will obtain
seven additional resistances for taking into account the
eddy currents in the windings. The winding resistances
R, R,, R should be divided similarly. They are not

shown in the schematic, so as not to overload fig. 5.

Note 5. The negative inductances in the equivalent
circuits are typically regarded as a ‘minor’ hindrance (a
thorn in the side). Monograph [6], specifically dedi-
cated to multi-winding transformers, mentioned the
negative inductance briefly in seven lines. Ref. [5, p.
125] goes as far as to suggest ‘to disregard the negative

inductances for the modes with high saturation of steel’.
However, it follows from the equivalent circuit (fig. 5)
that this can lead to an increased error in calculating the
super-fluxes in a short-circuited transformer. Indeed,
assuming for the sake of simplicity that in this case only
the leg is saturated in the event of an s/c, we obtain a
circuit (fig. 5) with a left transverse branch whose volt-
age can be represented as:

L.
ko®jn, + ky®3) = U, - (— j(l)?ajlgh. (50)

The s/c current [ ;h is high. The second term in the

right-hand side of this expression is also fairly substan-
tial. This is why neglecting it will lead to a substantial

error in determining the super-flux @fe}'g in the core. It
follows from (50) that the value of the super-flux in a
saturated short-circuited transformer exceeds that in an
unsaturated transformer.

A 2nT-shaped equivalent circuit of an n-winding
idealized transformer. The above-described method
of stitching 4T-shaped models of double-winding
transformers is fully applicable to designing an equiv-
alent circuit for any n-winding transformer. As an
example, fig. 6 shows an equivalent circuit of an ide-
alized 5-winding transformer. The number of trans-
versal voltage arrows (with the fluxes) in the circuit
is equal to 2n, which gave reason to call it the 2nT-
shaped model. The total number of negative induc-
tances in the circuit is equal to the number of wind-
ings, in this case, five. Any winding or group of
windings can be regarded as primary, the rest of the
windings as secondary ones. The a-winding acts as
primary in the schematic in fig. 6. To obtain the
model of the real transformer, the circuit in fig. 6
should be complemented by transverse branches tak-
ing into account the losses in the steel, as well as the
resistances, as described in Note 4.

. Z,

1 e x —
esda Ly iy I i R ’
?7@ 2y = At i Ls o
75173 o | P R ‘. 300

J?C'o'::b kn ku . Eﬂtc - wd j"?fbd . v
kCD k@'ﬁl Az NAE N koq)az 33,5 N n BDs Gr Algr N RTsa D, z .U
v, Lo on Tl Zox el ooy 7K el 3l 1 A
1 : L | Laﬁl | 5:—%;53 | afw l sc hde | e | ad‘q’{b“ | d&LM | gLe \ D'S A
a > - - ; . .
kﬂﬁeg '%- EIJ '%— EIJ ’%-Uq?} k’ (Il ‘El—]q)j ‘kiltbj kﬂ@f ;{:J':I:'_? ’%CD.SJde/ /
Yoy {4 d{ } \!’ R } vy vy v

Fig. 6. Equivalent circuit of a 5-winding transformer
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Transformation of negative inductances of the in-
ternal windings into mutual inductances. Negative
inductances can be eliminated by transferring them
across the nodes. According to the rules of these
transformations [ 18], when transferring, for example,

the inductance (—L, / 2) across node ¢ (fig. 6), its
value should be added to both inductances 3L, / 2
(after which they will be equal to L,) and the mu-

tual inductance, equal to M, = L, / 2, should be

introduced between them, as shown in fig. 7. The
negative inductances of two other internal windings
(=L, / 2) and (=L, / 2) have been transferred in
a similar manner, and two new mutually inductive
couplingg M, = L,/ 2 and M, = L, / 2 have
appeared in the circuit. With the labeling adop-ted
for the schematic in fig. 7, all mutual inductances are
positive.

Negative inductances of the external windings
(=L, /2) and (-L, / 2) have been preserved, thus

ensuring that all transverse voltages remain the same
asin the circuit (fig. 6). Therefore, the circuit in Fig.
7 can also be converted into a circuit of a real trans-
former by adding transverse and longitudinal branch-
es which take into account the additional resistance
and reactance losses, as described above for the cir-
cuit in fig. 6.

A compact ladder equivalent circuit for an idealized
transformer without negative inductances. Combining
the series-connected inductances between the nodes
of the circuit in fig. 7, we obtain the circuit in fig. 8
with positive inductances equal to the s/c induc-
tances of the corresponding double-winding trans-
formers. In particular, by summing up the induc-
tances between node 1 and node ¢, in view of (18),
we have

L, 3
—7”+5La+l/51 + L, =

h
L,.
Similarly, for the group of series-connected induc-
tances to the right of node ¢, based on (19), we find

Lb+L62+Lc:LZﬁ9

and so on. As a result, we obtain a compact ladder
equivalent circuit of an idealized equivalent n-winding
transformer, described by a symmetric tridiagonal in-
ductance matrix L shown in fig. 8. However, the op-
portunities for monitoring the fluxes, including the
super- and counter-fluxes in case of an s/c, are lost for
this circuit. The accuracy of the circuit model (fig. 8)
is partially confirmed by the fact that the solutions to
the examples in table 1 found using this model coincide
with the numerical data for the voltage currents in
table 1, previously obtained from the analysis of super-
and counter fluxes.

Fig. 7. Equivalent circuit of a 5-winding transformer without negative inductances of the

internal windings

4 R
1 £ . 2 L M, 0 0
a c 7; <3 L: Ay, If;,hc M, 0 _
R 0 | e | IE |
o skt s [ \ I I R =
2 .
. [ [ [ \ . [
Ul RN g*/_ R A,*/ P é(*/ o E i . U3 ) 1’ 1479 0, 1671 0 il
sh sh sh Lsh o Uy
ab L, L, de 3 | 01671 | 0,8876 | 0,04428 0 lio%m
/ / 0 0,04428| 0,6913 | 0,04859%
v V¥ 'r'- 'P;' 0 0 0,04859 | 0,5916

Fig. 8. Compact ladder equivalent circuit of the idealized 5-winding transformer with s/c

resistances and its tridiagonal inductance matrix
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The structure of the compact circuit (fig. 8) co-
incides with the topology of the model in [11], but
differs from it by the elements of the matrix L which
is completely filled in Ref. [11], as, according to the
hypothesis of the authors, mutual inductances M,.J.

should supposedly hold between all inductances of
the circuit’s branches. The physical interpretation of
these mutual inductances seems rather artificial, as
hey exhibit alternating signs. In contrast to [11, 12],
this paper presented a compact model (fig. 8) based
on the rigorous methods of circuit theory instead of
conjecture and hypotheses. All off-diagonal elements
of the matrix L are positive, which follows from the
very method used for obtaining them.

Conclusion. We have obtained a new ladder equiv-
alent circuit of an n-winding transformer, allowing
to fully represent the physical picture of the pro-
cesses occurring in it by displaying the paths of the
magnetic fluxes and their values in the circuit. A key
feature of the designed circuit is its modular structure
resulting from stitching simpler circuit models of con-
ventional double-winding transformers. Unlike pre-
vious meaningless assessments of the negative induc-
tances as “referencing the equivalent circuit of the
n-winding transformer with the real relations”, this
paper regards them as elements of the circuit playing
a key role in displaying the magnetic fluxes, which is
important for the developers of standard software
packages for correctly simulating and refining the
processes occurring in a multi-winding transformer
in abnormal operation modes. It was rigorously
proved that the equivalent circuit of an n-winding
transformer with mutual inductances introduced in-
stead of the negative ones is characterized by a three-
diagonal matrix of positive inductances. The circuits
described can be used for the analyzing both steady-
state and dynamic processes.

Appendix

It seems interesting to evaluate the fluxes and volt-
ages in the presence of a small resistive load R=1 Q
in a b,a-transformer (fig. 2,a) at U'1 = Ub =1000V
and compare the results with the data obtained in [ 11,
p. 360] for this case. It follows directly from the circuit
in fig. 2,a that the current

U U, _
R+ ijZ’Z R+ jo(L, + Ly, + L)
=(884,9 — j319,1),A,

I

the absolute value of the current / = 940,7 A. The
voltage for the load R =1 Q is equal to

U, = RI =(884,9 - j319,1),V

and, consequently, U = 940,7 V. We can write for
the flux in the core

L) . L
R-joa|. i, . |R-jo=
e A1}

ko ky (R+ joLhy

(i)leg = q);l =

(x-io%)
:mcbo = (0,873 — ji0,353)d,,,
‘ab

and, consequently, ®,, = ®} =0,941®, . It also

follows directly from the circuit in Fig. 2a that the
flux in the side yoke is equal to

. L .
Uy — jo| -2 1
- o(-3)

. o
(I)side = (Dj = k() =
Ul JoL, JoL,
=\ s 1 e [P
k| 2R+ joL) 2R+ jol)

=(1,0167+ j0,0464)d,

andsince @, = d)lj’- =1,018®,, it can be regarded

side
as a super-flux. The voltages in the windings c,

d, e are equal to
. . : . JoL,
Uc :Ud :Ue szq)sz‘de :(1+—h] 1=
2(R + joL;)

=1,018 U,

and exceed by modulus the applied voltage (see row
3intable 1). The values obtained in [11] are listed in
brackets. The reason for the discrepancy between the
calculated results and the data of [ 11] is that the con-
ditions for calculating the s/c voltages are formulated
imprecisely in [11, p. 354].
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DEVELOPMENT OF THE METHOD FOR ASSESSING
THE COVERED CONDUCTORS STATE DUE TO ELECTRICAL AGEING
IN MOIST AND HIGHLY POLLUTED ENVIRONMENTS

10.B. ConoBvelB, A.H. Hazapuviued, A.N. TadxubaelB

METO/ OLLEHKM COCTOAHUA SALLMLLLEHHDBIX MPOBOA OB
NMPU SNEKTPUYECKOM CTAPEHUU
B YC/TIOBUAX MOBbILWEHHbIX 3ATPASHEHUA U YBJIAXXHEHUHA

Based on field experience, the paper has proved the practical importance of finding a solution for condition
assessment of covered conductors due to electrical ageing under moisture and pollution. The analysis of
combined impacts with respect to construction and material properties on tracking erosion of covered
conductor and plastic components of OHL accessories was performed for the first time ever. A high-
voltage laboratory setup for accelerated ageing tests was designed. A detailed description of the test method
is given. We have developed a method for assessing the technical conditions, based on measuring the
leakage current. The given diagnostic parameter provides the opportunity to its wide application within
diagnostic procedures for condition assessment during electrical ageing in moist and polluted environments.

COVERED CONDUCTOR; CONDITION ASSESSMENT, POLLUTION; MOISTURE;
ELECTRICAL AGEING; LEAKAGE CURRENT.

O0ocHOBaHa MpakTUYecKast BAKHOCTb PEIlIeHUsT 3a1a41 OLIEHKHU TeXHUYECKOTO COCTOSTHUSI 3alIUIIICH -
HbIX MPOBOJOB B YCJIOBUSIX JIEKTPUUYECKOTO CTAPEHUS MPU MOBBIILLIEHHbBIX 3arPS3HEHUSIX U YBIIaXHe-
HUsIX. BriepBbie mpoBeneH aHaIn3 KOMOMHUPOBAHHOTO BO3/IEMCTBUS pa3IMYHbIX (DAKTOPOB HA UHTECH-
CHUBHOCTb Pa3BUTHUS TPEKMHTOBOM 3pO3MHU 3a1LUIIIEHHbBIX IPOBOIOB, a TAKXKE MJIACTUKOBBIX 2JIEMEHTOB
JINHEWHOI apMaTyphl C YYETOM OCOOEHHOCTEl KOHCTPYKIIMI U CBOMCTB IMPUMEHSIEMbIX MaTepUaJIOB.
PazpaboTaHa n1abopatopHasi BHICOKOBOJIBTHASl yCTAHOBKA U METOJMKA MPOBEIEHUST YCKOPEHHbBIX UC-
MBITAHUI HA DJIEKTPUUECKOE CTApEHUE 3AIUIIEHHBIX TPOBOAOB MTPU BO3AEHCTBMUU COJIEBOTO TyMaHa,
MOJIENIMPYIOLLEro 3arpsisHeHus. [IpenoxeH MeToJ OLIEHKM COCTOSIHUS 3allIMIIEHHBIX MPOBOAOB Ha
OCHOBE M3MEpEeHUsl TTOBEPXHOCTHBIX TOKOB yTeuku. OmnpeneneH 6e3pa3MepHbIil TMarHOCTUYECKU
MPU3HAK, a Takxke 000CHOBaHA BO3MOXHOCTb YHUBEPCAJIIBHOTO €r0 MPUMEHEHUS B 3aa4aX OLUEHKU
COCTOSTHUSI 3aIIUIIEHHBIX MIPOBOIOB MPU UX JIEKTPUIECKOM CTAPEHUU.

SAIMUIIEHHBIM TPOBOJA; TEXHWYECKOE COCTOSHWE;
YBIAXKHEHUE; DJIEKTPUYECKOE CTAPEHUE; TOK YTEYKMH.

SATPA3SHEHUE;

Studied experience of operation and mainte-
nance of 10-35 kV overhead lines (OHL) in different
countries has shown the significant influence of
moisture intensity and environment pollution level
on the rate of electrical degradation and erosion of
covered conductors (CC) [1-5]. Due to high electric
field strength accelerated ageing of polymeric cover-
ing material takes place. It leads to high fault in-
dexes on OHL and limits CC lifetime. The inten-
sity of moisture penetration and environment
pollution level significantly influence on rates of
defects concentration and its growth inside CC un-
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der combined electric and mechanical loads on
OHL. In this case servicemen from power network
utilities are faced to the actual needs for diagnostic
of CC for earlier detection of defects with aspects
to operating conditions on OHL.

Intensive processes of tracking erosion of CC under
moisture and heavy pollution conditions are locally
observed nearby of accessories fixing CC to pole insu-
lators. The fact is that there is a high concentration of
non-uniform electric field with high strength. Besides
there are a number of design factors forming suitable
conditions for high local distribution of electrical
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charges under combined high electric field stresses,
humidity and pollution levels:

1) floating electrical potentials along CC surface
leading to surface discharges and forming conductive
carbon paths within XLPE (cross-linked polyethylene)
covering;

2) electrical charges between insulation materials
with different dielectric permittivity. As example, it
can be due to the installation of ceramic post insula-
tors on OHL in environment with high humidity and
pollution levels. Particularly, dielectric permittivity
of XLPE covering and traditional ceramic post insu-
lators differs in three times;

3) metal parts of insulators and fitting accessories
for CC. The use of floating helical fittings can cause
surface tracking of XLPE sheathed conductor in
coastal environments [4, 10]. The combined use of
piercing clamps and floating helical fittings leads to
forming of non-uniform electrical potentials distribu-
tion along CC. These accessories from electrical point
of view can be considered as secondary electrodes
charging with electrostatic voltage. It provides the
forming of leakage currents along CC surface. As
result, tracking erosion of XLPE sheathed conductors
takes place (fig.1, a).

a)

b)

Fig. 1. Tracking erosion of CC close to:

a) fitting accessories; b) post ceramic insulator
Electrical and thermal effects can lead to damage
not only CC but plastic accessories. In this case a low
electrical tracking stability of CC can be the reason
of decreasing 10-35 kV OHL reliability. For high
reliability it is important on design stage to turn at-
tention to environment conditions along 10-35 kV

OHL including the existing levels of humidity and
pollution. It helps to provide compatible designs of
CC and fitting accessories (incl. materials) with aim
to decrease the effect of tracking erosion in heavy
environment. Unfortunately, up to now these aspects
are not fully considered while OHL design. Moreover,
there are no any requirements regarding tracking
stability of accessories for CC in European standard
EN 50397-2. As to Russia, there is no any standard
regarding accessories for OHL with CC. For this
reason there are a lot of cases when unsuitable designs
of CC and accessories use. It leads to forming of suit-
able conditions for tracking erosion of CC in heavy
environments.

4) volume content of carbon (%) in covering ma-
terial of CC. Carbon is added to polyethylene for
increasing of CC ultraviolet resistance. But it should
be noted that carbon as a semiconductor increases
the conductivity of covering insulation. It forms the
conditions for tracking discharges on the wetted and
polluted surface of CC. Therefore, a designer during
selection of CC should pay attention to component
content of CC covering in terms of carbon quantity.
The maximum or minimum volume content of car-
bon should be defined related to existing environ-
mental conditions along designed OHL route. Un-
fortunately, the last standard GOST R 31946-2012
[6] regarding the general requirements for CC doesn’t
consider this aspect. Moreover, this standard (clause
5.2.5) only sets the minimum volume content of
carbon inside covering material which equals to
2,5%. It is necessary to note that in mountain areas
with clean environment the use of CC with highest
value of volume carbon content inside covering ma-
terial is suitable. Oppositely, while there is an envi-
ronment with high levels of humidity and pollution
volume carbon content should have minimum value.
The existing experience [7, 8] abroad has shown that
2,5 % of carbon content is enough for initiation of
tracking erosion of CC operated in moisture and
pollution environment (fig. 1, b). The last investiga-
tions have shown that volume carbon content sig-
nificantly influences on specific properties of CC
surface [9]. It includes water adsorption and surface
wetting ability which are important when CC use on
OHL’s in areas with high wind and snow loads, tem-
peratures. Increasing wetting ability of CC surface
leads to forming of solid conductive water films and
leakage currents;

5) cracks and another defects inside CC covering.
Any outside or inside mechanical damages of CC
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covering can exist during CC operation on OHL un-
der service loads. Also mechanical defects can occur
during production, storage, transportation, assembly
of CC. Cracks grow due to simultaneous existence of
internal defects inside covering material structure and
high operating loads on OHL. Under combined im-
pacts of non-uniform electric field, mechanical loads,
humidity and pollution the discharges and electrical
ageing occur along CC surface with cracks. High in-
tensity of discharge activity leads to tracking erosion
of CC with its failure. Also cracks can occur due to
missing of adhesion between aluminum core and
XLPE covering. It concerns with existing of non-
uniform molecular structure in local volumes of poly-
ethylene which are closed to CC core. It is due to
production specifics: a size of XLPE volume with
possible structure heterogeneities and cracks can be
up to 40%. Local missing of adhesion leads to forming
of air inclusions and partial discharges under applied
operating high voltage. It results in tracking erosion
and decreasing of CC remaining lifetime.

Research problem statement

Provided analysis has found that considered chal-
lenge of CC tracking erosion is not studied enough.
It lets us formulate the tasks of performed research
with aim to find a diagnostic parameter and use it
with developed method for condition assessment of
CC while tracking erosion takes place.
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Description of developed experimental installation
for laboratory tests

For laboratory accelerated ageing tests of CC un-
der combined impacts of moisture and pollution
environment an experimental high voltage installation
has been developed (fig. 2).

One of features of the test installation is a pos-
sibi-lity to provide the aging tests of CC with mod-
eling different environment conditions. It would
define the weight ratio of each factor in electrical
ageing: intensity of electric field, humidity and pol-
lution levels, different accessories design. Operating
voltage is applied to CC under test (CCUT) pow-
ered with SF, transformer type I0G-50. It is pos-
sible to provide a control of test voltage and current
load. Nominal voltage of transformer primary
winding is 220 V. Test voltage is measured with
voltage transformer type JDQXF-66. Measure-
ments methods are set in [10].Positions of CCUT
are corresponding to operating conditions on OHL.
CCUT are installed in a testing room with equip-
ment for modeling salt fog environment and differ-
ent operating conditions on OHL closed to seaside,
zones with high pollution levels, etc. Salt fog envi-
ronment is formed with spray in the air of aqueous
solution of NaCl. It is technically provided with
using of special sprayers installed on two opposite
walls of test room.
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Fig. 2. Schematic drawing of installation for accelerated ageing tests of 10-35 kV
covered conductors within wetting and pollution conditions: TU — SF, power supply
source type IOG-50; B1, B2 — high voltage bushings; P1, P2 — salt fog spray disperser;
K1, K2 — crossarms of end supports; M11-16 — tension insulators; IT1-T13 — crossarms
of intermediate supports; C1-C3 — covered conductors under test; A1A2, A3A4 — cross
connections for providing closed loop of circuit; TH — SF voltage transformer type
JDQXF-66; TT — SF, current transformer type TBMO
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Before testing CCUT’s surfaces should be care-
fully cleaned from any pollution, fats, oils, etc. While
cleaning no any damages of CCUT s surfaces should
be occurred. To characterize pollution level a salt fog
density as a main parameter is considered. The pa-
rameter is controlled according to the ratio of spe-
cific conductivity of salt solution at current tempera-
ture and room temperature. As additional parameter
describing the intensity of moisture and pollution
impacts on CCUT the consumption of aqueous solu-
tion needed for every salt fog sprayer could be con-
sidered. During tests the intensity of moisture impact
on CCUT in vertical and horizontal planes equals to
I mm/min. For every pollution level CCUT of all
phases are tested because using of wire links forming
the looped circuit for current. Average surface pollu-
tion density for CCUTs is 3 mg/cm?. During tests salt
fog conductivity at room temperature equals to 202,6
mSm/cm. It corresponds to solution density equals
to 224 g/1. Overall test duration is 1000 hours. Date
of test beginning is on February 18, 2014. Measured
leakage current is taken as the main diagnostic indica-
tor for assessment of CC electrical ageing degree. The
analysis of latest investigations of tracking stability of
polymeric insulation materials for high voltage OHL
applications let to choose a first-to-third harmonics
ratio of measured leakage current. Harmonics content
is analyzed with using Fourier transform. Leakage
current is measured with FLUKE i2000flex (fig. 3).

———» Terminals to
analyzator

Fig. 3. Instrument for leakage current measurements
FLUKE i2000flex
The measuring instrument has a design providing
its safe using without throughout electrical connec-
tion to CCUT. It consists of a transducer, a toroidal

coil and connecting coaxial cable. Toroidal coil has
a winding which is fixed on thin plastic tube and
coated with insulation material. One output of the
winding is constantly connected to integrator. An-
other one winding output has a temporary connection
for measurement of leakage currents without electri-
cal connection. Toroidal coil has a flexible design.
Measurement interval is 1 min with saving results in
database consisting of measurement data during 250
cycles of operating current frequency equals to 50 Hz.
Fourier analysis of measurement data provided har-
monic contents of leakage currents. The first, third
and fifth harmonics of leakage currents have been
studied for detailed analysis.

Analysis of results

On the basis of measurement data the comparison
of leakage currents through CCUT with its acceptable
values when pollution and moisture impacts are low-
est is provided. While pollution and moisture impacts
are absent the maximum leakage current equals to
0,3 mA [11]. During tests the visual decoloring of CC
surface is observed at leakage currents up to 2—5 mA
(fig. 4). These measured values of leakage currents
are the lowest. Graphs of time-dependent fundamen-
tal harmonic of measured leakage current during the
period from 18 to 21 day after test beginning are
shown in fig. 5—7. According to the data fundamen-
tal harmonic is being increased from 6-8 mA up to
10—12 mA during 10 hours on 18" day of testing. As
result, water evaporation and drying of CCUT surface
are observed.

Fig. 4. Visual decoloring of CCUT surface as an initial sign
of tracking erosion

Water evaporation from CC surface leads to de-
creasing leakage current during short time. But then
the current increases after increasing of conductivity
of pollution layers due to high concentration of salt
pollution on CCUT surface. The visible signs of CC
tracking erosion are observed after 543 hours of test-
ing (fig. 8). On 21" day of testing fundamental har-
monic of leakage current decreases in 3 times and
equals to 4—5 mA (fig. 7).
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Fig. 8. Visual decoloring of CC surface at maximum leakage
current

After Fourier transform the 3" and the 5" leakage
current harmonics are found. Its time dependent
functions corresponding to the time interval from 18"
to 21" of testing are defined. Analysis of these func-
tions found small changes of the 5" leakage current
harmonic in comparison with the 3 harmonic.
Therefore, the 5™ harmonic of leakage current is not
considered. As a result, a diagnostic parameter equals
to the ratio of the 3™ leakage current harmonic to its

fundamental harmonic is offered. This diagnostic
parameter 13/11 would be used as an indicator de-
scribing technical condition of CC while tracking
erosion under combined impacts of high moisture
and pollution is observed.

For universal application of diagnostic parameter
it is necessary to exclude from consideration its pos-
sible deviation depending on the characteristics of
measuring equipment. As result, the bands of diag-
nostic parameter changes are defined. It should be
noted that this approach doesn’t restrict the use of the
parameter. Moreover, the bands let to filter required
data from a whole spectrum to assess a technical con-
dition of CC. The marker for restricting the bands of
diagnostic parameter changes is based on the fre-
quency of occurring of different values of diagnostic
parameter from the bands during tests (fig. 9, 10).
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Fig. 9. Frequency of occurring of diagnostic parameter 13/I1 within
the band [0,15+0,20] during accelerated ageing tests
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On the basis of known relations the offered mar-
ker helps to define the probability of occurring of
diagnostic parameter belonging to different bands. It
characterizes the dynamic properties of electrical
ageing of CC. The analysis of given graphs let to find
the similar character in marker changes in two con-
sidered bands.

It opens the possibilities for use of diagnostic pa-
rameter with the aim to assess a technical state of CC

from operation in heavy environment. Fixed time of
detection of visual tracking erosion signs of CC dur-
ing tests correlates with dynamic properties of offered
marker. The ageing degree of CC increases with in-
creasing of frequency of diagnostic parameter occur-
ring in two bands.

Given results of the research proves the possibi-
lity to use the correlations for assessment of technical
condition of CC operating in heavy environment with
high moisture and pollution levels.
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MICROSTRUCTURAL EVOLUTION OF HEAT- RESISTANT HP ALLOYS
UNDER LONG-TIME OPERATION AT HIGH TEMPERATURES

C.10. KoHdpamuved, I'.l1. AHacmacuadu, A.B. lTmauiHukK

SBOTIOUMNA MUKPOCTPYKTYPbI XXAPOINPO4YHbLIX HP CIJIABOB
NPU AJIUTEJIbHOU BbICOKOTEMMEPATYPHOM 3KCMJTYATALLUMU

The structural instability of Fe-Cr-Ni-based superalloys and the mechanism of softening at operating
temperatures were studied. We investigated the continuous changes in the structure and kinetics of
dissolution of initial phases with formation and dissolution of intermediate phases of the cast superalloy
0,45C-26Cr-33Ni-2Si-2Nb under long-time operation at high temperature. The character and the
sequence of phase transformations in Fe-Cr-Ni-based alloys at a temperature of 0,85-0,90 of their solidus,
also under external loading, were found out. The structural instability of Fe-Cr-Ni-based superalloys
and the mechanism of softening at operating temperatures were studied.

MICROSTRUCTURE; PHASE COMPOSITION; CAST MODIFIED 25CR—-35NI HEAT-RESIS-
TANT ALLOYS; DIFFUSION IN ALLOYS; STRUCTURAL STABILITY; KINETICS OF PHASE
TRANSFORMATIONS.

M 3ydueHbl CTPYKTYpHAsT HECTAOMIBHOCTh M MEXaHM3M Pa3ylpOYHEHMs IIPU TeMIIepaTypax dKCIUTyara-
LIMM KapOTPOYHBIX CIIJIaBOB Ha ocHOBe cucTeMbl Fe-Cr-Ni. MccrnenoBaHbl HeMpephIBHbIE U3MEHEHUS
CTPYKTYPHI M KHHETHKA PACTBOPEHMST MEPBUUYHBIX (Da3 ¢ 00pa3oBaHMEM U IMOCIIELYIOLIMM PacTBOpe-
HHEM MIPOMEXKYTOUHBIX (a3 B TUTOM KapornpodHoMm crutaBe 0,45C-26Cr-33Ni-2Si-2Nb rpu aauTesb-
HOI BBICOKOTEMIIEpATYPHOI 9KCILTyaTalvu. BhIsIBIeHBI XapakTep U pupoa ¢ha30BbIX IPeBpallcHUI
B crutaBax Ha ocHoBe cuctembl Fe-Cr-Ni npu temreparypax 0,85-0,90 ot Temriepatyphbl coluayc, a
TaKKe IOJI AIeWCTBUEM BHEIIHE HArpy3Ku. M3ydeHbl CTPyKTYpHast HECTAOMIbHOCTh M MEXaHI3M Pa3-
YIPOYHEHMS KapOMPOUHBIX CTIaBOB Ha 0CHOBe crcTeMbl Fe-Cr-Ni npu TemMniepaTypax oKCIuTyaTalym.
MUKPOCTPYKTYPA; ®A30BbLI COCTAB; IUTHLIE MOJUDULIMPOBAHHLIE XKAPO-

[TPOYHBIE CITJIABBI 25CR—35NI; ANDDY3UMs B CIUIABAX; CTPYKTYPHAS CTABUJIb-
HOCTb; KWHETUKA ®A30BbIX [TPEBPALLIEHWH.

due to the evolution in the structure of the intermedi-
ate phases o, x, U, G, Z, v. Intermediate phases have
different chemical composition, significantly different
from the average composition of the alloy and the
composition of the matrix y-phase [6—14].

Introduction

The iron-nickel and nickel-based alloys are used
for operation in dynamic conditions with load up to
100 thousand hours at temperatures to 700—900 °C,
i.e. TOp = (0,60-0,80) sol (Top and T — operating

temperature and alloy solidus). They have an unstable
structure and are prone to a continuous change du-
ring the operation [1—5]. This process can’t be stabi-
lized by thermal pre-treatment, including heating up
to 1050—1200 °C followed by cooling and prolonged
aging. During continuous operation alloys embrittle
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The primarily alloys of iron-chromium-nickel-
based are used for manufacturing of equipment used
in the processing of oil and gas, operating at tem-
peratures of 900—1000 °C with a brief overheating to
1100—1200 °C. They contain a high amount of carbon
—t0 0,30—0,70 % (wt.) and are stabilized with Nb,
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Ti, Mo, W, N and other elements. Alloys operating
temperature under these conditions reaches
T ow = (0,80-0,85) T, which is an unique example
of the use of heat-resistant material. Large blanks
with wall thickness up to 50 mm are made by station-
ary and centrifugal casting. Structure of Cr25Ni35-
alloys, containing (%, wt.) 0,4—0,5 C, 2 Si, 2 Nb, has
an explicit metallographically inhomogeneous den-
dritic structure with the length of the first-order
branchesup to 3000 um, a width of 200 um, the length
second-order branches up to 300 um and width up
to 100 um. The original cast structure consists of three
main phases: matrix solid solution (y-phase) (75—
80 %, vol.), eutectic consisting of y-phase (~ 16 %)
and chromium carbides (~ 4,0 % ), matrix carbide of
niobium (~ 2 %). Such structure are formed because
of'a low solubility of carbon in y-phase (< 0,1 %) and
segregation of chromium (up to 35 %) with a forma-
tion of eutectic liquid, which should comprise (at
80 %, vol. of y-phase) the component balance of
2% C and up to 35 % Cr. The mechanism of forma-
tion of niobium carbide is less clear. Perhaps the key
factor is the low solubility of Nb in a y-phase
(<0,5 % in comparison with its concentration in the
composition of the alloy — 2 %). The structure of
such alloys, formed during crystallization, is rela-
tively stable because to change the alloy structure a
substantial atoms redistribution of metal elements of
basis (Fe, Cr, Ni) is needed. However, at a concentra-
tion of them of 25—40 % at the temperature of ope-
ration, when the diffusion coefficient is D < 10" cm? /s
and the mean free path of atoms per 1 hour
[ = (Dt)%3< 6 um, it is very difficult. This is a major
factor in determining a preferred use of cast alloys at
temperatures up to 0,8 7' .

However, the problems of structural instability in
these alloys, nevertheless, appear to a large extent due
to: firstly - cast condition characterized by a large
initial structural and chemical heterogeneity, and the
secondly - the impact of higher operating tempera-
tures and significantly longer duration of operation,
reaching 140 thousand hours. Price P and Grant N
were the first who experimentally constructed phase
diagram of the Fe-Cr-Ni-system for a temperature
of 1300 °C [Price P and Grant N. Trans AIME 1959;
215:635—37]. Apparently, it remains the only one
because to reach equilibrium at lower temperatures
in this system of components long holding are re-
quired — more than 100 thousand hours.

Due to the availability of strong carbide and ni-
tride-forming elements — Cr, Ti, Nb, and the ele-

ments forming intermediate intermetallic phases
with bases elements (iron, nickel and chromium)
— Si and Nb in alloys of this type take place a con-
tinuous transformation of structure during high tem-
perature holding, especially under the influence of
operating stress [1—6]. Significant operating prob-
lems of parts made of alloys of this type with multi-
phase structure are: individual features of melting;
the presence of uncontrolled impurities; blanks pro-
duction technology, including foundries, plastic
deformation, welding and other operations. Essen-
tially, each batch of blanks made out of such alloys
is unique with individual behavior during processing
and operation. Consequently, there is an uncertain-
ty in the comparison on the results of numerous
studies of Fe-Cr-Ni-alloys, received using electron
microprobe analysis, scanning electron microscopy
and other techniques, published mainly in 2000s.
A detailed description of alloy compositions, pro-
duction technology of blanks, features of heat treat-
ment and operation, etc. is needed for the compara-
tive analysis of continuous structural transformations
observed in them at high holding. This makes it
difficult to analyze and forecast the performance of
alloys at extreme temperatures and duration of usage.

Thus, the study of the structural stability of Fe-
Cr-Ni-based superalloys and detection of the mech-
anism of softening at operating temperatures is an
urgent challenge, the solution of which will help to
find the way to extend the life of high temperature
constructions produced out of them.

The purpose of this study is to investigate the
stability of the structure and phase composition of
the cast alloy based on the basic composition 25Cr—
35Ni during prolonged high temperature holding.

Experimental procedures

Chemical composition of the investigated alloy
comprises (%, wt.): 0,45C, 25Cr, 33Ni, 2Si, 2Nb, as
well as additives W, Mo, Ti, Al — up to 1 % of each
element and N — up to 0,2 %. Melting of the alloy
was performed in an induction furnace with a capac-
ity of 500 kg, castings were produced in a sand mold.
Then, structure stabilization heating up to 1200 °C
with cooling in a furnace or in water was carried out.
The research on microstructure of the alloy was per-
formed on the optical metallographic microscope
Carl Zeiss Axiovert 40 at magnifications X 50...1000
with the use of the automatic quantitative image
analysis program according to ASTM E 1245-03.
Microprobe analysis of the distribution of chemical
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elements in the matrix and composition of the pha-
ses was carried out on the equipment Tescan VEGA
5136 LM with a precise determination of the concen-
tration (%, relative.): for Fe, Ni, Cr, Si, Nb, Mo, W,
Ti — 3 % for C, N — 20 %. To identify the structure
of the alloy there was used electrolytic etching with
oxalic acid 10 %. Production and preparation of thin
sections were performed on the equipment «Buehler»
according to ASTM E 3-95. Alloy structure was in-
vestigated using scanning electron microscope Quan-
ta 200 3D FEG.

Results

The research has shown that the structure of
alloys C-25Cr-35Ni-Si-Nb in cast condition con-
sists of matrix y- solid substitutional solution and
carbides (fig. 1).

Solid solution has a pronounced dendritic struc-
ture with thin intercrystalline boundaries. According
to statistics of microprobe analysis it contains (%, wt.):
38Fe, 35Ni, 23Cr, 2Si, < 1 % (each) - Nb, W, Mo. It
was found that after high temperature exposure the
homogeneity of the matrix increases. Thus, already
after 2 hours of exposure at 1150 °C the difference in
content of Fe, Cr, Mn in different parts of the solid
solution is practically absent, and the difference in the
content of Si decreases from 0,4—0,9 to 0,1—0,3 %.
The phase y remains stable in chemical composition
and crystal structure in the temperature range of

Fig. 1. Structure of alloy in cast state: matrix solid solution

— y-phase (base); carbides Me.C, in eutectic

(spectrum 7, 8) and NbC (spectrum 5, 6); carbonitrides
TiN (spectrum 3, 4, 9)

Initial carbide phases consist of a eutectic carbide
M, C, on chromium base and niobium carbide, which

has titanium carbonitride inside (fig. 2, 3). In carbide
M. C, are being dissolved (%, wt.) up to 9 Fe and 2
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— Ni, W, Mo (each) and in NbC —up to 1 Fe, Cr,
Ni, Ti (each). During the electron microscope re-
search of the alloy structure in the initial cast condi-
tion no fragmentation of chromium and niobium
carbides was detected.

a) |
30 mkm DJIEKTPOHHOE H306pa)1<eHi:§3 1
b) Content of elements, % (wt.)
Spectrum
C Cr Fe Ni Mo | W
1 9.27 |79.36|7.65|1.47 |0.73 | 1.52
2 9.36 |79.77|7.38|153|0.55]|1.41
3 8.87 |78.71(8.84|1.70 | 0.58 | 1.30
4 9.25 | 78.69|8.36 | 1.88 | 0.53 | 1.29
5 9.38 | 77.07(9.38|1.97 | 0.67 | 1.53
6 9.17 | 77.35(9.24 | 2.06 | 0.74 | 1.44
7 894 |78.29(9.13|1.65|0.61|1.38
Fig. 2. Structure of cast alloy («) and the
composition of the niobium carbide (b)
a) :
b)
Content of elements, % (wt.)
Spectrum
C Ti Cr Fe Ni Nb
4 11.40|0.86|1.09 | 0.68 | 0.67 | 85.30

Fig. 3. Structure of cast alloy (a) and the composition
of the niobium carbide (b)
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After holding at 1150 °C for 2 hours chromium
carbide M, C, with hexagonal lattice is transforming

into M,C_with FCC lattice (fig. 4, 5 and table 1).

2376
The excess carbon is used for the formation of inter-
mediate dispersed carbides, formed in the matrix
outside the zone of 5 um from the boundaries of

eutectic chromium carbides (fig. 5—6, 7a). After high-
temperature holding fragmentation of carbides is
detected (fig. 4, 5). Analysis of the shape of carbides
in the alloy structure allows assuming that chromium
carbide with a smooth convex surface grew in the
liquid melt and niobium carbide with drawn surface
portions — in the solid phase.

Table 1

The average chemical composition of eutectic carbides in the structure of alloy in cast state and after holding
at 1150 °C of varying duration

State of the alloy Region of the carbide

Content of elements, % (wt.)
C Cr Fe Ni Mo

1 as-cast —
1150 °C, 2 h Dark
Light
3 1150 °C, 50 h _

4 1150 °C, 100 h —

910 | 78,76 | 851 | 1,55 | 0,66
10,31 | 71,14 | 11,82 | 4,40 | 0,78
923 | 69,61 | 12,26 | 4,62 | 1,33
5,61 | 72,84 | 12,76 | 438 | 1,24
542 | 73,16 | 12,63 | 4,37 1,16

1,42
1,55
2,95
3,17
3,26

=
Cnekrp 2

_Cnex'rp B

+
Cnektp 1

‘Cnenp (<]

100 mkm ' 7 BJIeKTpOHe 1/136pa>1<e1/1e 1

b
) Content of elements, % (wt.)

C Cr Fe Ni | Mo
10.06 | 71.65 | 11.82 | 4.21 | 0.78
9.85 | 71.62 | 12.36 | 3.97 | 0.68
9.23 | 71.75 | 11.89 | 4.76 | 0.84
10.29 | 70.58 | 12.24 | 4.56 | 0.76
9.28 | 68.83 | 12.99 | 4.75 | 1.28
9.61 | 69.56 | 12.10 | 4.43 | 1.36
8.80 | 70.27 | 11.75 | 4.77 | 1.25
9.26 | 69.89 | 12.27 | 4.34 | 1.48

Spectrum

1.48
1.52
1.53
1.57
2.87
2.94
3.16
2.76

0O N O U1 A WN R

Fig. 4. Structure (a) and chemical composition of different parts () of the eutectic carbide MeXCy
in the alloy after holding at 1150 °C for 2 h

Fig. 5. Structure of alloy after holding at 1150 °C for 50 hours in back-scattered
electron (a) and phase distribution map, superimposed on quality diffraction patterns map (b)
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Intermediate intermetallic phases with different
and changing composition types of o-phase and y'-
phase with niobium, silicon or niobium and silicon
simultaneously are being formed at the boundary of
the matrix phase with eutectic chromium carbide and
at the boundary of the matrix with niobium carbide,
as well as isolated in the matrix at a high temperature
holding (fig. 7,b). Increasing of the duration of high
temperature holding of the alloy leads to the partial

dissolution of primary carbides both chromium and
niobium based. This is evidenced by the formation
of jagged (relief) boundaries between carbides and
matrix (fig. 8,a). Also possible is «sprouting» of in-
dividual niobium carbides (fig. 8,b, spectrum 2)
through branches of eutectic chromium carbides, this
process goes by stages — with formation of the inter-
mediate y'-phase (fig. 8,5, spectrum 3) containing up
to 16 % (wt.) of niobium.

d)

Fe

Cr Nb

Fig. 6. Structure of alloy in back-scattered electrons (a) and the distribution map of the chemical elements
(iron, chromium and niobium) after holding at 1150 °C for 100 h

a)

Fig. 7. Structure of alloy after holding at 1150 °C: a — transformation of eutectic carbide M.C,to M,C,
and formation of the intermediate carbide (FeCrNi) C, in the matrix (T = 2 h); b — formation

of intermetallic phases o (FeCr, Cr;NiFe) and v' (Fe,Cr,NigSi, Cr,Ni,Si,N;FeNb) (t= 100 h)
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Fig. 8. Structure of alloy after holding at 1150 °C for 100 h: @ — merging of niobium carbide (spectrum 1)
and chromium carbide (spectrum 4) through formation of intermediate y'-phase (spectrum 5),
b — merging of chromium carbide (spectrum 4, 6) and niobium carbide (spectrum)
2) through formation of intermediate y-phase (spectrum 3, 5, 9)

Thus, cast structure of alloys of system C-25Cr-
35Ni-Si-Nb is thermodynamic nonequilibrium.
Analysis of the results of research suggests that in this
case the main factors that provide high performance
of Fe-Cr-Ni based superalloys are:

relatively low level of static loadings from 5 MPa
for operating temperature of 1150 °C up to 70 MPa
- for 800 °C;

presence in the original cast structure, along with
the matrix solid solution vy, a large number (up to
20 %, vol.) of coarse eutectic: base carbide (M,C, or
M, C)) and y-phase;

the formation of dispersed inclusions of carbide
M_C in matrix outside of 5 um zone from the

boundaries of eutectic chromium carbides due to
diffusion to carbide M, C  ofexcess carbon, produced

at the modification of the eutectic chromium carbide

at the reaction 23M,C,~ 7M,,,C,+ 27C. Containing

of metal elements in the carbide Man at the initial

stage of holding (2 hours) is (%, wt.): 30 Cr, 40 Fe,
20 Ni. This is close to their concentration in the ma-
trix. By increasing the holding time to 50 hours, com-
position of dispersed carbides M_C_in the matrix

approaches the composition of eutectic carbide (%,
wt.): 55-60 Cr, 13-20 Fe, 8-12 Ni, 5 Nb, 3 W, 6-9 C;
additional hardening of structure by inclusion of
relatively stable niobium carbide (NbC);
continuous transformation of the initial phasesin
the structure at prolonged high temperature holding:
chromium carbides (M,C,) change their crystal struc-

ture and transform to other ones (with lower relation
of C / M concentration), niobium carbides dissolve
with separation of niobium in solid matrix solution
and formation of intermetallic phases;

continuous release and dissolution of various in-
termediate intermetallic phases at a stable matrix in
the alloy structure of complex chemical composition.
The intermetallic phases are formed at the boundary
of the matrix and carbide phases. They have a con-
ditional formula (in accordance with the results of
determining of the chemical composition by micro-
probe analysis): FeCr, Cr,NiFe, Fe ,Cr,NiSi,
Cr,Ni,Si,N,FeNb.

Obviously, growth and dissolution of intermediate
carbide and intermetallic phases are determined by
diffusion processes. For growth of chromium based
carbides, these processes are determined by the dif-
fusion of chromium in the conditions of “drift” un-
der the influence of a potential field around the cen-
ter of the new phase. Diffusion of the carbon does
not limit the process at T = 1150 °C due to the high
diffusion coefficient D < 10¥cm?/ s and the mean
free path of atoms in 1 hour /= (D)%< 60 um. For
growth and dissolution of intermetallic phases this
process is limited by diffusion of silicon and niobium.
This demonstrates the kinetics of the increase or
decrease in particle size of particular phase in time,
ifthe process of growth or dissolution of the particles
has already begun for some reason.

Forecast of formation of various intermediate
phases in alloys containing more than 10 active
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chemical elements without explicit base (solvent),
whose role play iron, nickel and chromium with
about 90 % (wt.) of the composition, at high tem-
peratures and prolonged holdings, is a difficult anal-
ysis problem. Studies in recent years [1—4, 6, 10—14]
show that the phase composition of these alloys
changes continuously during prolonged high tem-
perature holding. Currently, there are results of de-
termining the composition of the intermediate
phases, formed in the structure of the alloys after
holding for up to 160 thousand hours [2], and the
number of possible phases reaches up to 20 kinds.
Research conducted in this study show that the
application of external low stress at high temperature
holding stimulates the formation of a new phases —
intermetallic or carbonitride — in the structure of
alloy. Growth kinetics of phases changes at a longtime
load holding. Thus, at the boundaries of intragranu-
lar dislocation cells chromium carbides can be re-
leased, as well as intermetallic phases and nitrides.

Conclusions

Conditions of use for parts made of refractory heat
resistant alloys C-25Cr-35Ni-Si-Nb-system at tem-
peratures of 900—1000 °C with a possible temporary
overheating to 1100—1200 °C (0,80—0,85 from the
solidus temperature) are extreme, considering tem-

perature, as well as structural instability. Structural
instability in this case is the continuous formation,
growth and dissolution of intermediate carbide and
intermetallic phases of variable composition, which
are not in thermodynamic equilibrium. Argued ther-
modynamic evaluation of existence of intermediate
phases in alloys of this components system, comp-
rising multicomponent base — iron-chromium-nic-
kel and several active structure stabilizing elements,
is currently difficult. This is due to obvious experi-
mentally confirmed (high holding at 0,80—0,85 from
the solidus temperature longer than 100 thousand
hours) absence of thermodynamic equilibrium,
which corresponds the achievement of final struc-
tural state with a stable set of phases. Thus, an im-
portant task at the present stage of research of such
alloys is the accumulation of statistically compatible
experimental results of direct instrumental determi-
nation of the chemical composition of the intermedi-
ate phases, formed in their structure during high
temperature (0,70—0,85 from the solidus tempera-
ture) long (200 thousand hours or more) holding
under operating stress. The results of these studies
may help to determine the mechanisms of processes
leading to the continuous changes in the structure of
these alloys and to assess the likelihood of achieving
of final structural state in them.

REFERENCES

1. Kenik E.A, Maziasz P.J, Swindeman R.W, Cer-
venka J, May D. Structure and phase stability in cast
modified-HP austenite after long-term ageing. Scripta
Materialia. 2003. Vol. 49. P. 117—122.

2. Rudskoy A.I., Oryshchenko A.S., Kondrat’ev S.Yu.,
Anastasiadi G.P., Fuks M.D., Petrov S.N. Special Fea-
tures of Structure and Long-Term Strength of Cast Re-
fractory Alloy 45Kh26N33S2B2. Metal Science and Heat
Treatment. 2013. Vol. 55. No 3—4. P. 209-215.

3. Ilman M.N. Kusmono Analysis of material degra-
dation and life assessment of 25Cr-38Ni-Mo-Ti wrought
alloy steel (HPM) for cracking tubes in an ethylene plant.
Eng Fail Anal. 2014. T. 42. Ne 100-8.

4. Rudskoy A.I., Kondrat’ev S.Yu., Anastasiadi G.P.,
Oryshchenko A.S., Fuks M.D., Petrov S.N. Transforma-
tion of the Structure of Refractory Alloy 0.45C-26Cr-
33Ni-2Si-2Nb During a Long-Term High-Temperature
Hold. Metal Science and Heat Treatment. 2014. Vol. 55.
Ne 9—10. P. 517-525.

5. Rudskoy A.I., Oryshchenko A.S., Kondrat’ev S.Yu.,
Anastasiadi G.P., Fuks M.D. Mechanisms and Kinetics
of Phase Transformations in Refractory Alloy 45Kh26N-
33S2B2 in Long-Term High-Temperature Holds. Part 1.
Metal Science and Heat Treatment. 2014. Vol. 56. Ne 1-2.
P. 3-8.

78

6. Rudskoy A.I., Kondrat’ev S.Yu., Anastasiadi G.P.,
Oryshchenko A.S., Fuks M.D. Mechanism and Kinetics
of Phase Transformations in Refractory Alloy 45Kh26N-
33S2B2 Under Long-Term High-Temperature Holds.
Part 2. Metal Science and Heat Treatment. 2014. Vol. 56.
Ne 3—4. P. 124—130.

7. Sourmail T. Precipitates in creep resistant austenitic
stainless steels. Mater Sci Technol. 2001;17/1:1-14.

8. Garbiak M, Chyliiiska R. Precipitation kinetics in
austenitic 18Cr-30Ni-Nb cast steel. Arch Foundry Eng.
2008;8/3:27-30.

9. Rudskoi A.I., Anastasiadi G.P., Kondrat’ev S.Yu.,
Oryshchenko A.S., Fuks M.D. Effect of Electron Factor
(Number of Electron Holes) on Kinetics of Nucleation,
Growth, and Dissolution of Phases during Long-Term
High-Temperature Holdings of 0.45C-26Cr-33Ni-2Si-
2Nb Superalloy. The Physics of Metals and Metallography.
2014. Vol. 115. Ne 1. P. 1—11.

10. Sustaita-Torres IA, Haro-Rodrigues S, Guerrero-
Mata MP, De la Garza M, Valdes E, Deschaux-Beaume
F, Colas R. Aging of cast 35Cr-45Ni heat resistant alloy.
Materials Chemistry Physics.2012. Vol. 133. P. 1018—1023.

11. Kondrat’ev S.Yu., Kraposhin V.S., Anastasiadi G.P.,
Talis A.L. Experimental observation and crystallographic



Metallurgy and Materials technology

description of M7C3 carbide transformation in Fe—Cr—
Ni—C HP type alloy. Acta Materialia. 2015. Vol. 100.
P. 275-28]1.

12. Monobe L.S., Schén C.G. Microstructural
and fractographic investigation of a centrifugally cast
20Cr32Ni+Nb alloy tube in the as cast and aged states. J
Mater Res Technol. 2013;2/2:195-201.

13. Borjali S, Allahkaram S.R, Khosravi H. Effects of
working temperature and carbon diffusion on the micro-
structure of high pressure heat-resistant stainless steel
tubes used in pyrolysis furnaces during service condition.
Mater Des. 2012;34:65—73.

14. Nunes F.C, De Almeida L.H, Dille J, Deldlancke
J-L, Le May I. Microstructural changes caused by yttri-

um addition to NbTi-modified centrifugally cast HP-type
stainless steels. Mater Char. 2007;58:132—42.

15. De Almeida L.H, Ribeiro A.F, Le May
I.Microstructural characterization of modified 25Cr-
35Ni centrifugally cast steel furnace tubes. Mater Char.
2003;49/3:219-29.

16. Buchanan K.G, Kral M.V. Crystallography
and Morphology of Niobium Carbide in As-Cast
HP-Niobium Reformer Tubes. Metall Mater Trans A.
2012;43A/6:1760-69.

17. Vander Voort G.F, Lucas G.M, Manilova E.P.
Metallography and Microstructures of Heat-Resistant
Alloys. In: Davis J.R., Davis & Associates, editors. ASM
International ASM Handbook, 2004, Vol. 9: Metallogra-
phy and Microstructures. P. 820—59.

CMNMUCOK JIUTEPATYPbI

1. Kenik E.A, Maziasz P.J, Swindeman R.W, Cer-
venka J, May D. Structure and phase stability in cast
modified-HP austenite after long-term ageing. // Scrip-
ta Materialia. 2003. Vol. 49. P. 117—122.

2. Rudskoy A.I., Oryshchenko A.S., Kondrat’ev S.Yu.,
Anastasiadi G.P., Fuks M.D., Petrov S.N. Special Fea-
tures of Structure and Long-Term Strength of Cast Re-
fractory Alloy 45Kh26N33S2B2 // Metal Science and
Heat Treatment. 2013. Vol. 55. Ne 3—4. P. 209-215.

3. Ilman M.N. Kusmono Analysis of material degra-
dation and life assessment of 25Cr-38Ni-Mo-Ti wrought
alloy steel (HPM) for cracking tubes in an ethylene plant
// Eng Fail Anal. 2014. 42:100-8.

4. Rudskoy A.I., Kondrat’ev S.Yu., Anastasiadi G.P.,
Oryshchenko A.S., Fuks M.D., Petrov S.N. Transforma-
tion of the Structure of Refractory Alloy 0.45C-26Cr-
33Ni-2Si-2Nb During a Long-Term High-Tempera-
ture Hold // Metal Science and Heat Treatment. 2014.
Vol. 55. Ne 9—10. P. 517—-525.

5. Rudskoy A.I., Oryshchenko A.S., Kondrat’ev S.Yu.,
Anastasiadi G.P., Fuks M.D. Mechanisms and Kinetics
of Phase Transformations in Refractory Alloy 45Kh26N-
33S2B2 in Long-Term High-Temperature Holds. Part
1 // Metal Science and Heat Treatment. 2014. Vol. 56.
No [-2. P. 3-8.

6. Rudskoy A.I., Kondrat’ev S.Yu., Anastasiadi G.P.,
Oryshchenko A.S., Fuks M.D. Mechanism and Kinetics
of Phase Transformations in Refractory Alloy 45Kh26N-
33S2B2 Under Long-Term High-Temperature Holds.
Part 2 // Metal Science and Heat Treatment. 2014.
Vol. 56. Ne 3—4. P. 124—130.

7. Sourmail T. Precipitates in creep resistant austenitic
stainless steels // Mater Sci Technol. 2001. 17/1:1-14.

8. Garbiak M, Chyliiiska R. Precipitation kinetics in
austenitic 18Cr-30Ni-Nb cast steel // Arch Foundry Eng.
2008. 8/3:27-30.

9. Rudskoi A.I., Anastasiadi G.P., Kondrat’ev S.Yu.,
Oryshchenko A.S., Fuks M.D. Effect of Electron Factor
(Number of Electron Holes) on Kinetics of Nucleation,

Growth, and Dissolution of Phases during Long-Term
High-Temperature Holdings of 0.45C-26Cr-33Ni-2Si-
2Nb Superalloy // The Physics of Metals and Metallog-
raphy. 2014. Vol. 115. Ne 1. P. 1—11.

10. Sustaita-Torres I.A, Haro-Rodrigues S., Guer-
rero-Mata M.P., De la Garza M., Valdes E., Deschaux-
Beaume F., Colas R. Aging of cast 35Cr-45Ni heat resis-
tant alloy // Materials Chemistry Physics. 2012. Vol. 133.
P. 1018—1023.

11. Kondrat’ev S.Yu., Kraposhin V.S., Anastasiadi G.P.,
Talis A.L. Experimental observation and crystallographic
description of M7C3 carbide transformation in Fe—Cr—
Ni—C HP type alloy // Acta Materialia. 2015. Vol. 100.
P. 275-28]1.

12. Monobe L.S., Schén CG. Microstructural
and fractographic investigation of a centrifugally cast
20Cr32Ni+Nb alloy tube in the as cast and aged states //
J. Mater Res Technol. 2013. 2/2:195-201.

13. Borjali S, Allahkaram SR, Khosravi H. Effects of
working temperature and carbon diffusion on the micro-
structure of high pressure heat-resistant stainless steel
tubes used in pyrolysis furnaces during service condition
// Mater Des. 2012. 34:65—73.

14. Nunes F.C, De Almeida L.H, Dille J., Deldlancke
J-L., Le May 1. Microstructural changes caused by yttri-
um addition to NbTi-modified centrifugally cast HP-type
stainless steels // Mater Char. 2007. 58:132—42.

15. De Almeida L.H., Ribeiro A.F., Le May I. Micro-
structural characterization of modified 25Cr-35Ni cen-
trifugally cast steel furnace tubes // Mater Char. 2003.
49/3:219-29.

16. Buchanan K.G, Kral M.V. Crystallography and
Morphology of Niobium Carbide in As-Cast HP-Ni-
obium Reformer Tubes // Metall Mater Trans A. 2012.
43A/6:1760-69.

17. Vander Voort G.F, Lucas G.M, Manilova E.P.
Metallography and Microstructures of Heat-Resistant
Alloys. In: Davis J.R., Davis & Associates, editors. ASM
International ASM Handbook, 2004, Vol. 9: Metallogra-
phy and Microstructures. P. 820—59.

79



* St. Petersburg Polytechnic University Journal of Engineering Sciences and Technology. 3(249)’2016

80

CBEAEHUA Ob ABTOPAX/AUTHORS

KONDRAT’EV Sergei Yu. — Peter the Great St. Petersburg Polytechnic University.
29 Politechnicheskaya St., St. Petersburg, 195251, Russia.
E-mail: petroprom2013@yandex.ru

KOHJIPATBEB Cepreii IOpbeBuu — 10KTOp TeXHMYECKUX HayK Tipodeccop Cankr-IleTepOyprckoro
MOJTUTEXHUYEeCKOoro yHuBepcuteTa [letpa Benukoro.

195251, Poccus, r. Cankr-IleTepOypr, [Tonurexuuueckas yi., 29.

E-mail: petroprom2013@yandex.ru

ANASTASIADI Grigorii P. — Peter the Great St. Petersburg Polytechnic University.
29 Politechnicheskaya St., St. Petersburg, 195251, Russia.
E-mail: anastas45@yandex.ru

AHACTACHUA MU I'puropuii [Taneonosma — mnoxTop TexHMUeCKNX HayK rpodeccop Cankr-IleTepOypreckoro
noJiuTexHuueckoro ynuepcurera Iletpa Benukoro.

195251, Poccus, r. Cankr-IletepOypr, [Tomurexnuyeckas yi., 29.

E-mail: anastas45@yandex.ru

PTASHNIK Alina V. — Central Research Institute of Structural Materials “Prometey”.
49, Shpalernaya str., St. Petersburg, 191015.

E-mail: alina_pv@mail.ru

IITAIITHUK Anuna Bagumosna — nrxenep LIHUU «KM «ITpomeTteii».

191015, Cankr-ITerepOypr, lllnanepHas yi., 49.

E-mail: alina_pv@mail.ru

© Peter the Great St. Petersburg Polytechnic University, 2016



Metallurgy and Materials technology

DOI 10.5862/JEST.249.9
YOK 54.057; 66.08, 669

A. Tonitzki, A.N. Skvortsova, T.S. Koltsova,
S.V. Ganin, M.A. Danilova, A.l. Shamshurin

ALUMINUM - CARBON NANOFIBERS COMPOSITE COATING
PRODUCED BY COLD SPRAYING

A. ToHuumsku, A.H. CkBopuoBa, T.C. KonvuoBa,
C.B. laHuH, M.A. [laHunoBa, A.U. LLlamuiypuH

XOJIOAHOE FA30AMHAMUYECKOE HAMbIJIEHUE MOKPbITUN
CUCTEMbI AJTIOMUHUMA - YIJTIEPOAHbIE HAHOBOJIOKHA

Carbon nanofiber (CNF) / aluminum hybrid material was prepared by direct synthesis of CNFs on the
surface of aluminum powder particles in a fluidized bed reactor using acetylene and hydrogen at the
temperature of 550 °C. This allowed to achieve a good dispersion of CNFs in an aluminum matrix with
the CNF content up to 2%. The possibility for producing coatings based on aluminum, reinforced by
carbon nanostructures in cold gas-dynamic spraying was shown. The Al-CNFs coatings showed about
a 60% increase in the hardness compared with pure Al coatings.

ALUMINU; SYNTHESIS; CARBON NANOFIBERS; COATING; POWDER METALLURGY.

B craTbhe npeacTaBieHbl pe3yibTaThl padoT 10 MOJYYeHWI0 TMOPUIHOTO MaTepuralia CUCTEMBbI «yIJie-
ponHbie HaHOoBosIoKHA (YHB) / antoMuHuMii» razogasHbIM METOIOM B peaKTOPe KMIISIIETO CI0st. X0-
poliast AUCTIepCHsl YIJIEPOIHBIX CTPYKTYP Obljla JOCTUTHYTA ITyTeM CUHTEe3a HAaHOBOJIOKOH U3 ra30BOit
(hasbl, ¢ NCTIOMB30BAHUEM aAIIETHIIEH - BOOIOPOIHOI atMocdepsl ipu Temriepatype 550 °C, Hemocpen-
CTBEHHO Ha TOBEPXHOCTH MaTPUYHBIX METATMIECKUX YACTHIL B IPUCYTCTBUY HUKEIEBOTO KaTaln3a-
Topa. [TokazaHa BOBMOXHOCTb ITOJIyYeHUsI TOKPHITUII HA OCHOBE aTIOMUHMUS, apMUPOBAHHOTO YIJIe-
POTHBIMY HAHOBOJIOKHAMU METOJIOM XOJIOMHOTO Ta30IMHAMWYEeCKOTO HATTBIJICHUST TTPY UCTIONBh30BaHUN
TMOPUIHOTO ITOPONIKOBOTO MaTepuaia ¢ coiepkaHueM yriepona o 2 Macc. %. [TorydeHHBIE TOKPHI-
TSI TIpU copepxkanuu 1 1 2 Macc. % yriaeponHbIX HAHOBOJIOKOH MTOKa3aIu yBeJNnYeHNe TBEPIOCTH Ha
60% 110 CpaBHEHUIO C TTOKPBITHEM U3 YUCTOTO aTIOMUHUSI.

AJTIOMUHUWM; CUHTE3; YIJIEPOJTHBIE HAHOBOJIOKHA; TTOKPBITU; TTOPOILIKOBAS

METAJITYPTUA.

Introduction

Recently, metal matrix composite materials rein-
forced with carbon nanotubes (CNT) and carbon nano-
fibers (CNF), is the object of study of a large number
of researchers [1]. This is due to the unique properties
of CNTs, such as the strength of up to 63 GPa [2] and
the thermal conductivity of 3000 W /mK [3]. Uniform
distribution of carbon nanotubes in the metal matrix
remains a challenge due to their high propensity for
agglomeration. The authors try to solve the problem in
the stage of preparation of the composite powder and
in stage of compaction [1].

Most traditional methods of mixing powders of
the matrix and the CNTs is a mechanical grinding in

a ball mill [4—6], ultrasonic mixing [7] and spray
drying of small metal particles with CNTs [8]. To
create a compact materials based on metals, rein-
forced by CNTs, technology of powder metallurgy
[9, 10], galvanic plating [11], sintering in spark plas-
ma [12, 13], mechanical alloying [14] and thermal
spraying are used [15, 16].

Thermal spraying is a very promising method for
the production of metal-CNT based composites.
It can be used for the production of coatings with
high wear resistance. The method has the great ad-
vantage over conventional powder metallurgy, since
it allows to obtain uniform distribution of the carbon
nanotubes in complex shaped structures and coatings.
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However, the high speed impact along with high tem-
peratures may lead to the destruction of carbon nano-
structures [17].

Cold gas dynamic spraying or just cold spraying
(CS) isaprocess in which solid powders are acceler-
ated in a Laval nozzle toward to a substrate at a
temperature significantly below the melting point
[18]. When unmelted metal particles bumps on a
substrate of plastic deformation occurs and the ki-
netic energy of the particles is converted to heat and,
in part, to binding energy with the substrate, provid-
ing the formation of a continuous layer of densely
packed metal particles. CS is a high deposition rate
coating process that utilizes kinetic rather than ther-
mal energy. The cold spray process has several ad-
vantages, as there is no oxidation and phase trans-
formation involved due to the low temperature of the
process.

In [8] it was possibility to obtain coatings based on
aluminum reinforced by multilayer carbon nanotubes
using cold gas dynamic spraying, up to a thickness of
500 microns. To obtain a good distribution of carbon
nanostructures in the matrix, the authors used spray
drying of Al-Si eutectic powder with pure CNTs. The
dry powder contained 5 wt% of CNT and were mixed
with pure aluminum in a ball mill. After ball milling
the Al-Si particles agglomerated with the CNTs to a
size of ~50 microns. The final content of the carbon
nanostructures in the powder was 0,5—1 wt.%. The
authors obtained a good distribution of carbon nano-
structures in the coating.

The presented article devoted to obtain a com-
posite powder material based on aluminum, in which
a good dispersion of carbon nanostructures achieved
by synthesis of nanofibers from the gas phase of the
metal matrix particles directly on the surface by ad-
dition of the nickel based catalyst. The possibility of
using this composite powder for the production of
coatings by cold gas-dynamic spraying was exa-
mined.
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Experiment details

As the starting material aluminum powder (brand
PA-4) with a purity of 99,5 wt.% was used. The main
impurities are silicon, iron and copper with a content
of not more than 0,4; 0,35 and 0,02 wt. %, respectively.

The composite particulate material was synthe-
sized by a chemical vapor deposition (CVD) in a flu-
idized bed reactor as shown in the aig.1. This method
is considered as the most viable and efficient process
for high-yield production of carbon nanotubes. For
the synthesis a fluidized bed reactor (fig. 1,a) which
consists of a quartz tube inserted into a vertical furnace
(hot zone 60 cm). The quartz tube was conically
shaped with a junction from internal diameters of 6
to 34 mm with a cone zone length of 20 cm.

Gas-dynamic spraying was conducted on a 405
DYMET installation in an air jet at a pressure of
7 kg/cm? and 600 m/s speed, the gas temperature
reached 450 °C. The substrate used was steel sheet
which was grit blasted prior to spray deposition.

The structure and morphology of the powder ma-
terials and coatings was studied by scanning electron
microscopy (TESCAN Mira-3M). Hardness of coat-
ings was measured by PMT-3 equipment. The amount
of carbon was determined from the difference of mass
change after oxidation at 700 °C for 30 minutes with
catalyst coated aluminum powder before and after
synthesis.

For one experiment, 35 grams of aluminum pow-
der were filled up from the top and kept in an argon
atmosphere of 400 cm?/min to replace oxygen and to
heat the powder to the synthesis temperature for 10
min. After heating the reactor to 550 °C hydrogen was
added at a rate of 440 cm’/min for 20 minutes, to
convert catalyst particles to Ni. Further acetylene was
substituted for argon at a flow rate 53 cm®/min. The
Synthesis was also carried out for 20 minutes. Cooling
to room temperature was carried out in argon at a flow
rate 400 cm?/min outside of the furnace. Synthesis
parameters are shown graphically in fig. 1,5.



Metallurgy and Materials technology

a)

O0000O0
ooooob

L

2 T, °CA

— Gas exhaust

Reactor

 Furnace

H

L]

H2
440 cr3imin
Ar

S

" Ar

2
440 crm@/min
CZHZ

\ S A

P Ar

400 creimini. 400 crmé/min

EATRIeL, S, F
[y

550°C

53 cmifmin T 400 cm¥min

10 30

50 t, min

Fig. 1. Schematic of the experimental setup (a) and synthesis mode (b)

Experimental results

To grow carbon nanostructures, a nickel was pre-
liminary deposited on the surface of the aluminum
powder. Application of a nickel catalyst was con-
ducted by vacuum-drying the powder in a water solu-
tion of nickel nitrate Ni (NO,), - 6H,0. Solution

concentration varied from 10 to 80 g/1. After deposi-
tion on aluminum the salt-particle powder was sub-
jected to a heat treatment step to remove residual
moisture and convert salt decomposition oxide
(NiO). Annealing was performed under an argon
atmosphere at temperatures of 100 and 250 °C for 30
minutes and at 400 °C for 60 minutes.

By varying the concentration of Ni catalyst were
obtained composite materials containing from 0,63
to 2,2 wt. % carbon. The obtained powders were
studied by scanning electron microscopy (fig. 2).
From micro images seen that the carbon product has

a tubular structure and cover the matrix particles
virtually fully. Carbon structures have a diameter from
50 to 100 nm and a length more than 1 micron.

The resulting powders were applied onto a steel
substrate by cold gas-dynamic spraying. The com-
posite powders with 1 and 2 wt.% CNFs were used
to create coatings.

The resulting coating is plastically deformed alu-
minum particles stuck together (fig. 3, a, ¢) wherein
the carbon nanostructures are evenly distributed over
the coverage area. At high magnifications it can be
seen carbon nanostructures are present in the sample,
however, their number became significantly less and
the length less than 1 micron. This may be due to the
separation of longer nanofibers from the surface of
aluminum particles during spraying. Reduction of
fiber length could occur as well due to fiber fracture,
which occurs upon impact of the particles with sub-
strate.
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a)

SEM HV: 200 kV WO: 5.04 mm 3 SEM HV: 20.0kV
View field: 27.1 pm Det: inBeam View fie
SEM MAG: 8.00 kx  Date{midry): 04/2516 SEM MAG: 35.0 kx  Date{midiy): 04725116

e

SEM HV: 20.0 kV WD: 5.02mm MIRA3 TESCAN| SEM HV: 200 kV WO: 5.04 mm

View field: 36.1 pm Det: InBeam 10 pm View fiald: .18 pm Det: InBaam

SEM MAG: 6.00 kx  Datemidly): 0472516 SEM MAG: 35.0 kx  Date{midiy): 0425116

Fig. 2. SEM images of the powder composite material with carbon
content of 1 wt. % (a, b) and 2 wt. % (c, d)
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MIRA3 TESCAN|

View pm
SEM MAG: 400 kx  Date(midly): 042016

MIRAZ TESCAN

Fig. 3. SEM image surface coatings obtained by CS when the content in powders
of 1 wt. % (a, b) and 2 wt. % (c, d) of carbon

Fig. 4 shows SEM images of the polished cross-
section of Al—1wt.% CNFs and Al-2wt.% CNFs
coatings. It can be seen that thin coatings of about 20
um were formed by cold spraying. A coating with 1%
CNFs has a more dense structure than a coating with
2% CNFs. Porosity between particles was a result of
insufficient deformation of aluminum particles. The
increasing of CNT content leads to deterioration of
adhesion between the aluminum particles.

The Al-CNFs coatings demonstrated about 60%
increase in the hardness compared with pure Al
coatings. If the average Vickers microhardness for
Al coating is 32 HV then the Al—1 wt.% CNFs and
Al—-2 wt % CNFs coating amounts to 51 HV and 53
HV respectively. The hardness of the samples which
contained 2% CNF has no significant changes com-
pared to 1% of the CNF - it is a result of increased
porosity.
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a)

WD: 15.03 mm
Det: BSE

SEMHV: 200 kV
View field: 69.8 pm

SEM MAG: 3.10 kx

SEM HV: 20.0 kV WD: 16.12 mm

Dat: BSE

View field: 72.2 pm
SEM MAG: .00 kx

Fig. 4. SEM images of the polished cross-section of Al-1 wt.% CNFs (a)
and 2wt% CNFs (b) coatings

Conclusions

Composite Al-based powder with carbon nano-
fibers uniformly distributed over the surface had
been successfully synthesized by CVD process in a
fluidized bed reactor. Content of CNF on the pow-
der surface can be varied by variation of Ni catalyst
content from 0,5 up to 2 mass.%. The provided
apparatus for synthesis allow to obtain tens grams
of powdered material per hour, as well of its advan-
tages of uniform processing of carbon nanostruc-

tures across the surface of the powder, as well as the
process scalability. The obtained composite powder
has the possibility to be used in cold spray process
to create coatings. It was determined that the carbon
fibers are present and evenly distributed in the coat-
ings. The Al-CNFs coatings showed about 60%
increase in the hardness compared with pure Al
coatings.

This study was supported by Russian Foundation
for Basic Research (project no. 16-32-80092)
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INFLUENCE OF STRUCTURE AND PHASE COMPOSITION
OF THE MATERIAL OF STEAM TURBINE BLADES FROM TITANIUM
ALLOYS ON THEIR RESISTANCE TO EROSIVE DESTRUCTION

H.A. Kpvinos, M.A. Ckomnuxosa, I'B. [[eemkoea, ['B. Heanoesa

B/IUAHUE CTPYKTYPbl U ®A30BOIO COCTABA MATEPUATIA
JIOMNATOK NMAPOBbIX TYPBUH U3 TUTAHOBDLIX CIJIABOB
HA UX YCTOMYUBOCTb K SPO3UOHHOMY PA3PYLUEHUIO

Titanium alloys keep a leading position in manufacturing steam turbine blades. The unique combination
of high specific strength and fracture toughness, corrosion resistance, polymorphism, a tendency to phase
transformations and high resistance to shock loading determined their wide application in power
engineering. However, power engineering is still facing a problem of erosion damage of steam turbine
blades as a result of a drop impact of vapor particles at speeds of 150...600 m / s. The complication in
solving this problem is that it is difficult to establish a link between wear and structural-phase composition
of the surface of turbine blades. In this paper, using optical metallography, electron microscopy, ray
analysis and X-ray microspectral analysis, we developed a method for studying structural and phase
transformations in the material of steam turbine blades of titanium alloy VT6 after technological treatments
in different modes. An attempt was made to establish a link between resistance to erosion destruction
and structural and phase composition of titanium alloys.

STEAM TURBINE; STRUCTURAL AND PHASE TRANSFORMATIONS; OPTICAL METAL-
LOGRAPHY; ELECTRON MICROSCOPY; X-RAY MICROSPECTRAL ANALYSIS.

TutaHOBBIE CIIABbI COXPAHSIIOT JIMAMPYIOIIEe MOJOXKEHNE B TPOM3BOACTBE JIOMATOK MapOBBIX TYPOUH.
YHUKaIbHOE coueTaHKUe BHICOKOI YIeIbHOM MTPOYHOCTH 1 BA3KOCTH pa3pyllIeHUs], KOPPO3MOHHOI CTOM -
KOCTH, MOIUMOPGHU3M, CKIOHHOCTb K (Da30BbIM MIPEBPAILICHUSIM U BbICOKAsl YCTOMYMBOCTD K yIapHOM
Harpy3Ke OTpeIe/uIu UX IIMPoKoe TPUMEHEHNE B SHEPTeThKe. TeM He MeHee B 9HepreTUYecKOM Ma-
LIIMUHOCTPOEHUHU [0 CUX TIOP CYILIECTBYET MpoOIeMa 3pO3MOHHOTO MOBPEXAEHUS JIOMATOK MapOBbIX
TYpOWH B pe3y/ibTaTe KaruieyqapHOro BO3IEHCTBIS YaCTHII TTapa co ckopocTsamu 150—600 m / ¢. Criox-
HOCTb pellIeHUsT 9TO MPOOJAeMbI 3aKIIOYAETCS B TOM, UYTO TPYIHO YCTAHOBUTD CBSI3b MEXIY U3HOCOM U
CTPYKTYPHO-(Pa30BbIM COCTABOM MTOBEPXHOCTH JIOTIATOK TYpOMH. B maHHOI1 paboTe ¢ UCrosb30BaHUEM
ONTHUYECKOI MeTayutorpacduu, 3JeKTPOHHONH MUKPOCKOIUHU, PEHTTEHOCTPYKTYPHOTO aHAIM3a U PEHT-
TeHOBCKOTO MUKPOCTIEKTPAJIbHOTO aHaJIN3a pa3paboTaH METO/ UCCASTOBAHMUS IJIsI U3yYEHUsI CTPYKTYP-
HBIX U (ha30BbIX MpEBpaIleHNI B MaTepraje MapoBbIX JIOMATOK TYpOUH M3 TUTAHOBOTO criaBa BT6,
T1OCJIe TEXHOJIOTMUYECKOI 00pabOoTKM Ha pa3MIHbIX pexxumax. [IpeanpruHsiTa mornbTKa yCTAHOBUTD CBSI3b
MEXJy YCTOMUMBOCTBIO K 9PO3MOHHOMY Pa3pylIeHUIO U CTPYKTYPHO-(a30BbIM COCTABOM TUTAHOBBIX
CILJIaBOB.

I[TAPOBBIE TYPBMHBbI; CTPYKTYPHBIE 1 ®A30BBIE IMTPEBPALLIEHU S ; OTITUYECKAA
ME"l:AJ'U[Ol'PA(DI/Iﬂ; SJIEKTPOHHASA MUKPOCKOITUSA; MUKPO-PEHTTEHOCITEKTPAJIb-
HBbIN AHAJINS.

Introduction toughness, corrosion resistance, polymorphism, a
tendency to phase transformations and high resistance
to shock loading defined their wide application in
power engineering (for example see fig. 1,a, b)) [1, 2].

Titanium alloys keep a leading position in the
creation of steam turbine blades. The unique
combination of high specific strength and fracture
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Fig. 1. Dependence of spall strength from velocity deformation for different metals (a);

dependence of fracture toughness from yield strength for titanium alloys (b)

However, the power engineering still has a prob-
lem of erosion damage of steam turbine blades as a
result of a drop impact of vapor particles at a speed
of 150—600 m / s. The difficulty of solving the prob-
lem is that difficult to establish a link between wear
and structural-phase composition of the surface of
turbine blades (the typical example of erosion de-
struction of steam turbine blades is shown in fig. 2).

Fig. 2. Example of erosion destruction of steam turbine
blades

Two-phase titanium alloys found wide application
in turbine construction due to opinion [3], that the
greatest resistance to effect of exposure steam drops
should be two-phase alloys with low internal stresses
and high plastic properties, during which time of
stress there exist phase transformations strengthening
the subject material.

At effect of exposure steam drops, field sizes of a
stressing are commensurable with sizes of structural
components, and redistribution of internal stresses
between them is impossible. The role of individual
durability, intensity, a chemical composition and
phase transformations in separate structural compo-

90

nents therefore increases. To solve this problem it is
necessary find the relation between the wear and
structural-phase state of the surface and axial layers
of blades material.

The object of research

The object of research has been samples of steam
turbine blades of the two-phase titanium alloy VT6
(Ti-6Al-4V) average strength after deformation in b
area and final deformed by stamping in areas a+J3

next to the reduced temperatures 7. " and T, cor-

responding to the first and second technology. The
temperature of final transition of an alloy in b- region
(T.,) was made 1015 C.

As follows from earlier carried out works [4—S§],
on the basis of complex research of mechanisms of
formation and decomposition nonequilibrium B(a)-
and o(P)- phases, redistribution between them of
alloying elements, physical and mechanical proper-
ties of the deformed titanium alloys of a different
alloying, and also the established laws, the generalized
kinetic diagram, fig. 3, has been constructed. Thus
we took into account not only a temperature of heat-
ing absolute (7)), but also produced the identical con-
tents of high-temperature B-phases (TB). We estab-

lished, that the more nonequilibrum B(a)- and a.(B)-
solid solutions contained the same alloying elements;
their polystage decomposition occurred at lower tem-
peratures, and for greater time. It is shown, that tita-
nium blanks possess high technological properties in
atemperature-time interval two-phase (o+3)- region
at temperatures identical (50 %) contents high-tem-
perature o~ and B- phases (7)) and near to a tem-

perature of transition in single-phase f3- region (77;).
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Fig. 3. Generalized kinetic diagram of structure and phase
transformation in titanium alloys

The product possesses material with high opera-
tional properties after an isothermal exposure near to
temperature 7. In these cases a.- and - phase com-

ponents appear enriched, the as a- and 3- stabilizing
alloying elements, in these processes of a polygoniza-
tion that causes increase of plasticity characteristics
and allows crack origin of alloys to develop.

Thus, construction of serial curves of increase of
the contents high-temperature 3- phases depending
on a temperature of heating (a method of harden-
ing), will allow us to estimate the resulted tempera-
tures of heating and to develop the scientifically-
grounded modes of technological treatment of
titanium blanks [6].

Structure and the Phase Composition
Both stamping technology provides a bimodal
structure a-phase globular (a,) and platelet-shaped
(o, ), divided by layers of B, — phases (fig. 4,a, b).
Electron microscope photos (fig. 4,c, d) shows that
the boundaries of phase components (a., o, B,,) for
the first technology much better relaxation, due to

customizations of dislocation. The second techno-
logy is seen less of number curved extinction con-
tours, indicate the presence of internal stresses.

Fig. 4. The microstructure after stamping on the first
(a) and second (b) technologies; the electron
microscope structure after stamping on the first (¢)
and second (d) to technologies

As seen from the table 1, width plate of o, - phase

by the first technology in 3 times and interlayers of
B,, -phase in 8 times greater than by the second tech-

nology. This evidence different temperatures and
cooling rates. By the first technology, at low-temper-
ature is formed structure similar to the Widmanstat-
ten. Such structure, in a number of sources, has a
higher fatigue strength than the martensite-like by
the second technology [9]. In materials of both blades
with bimodal structure, the size lamellar (B, + o)

-a component was more size globular a,, — phases.

Distribution of Alloying Elements

The research results obtained by X-ray microspec-
tral analysis of the contents of alloying elements (alu-
minum, vanadium, titanium, iron) in separate phase
components shows in table 2.
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I P
Table 1
The particles size of phase components of metal blades, fabricated on two technologies
Size of particles of phases after the first Size of particles of phases after the
Phase components
technology, um second technology, um

o, 15 12

o 2,2 0,7

Bu 0,8 0,1

o, By 22 18
Table 2

The contents of alloying elements in phase components of metal blades, fabricated on two technologies

Concentration after the first technology,

Concentration after the second technology,

Phase components weight % weight %
Al \% Al \%
o, 7.30 1,35 6,97 2,04
o, 6,01 3,60 5,68 4,21
By 4,14 9,64 4,61 8,28

As seen from the table for both technologies, the
secondary plates of o, - phase have a chemical com-
position that is comparable to the average composi-
tion of the alloy Ti-6AL-4V. The globular primary o,

- phase, compared with the plate o, - phase contains
less than 2,2% vanadium and more than 1,3% alu-
minum. Thin layers of secondary 3, - phase have been
enriched by vanadium (p-stabilizer). In the material
by the first technology B, - phase contains vana-

dium more at 1,3% and aluminum less at 0,5%, than
the second technology.

Such distribution alloying elements provides re-
lative softness of layers B, - phase and higher perfor-

mance as compared with the second technology, in
which inverse ratio of alloying elements [10]. On the
contrary, globalizes primary o, - phases in blades

material fabricated on the first technology, in com-
parison with the second, contained a vanadium less
on 0,6 % and aluminum more on 1,3 % (weight).

The fig. 5 shows a typical distribution of the al-
loying elements with step 0,5 microns. It is seen,
that is most non-uniform in a material the vanadium
is distributed, being focused in B, - phase. Its con-
centration changes from 1 up to 20 %. Aluminum is
distributed more similarly, its concentration changes
from 3 up to 7 %.
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Fig. 5. The microstructure and distribution of alloying elements
in structural components of material blades from alloy VT6.
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Microhardness of phase components

In Table 3 are shown the data of statistical treat-
ment of results of measurements microhardness of
separate phase components. It is seen that the mi-
crohardness of the material by the second technol-
ogy is higher than the first, which confirms the pres-
ence of internal stresses. It is necessary noted that the
first technology makes less the difference between the
hardness of globular and lamellar structure.

The blades material fabricated on both technolo-
gies had a bimodal structure. Probably, the strength
balance o, - and (o, + ;) — structural fashions can

guarantee high serviceability of a material under
loa-ding. Apparently from table 3, in blades materi-
als fabricated on the first technology, in comparison
with the second, the smaller difference in hardness
between globular and lamellar structures, which
made 551 and 644 MPa, accordingly has been
achieved.

On fig. 6 correlation dependences of results of
measurements of microhardness on a chemical
compound of separate phases (o, o, B,,) ina condi-

tion of delivery and in a martensite phase after hard-
enings from different temperatures are submitted. It
is seen that the microhardness of plates o, -phase

and the globules of o, -phase increases with them a

and b stabilizing elements. It should be noted that
the microhardness increases with growth of a-stabi-

lizer, probably due to the formation o' - martensite
and decreases with increasing amount of 3 stabilizing

elements, leading to the formation o' - martensite.
This agrees with what was seen earlier in the mate-
rial by the first technology in comparison with the
second technology is formed B-phase with a large
content of B-stabilizing elements. This agrees with
the figure, such a distribution of vanadium, gives less
microhardness and greater softness of layers B, -
phase.

Table 3

Microhardness of phase components of blades metal fabricated on two technologies

Phase components

Microhardness of particles of phases
after the first technology, M Pa

Microhardness of particles of phases
after the second technology, M Pa

a, 3550 3664
a, 3830 4091
B, 2584 3000
oy By 2999 3020
Concentration, weig % < I
oALin 1-alpha }—
A E/h_ase —
10 4\ *Viin 1-alpha | —
\ N\ O ﬁr[l_alr? E.2-alpha —
LI - 2 e S apha =
\ - N - phase —
sl N e amsm——"
- O ~~~
.
4 == -, —iF
\.‘1 '1 e
. P
= e |
o +—I } i '
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Fig. 6. Dependence of results of a rating of microhardness on a

chemical compound of separate phase components (o oy By martensite)
alloy VT6
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Conclusion

As results of research have shown, blades materials
of steam turbines from alloy VT6 fabricated by final
stamping under two technological circuits had bimod-
al structure, in which the share lamellar (o, + B,))-

structures (50—70 %) prevailed of a share globular
a,- structures (30—350 %). The blades material fab-

ricated on the first technology, in comparison with the
second, possessed wider layers “soft” ;- the phases,

enriched same it b-stabilizers. At the same time, this
material contained higher concentration of aluminum
in primary globalizes o - phases, that pro-vided

strength balance (close microhardness) structural
components.

It is known, that at cyclic loadings in regular in-
tervals distributed soft faltering layers - phases,

transiting on the contour of rather solid secondary
a,,- phases and of strength balance globalizes
a,-phases, complicating premature localization of

plastic deformation and origin of a crack in separate
phases. And at the stage of distribution, the crack is
more difficult to increase the length in (o, + o )-

lamellar structure as it is always braked by soft layers
of b, - phase and is compelled to change the trajec-

tory, bending around globalized particlesa - phases.
Thus operational properties of product material in-
crease [9—11].

Feature of effect of exposure steam drops loadings
is not only recurrence and cyclicity of the enclosed
stress, but also its dynamism. Through of short dura-
tion of influence, internal stresses have insufficient
time to be redistributed, there is localization of the
big loadings in small microvolumes, in separate struc-
tural and phase components of material. The suc-

cessful combination of structure, chemical compound
and properties, abilities to resist the microshock influ-
ence of these components, determines durability of
products.

Researched alloy VT6 concerning martensite
class, in stable condition contains 10—18 % B- pha-

ses, which at sharp cooling turns in a'- or a!'- mar-

tensite. However, B - a!'- transformation can take
place and at room temperature. It is known, that
plastic deformation accelerates decomposition en-
riched b- stabilizers of b- solid solution with educa-

tion a!"'- phases, as a result of a high level of internal
stresses [ 12]. The subsequent ageing at temperatures
450—500°C, results in its decomposition and educa-
tion a! + (B) - phases [13]. Presence of phase trans-

formation o'~ o! + (B) results in significant strength-
ening of an alloy.

It is possible to believe, that in result of effect
blows by pair, in soft enriched of vanadium, wide,
regular intervals distributed - layers there is an ac-
cumulation of defects of crystal structure and internal
stresses. Transition deformed - phases in a non-
equilibrum condition, causes phase g~ o!' — trans-
formation, accompanying with local frictional [14],
and as consequence, — the subsequent ageing
strengthening of microvolumes of alloy in result o
- ol + (B) — transformations. According to general-
ized kinetic diagram shown in fig. 3, the more layers
of B- phase contain quantity isomorphic - stabiliz-
ing elements, those at lower temperatures and for a
longer time will be 3 — a!!- takes transformation (more
completely). Thus, the most important factor is
strengthening of borders between solid particles of
a- phases which will be increase terms of operation
of a finished product, due to increase the resistance
to steam drop impact.
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NEW MATERIALS FOR DNA ISOLATION

E.A. boedaHo8, E.l. YynaxuH, E.b. ComHukoG, E.C. Bacunveéba,
C.C. bynaHoG, M.B. lNampywieB, H.H. lllywiapuHa, A.1O. lotixmaH

HOBbIE MATEPUAJIbI ANA BbIAEJIEHUA AHK

Except silicon dioxide, commonly used for DNA isolation, such metal oxides (V) as Ta,O, Nb,O, and
\/205 were proposed for this purpose. A method for covering magnetic iron-based nanoparticles with
metal oxides (V) was suggested. The synthesized nanoparticles were used for DNA extraction and the
amount of isolated DNA was compared with the commercially available magnetic particles coated with
silicon dioxide. Magnetic nanoparticles covered with Ta,O, and Nb,O, showed- a greater adsorption
capacity as compared with the same nanoparticles covered with silica and commercial samples. The
synthesized nanoparticles can be suitable for DNA extraction in clinical or research laboratories. The
functional thin films for fast and effective DNA extraction are of great interest for neurobiology

investigations.
SOLGEL; THIN FILMS; DNA, MAGNETICAL NANOPARTICLES; XPS.

3a UCKJTIoYeHUEM JMOKCHUJIAa KPEMHUA, 0OBIYHO MCITOJIB3YEMOTI'O JIA BhIACTICHU S ﬂ,H K, JUUISI OTOM LIeU

OblM NpeIokeHbl Takue okeuasl Metaiios (V), kak Ta,0,, Nb,O, u V,0,. B nanHoii crarbe pac-

CMOTPEH METO[I MOKPBITUSI STUMU OKCUIaMU MarHMTHBIX HAHOYACTHUII HA OCHOBE 3KeJie3a, McCcaenoBa-
Hbl XUMUUYECKHUE U CTPYKTYPHBIe cBoiicTBAa. CUHTE3MpOBAaHHBIE HAHOYACTHUIILI OBLIU MCIIOJIb30BaHbI
s BeineneHus JIHK, nmpoBeneHo cpaBHEHNE ¢ UMEIOIIMMUCS B TTPOJaKe MAaTHUTHBIMU YaCTULIAMM,
MOKPBITHIMU TUOKCUIOM KpeMHHMS. MarHUTHBIC HAHOYACTHLbI, TTIOKPBITEIC Ta,0, 1 Nb,O, mokassi-

BalOT HAMOOJIBIIYIO aICOPOIIMOHHYIO CITIOCOOHOCTD IO CPABHEHUIO ¢ HAHOYACTUIILIMU, TTOKPHITHIMU
JIMOKCUIOM KPEMHUS U ¢ KOMMepUYeCKU TOCTYMHbIMU. CUHTE3MPOBAHHbIE HAHOYACTHULIBI MOTYT OBIThH
WCITONTBb30BaHbl IIs1 dKcTpakuuy JHK B KIMHWYEeCKUX MM HayYHO-MCCIIENOBATEIbCKUX JJabopaTo-
pusix. DyHKIIMOHANIbHBIE TOHKME TIJIEHKU ISl ObIcTpoit u addexkTuBHOol skcTpakuuu JHK npen-
CTaBJISIIOT OOJIBIIION MHTEPEC TSI UCCIIENOBAHUI B HEMPOOMOIOTUH.

TOHKME ITJIEHKUW; 30J1b-TEJlb; AHK; MATHUTHBIE HAHOYACTUILIbBI; POBC.
Introduction

Over the last decade the studies on the magnetic
nanoparticles (MNP) have become popular in wide
range of biomedical applications, such as biosensors,
contract agents for magnetic resonance imaging, drug
delivery, etc [1—5]. One of the most common applica-
tions of magnetic nanoparticles is DNA isolation. In
that application the surface of magnetic nanoparticles
is covered with materials which are active for DNA
isolation. So, at the first step MNP surface actively
absorbes DNA molecules and at the next step MNP
are efficiently separated from chemical or biological
suspensions with the magnetic field [6]. Magnetic

separation is recognized as simple and effective meth-
od for nucleic acids purification.

On the other hand materials with high surface
area, such as nanoparticles, are preferred for the
nucleic acids binding. Magnetic particles with shape
of nanospheres, are more preferred in the process of
selection, as they have a greater ability to bind-con-
ductive [7]. Many different DNA isolation Kkits with
magnetic particles are presents in the market, such
as: AGOWA® mag, Dynabeads® DNA and other
[8]. In general, surface cover materials of these mag-
netic nanoparticles is silicon dioxide SiO, or a com-
pound based on it [9—13].
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The principle of DNA isolation on silicon dioxide
matrix is based on the high-affinity of negatively
charged DNA strands to the positively charged so-
dium ions, which are in turn bound to negatively
charged particles of silicon dioxide. Sodium ions act
as a cation bridges, which attract negatively charged
oxygen of the phosphates in the nucleic acid chain.
Sodium ions treat the bonds between hydrogen in
water and negatively charged oxygen ions on silica
surface under high salt (pH < 7). Thus, DNA is firm-
ly connected to the matrix. Purified DNA molecules
can be eluted by low salt solution using Elution buf-
fer or distilled water [ 14—16](fig. 1).
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Fig. 1. SiO,—DNA interaction under high salt
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In the previous work [17] it was assumed that us-
ing of metal oxides (V) (tantalum, niobium and va-
nadium) would provide more effective DNA extrac-
tion than silicon dioxide. Since their crystal lattices
close to stoichiometric ratio 2:5, while the silicon
dioxide stoichiometric composition is close to 1:2.
More effective DNA extraction can be explained by
the ability of metal oxide (V) surface to form 25%
more chemical bonds than SiO, according to oxides

stoichiometry. In recent study we proposed a tech-
nological framework for fabrication of the magnetic
iron-based nanoparticles covered by SiO, and Ta,
Nb, V oxides in order to verify this assumption. Syn-
thesised magnetic nanoparticles with bioactive sur-
face were used for DNA extraction and quantitative
characteristics of isolated DNA [18] were compared
with commercial Syntol ® magnetic particles.

Materials and Methods

The non-agglomerative spherical magnetic nano-
particles of Fe,O, were produced by aerosol CVD
synthesis method. The experimental setup for the
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CVC synthesis of nanoparticles has been described
elsewhere [19, 20]. Briefly, the liquid precursor,
Fe(CO),, was heated in a bubbler, evaporate and

transported by inert gas (argon or helium) flow into
a heated tubular furnace. The tubular furnace pro-
vides a heat source for the controlled decomposition
of the precursor. The product of the precursor de-
composition was collected in a vacuum chamber on
the surface of a rotating chiller cooled by liquid ni-
trogen. An iron particle passivation process was
achieved by dosing oxygen before opening the cham-
ber to air. The precursor decomposition temperature
was set at 400 °C. After the synthesis initial Fe-based
nanoparticles have core-shell structure: core is pure
iron and shell is 1-2 nm thick magnetite. SEM mi-
crograph of as-produced nanoparticles are shown in
the fig. 2.

A

WD: 5.13 mm
Det: InBeam
SEM MAG: 200 kx  Date(m/dly): 0B/27/115

SEM HV: 20.0 kV ﬂIRAS TESCAN

View field: 1.08 pm

Lovoalonnd

200 nm

Fig. 2. SEM electron micrograph of Fe30 , MNPs

Magnetic nanoparticles we covered with oxides
using sol-gel synthesis method. MNPs were covered
with metal oxides in the following compositions:
Fe.0,/Si0,; Fe.0,/Si0O,/Nb,O; Fe.0,/SiO,/Ta,0,;
Fe,0,/Si0,/V,0,. All reagents and materials are
commercially available in Sigma Aldrich: tantalum
(V) chloride, niobium (V) chloride, vanadium (V)
oxide, isoamyl alcohol, thionyl chloride and ethanol.

The structure of the materials was analyzed by
scanning electron microscopy (SEM, Leo DSM 982
Gemini and JEOL JSM_7500F microscopes). The
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phase composition of the materials was studied by
X-ray photoelectron spectroscopy (XPS) on a
Thermo Scientific K-alpha spectrometer (USA) with
monochrome radiation source (Al Ka). Ion etching
of samples was carried out until the element content
became constant as a function of the etching depth.

The biological material obtaining and DNA isola-
tion process was carried out in the Immanuel Kant
Baltic Federal University.

Real-time polymerase chain reaction (RT-PCR)
was carried out using PCR CFX96 Real-Time PCR
Detection System («Bio-Rad», USA). PCR tube
contained 20 ul reaction mixture: DNA-polymerase
buffer Taq (“Evrogen”, Russia) — 1x, 2,5 mM MgCl,
(«Syntol», Russia, 0,25 mM of each dNTPs («Syntol»,
Russia, Tag-polymerase («Syntol», Russia) — 1x, the
neurotrophin receptor gene primer - TrkB - 0,5 uM.
The amplification reaction was started with the
following conditions: 95 °C for 3 min (once), 95 °C
for 10's, 63 °C for 40 s, (50 cycles).

Results and discussion

Preparation of metal oxides (V) thin film
on the surface of MNPs precursors

At the first step the nanoparticles were covered by
silicon dioxide thin films by sol-gel synthesis method
by using the well-known process described in [21].
We mixed 15 mg of MNPs, 500 ul ethanol, 500 ul
deionized and deoxygenated water, 50 ul ammonium
solution (25% wt) and 3 ul tetraethoxysilane. Mixture
was shaken on vortex and sonicated for 0,5 h. The
tube with MNPs was placed in the magnetic rack/
After the separation particles, liquid was removed by
pipetting.

Silicon dioxide thin film on the surface of MNPs
was used as a substrate for formation of metal oxide
(V) thin-films. For the synthesis of thin layers of
metal oxides on the silica surface of MNPs corre-
sponding etoxides (Nb(C,H,0),; Ta(C,H,0),) were
used as precursors for Ta and Nb oxides coating and
vanadium oxychloride (VOCI,) was used for vana-

dium ones. Precursors were synthesized in labora-
tory using reaction between metal chlorides and ab-
soluted ethanol [22—24], excess of HCI was removed
by reaction with gaseous ammonium.

For the synthesis 15 mg MNPs (Fe/SiO,) - coated

by SiO, (described above), was added 0.7 ml deioni-
zed water, 0,05 ml 25% ammonia solution for HCI

neutralizing (which released during VOCI, hydrolysis
process) and 0.01 ml ethylenglycol (is a complexing
agent). In the resulting solution dropwise 0.03 ml 10%
solution corresponding precursor — (Nb(C,H,O),;

Ta(C,H,O), — wherein the metal oxides are sol. The

mixture was stirred for 10 min and placed on an ul-
trasonic bath under room temperature for 10 min - 3
times. The tube with MNPs was placed in the mag-
netic rack, after the separation particles, liquid was
removed by pipetting. Then MNPs were washed three
times with 1 ml deionized water under magnetic
separation process.

As the results four type of coating had been syn-
thesized on the surface of MNPs: 1) Fe/SiO,; 2) Fe/

Si0,/Ta,0,; 3) Fe/Si0,/Nb,O,; 4) Fe/SiO,/V,0..
These particles were used in further experiments.

Particles characterization

Chemical composition of MNP’s surface with
different coatings was studied by X-ray photoelectron
spectroscopy (XPS) The X-ray beam size was 400
microns. Overview spectra were obtained with elec-
tron transmission energy 200 eV with step 1,0 €V, the
number of scans was 15. High-resolution spectra (Si,
Nb, Ta, V, O) were obtained with electron transmis-
sion energy 50 eV with step 1,0 eV, the number of
scans 7. Cleaning of the samples after air contamina-
tion was carried out by Ar" ion etching under at 200
eV for 30 sec. XPS spectra before and after ion etc-
hing are shown in fig. 3. The ion beam with 20 mm
diameter had a uniform radial distribution of ion
current.

SEM celectron micrographs of MNPs coated by
silica and niobium oxide are shown in fig. 4.

SEM electron micrographs confirmed the fact
that coated MNPs do not form agglomerates in fluids.
The average MNP size is 25 nm, MNPs shape is close
to spherical.

Testing MNP’s for DNA isolation

The sorption efficiency of metal oxides (V) was
analysed by conducting real-time polymerase chain
reaction. For this purpose we isolated DNA using
standard protocol based on magnetic particles DNA
isolation method, described in [10]. In order to de-
termine the optimal conditions for DNA binding by
metal oxides (V) we have changed some parameters
of standard protocol.
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SEM HV: 20.0 kV
View flald: 5.42 ym
SEM MAG: 40.0 kx  Date(m

MIRA3 TESCAN

SEM HV: 20.0 kV WD 2.99 mm
View flald: 4.33 pm [0
SEM MAG: 50.0 kx  Date{mic

MIRA3 TESCAN

Fig. 4. SEM electron micrographs of: a) MNPs coated SiO,,
b) MNPs coated SiO,/Nb,O..

DNA isolation was carried out with standard
protocol, described previously, with metal oxides
(V) and commercially available sorbents (“Syntol”,
Russia). The resulting amplification curves are
shown in fig. 5.

Basing on the values of average DNA threshold
cycles (fig. 5) we can conclude that MNPs covered
by niobium oxide (V) thin films have the highest
sorption properties.

100

The worst result was shown by commercial MNPs
produced by «Syntol» (Russia). The average differ-
ence in threshold cycles between the MNPs covered
by metal oxides (V) and MNPs covered by silicon
dioxide («Syntol») was about 3 cycles.

This phenomenon can be explained by the differ-
ence in amount of formed chemical bonds available
for DNA binding and it turn to decreased the quan-
tity of extracted DNA.
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Fig. 5. The amplification curves obtained during the real-time PCR for isolated DNA
using the standard protocol with SiO2 and Nb2O5 as sorption materials (a) and (¢)
respectively and average DNA threshold cycles with silicon dioxide; tantalum oxide (V);
niobium oxide (V); vanadium oxide (V); silicon dioxide («Syntol») as sorption materials

Conclusions

The metal oxides (V) have ability to form addi-
tional chemical bonds, which increase sorption ca-
pacity of MNPs covered by the metal oxides (V) thin
film for DNA biding. However, the total usable area
of surface is a dominant factor for achieving high
sensitivity and efficiency of DNA extraction using
MNPs. This fact was confirmed by the example of
MNPs obtained by aerosol synthesis with silica com-
pound as a sorbent, obtained by sol-gel method and
commercial magnetic particles “Syntol”. Further-
more, obtained results suggest that the developed

thins film materials based on metal oxides (V) are
suitable for the DNA extraction in clinical or research
laboratories. Described above investigation results
are relevant for future developments of micro- and
nanodiagnostic systems, which might be realized
“on-chip”, since the thin film materials are shown
prospective for DNA isolation.
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CONTROL OF FRICTION PROPERTIES IN POLYAMIDE COATINGS
IN TENSION JOINTS
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KOHTPOJ1b CBOMCTB TPEHUA B MNOJIMAMUAHBIX NMOKPbITUAX
HAMPSAXXEHHbIX COEAUHEHUU

Tension joints are used to transfer twisting moments and axial loads due to friction forces, which occur
on contacting surfaces as a result of their elastic deformation created by tension in assembly. During
operation, joints made of steel elements deteriorate due to fretting corrosion caused by alternating loads,
common for many types of machines and equipment. One of the ways to fight this condition is to apply
thin-layer polymer coatings. The paper presents the results of research in adhesion strength and the
static coefficient of friction of a thin-layer polyamide coating and polyamide-based composites on steel.
It is revealed that the best friction and adhesion properties are demonstrated by a polyamide composite
with 20-40% of mass fraction of red iron oxide. Its static coefficient of friction on steel is comparable to
the static coefficient of friction of steel on steel while adhesion to a steel surface on failure is 40% higher
than that of a pure polyamide coating.

TENSION JOINTS; POLYAMIDE COATINGS; ADHESION; STATIC COEFFICIENT OF FRIC-
TION; FRETTING CORROSION.

HanpstkeHHbIe cCOeMMHEeHUST UCTTONB3YIOTCSI, YTOOBI TTepenaTh KPYTSALIINM MOMEHT U OCEBYIO Harpy3Ky
Oyiaromapsi cuJiaM TPEHUsI, KOTOpbIe BO3HDKAIOT MPU KOHTAKTE C TTOBEPXHOCTSIMU B PE3yJibTaTe MX
VIIpYTOii e opMalivu, CO3TaHHOM KOMIUIEKCHBIMU HaTpsikeHUsIMU. [1pu aKCIITyaTaliy COeTMHEeHUS,
M3TOTOBJIEHHBIE U3 CTATbHBIX JIEMEHTOB, YXYIIIAIOTCS U3-3a (DPETTUHT KOPPO3UM, BEI3BAHHOI Mepe-
MEHHOM Harpy3Koi, XapakTepHO I MHOTMX TUIIOB MalllMH 1 060pynoBaHus. OOuH U3 crocoOoB
OOpBOBI C 3TUM SIBJICHWEM — MPUMEHEHUE TOHKOCIOMHBIX MOJIMMEPHBIX MTOKPbITUIT. CTaThsl TIpe-
CTaBJISIET PE3YIBTaThl UCCIIENOBAHMM aATe3MOHHO IMIPOYHOCTH U CTATUUECKOTO KO DUIIMeHTa TpeHUST
TOHKOCJIOMHOTO TTOJIMAMUIHOTO TMTOKPBITHS 1 KOMITO3UTOB Ha OCHOBE IMOJIMaMM/1a Ha CTaJIbHBIX COeIM-
HeHUsX. BbISIBIEHO, YTO JIydlliue CBOWCTBA TPEHUS M aAre3uu MMeeT MOJMaMUAHBII KOMITO3UT C
20—40 % macc dpakiuy KpacHOM oKKcH kejie3a. Ero ctaTudeckuii Koa(pGUIMEHT TpEeHKS 10 CTaTN
COTIOCTABMM CO CTaTUYECKMM KO3(MMUIMEHTOM TPEHUs CTav MO CTalH, B TO BpeMs KaK aare3us K
CTaTbHOI TToBepXHOCTH Ha 40 % GobIlie, 9YeM y YUCTO MOJTMAMUITHOTO MTOKPBITHS.

HAITPAXEHHBIE COEAVUHEHWA; TIOTTMAMUWIAHBIE TOKPBITUA; AITE31A; CTATU-
YECKUU KODPDULIMEHT TPEHUSA; ®PETTUHT KOPPO3UA.

Introduction that appear on contact surfaces due to their elastic

It is common knowledge that tension joints are deformation created by tension in the assembled joint.

used to transfer twisting moments and axial forces Demountabl? tensionjoints'are ‘sirr.lple and casy
relation to each other is ensured with friction forces s known [1-3] that deterioration of such joints made
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of steel parts can occur earlier than the service life
has expired due to fretting corrosion which develops
because of alternating loads, common for a lot of
machinery. One of the effective methods both to
protect tension joints from fretting corrosion and to
repair damaged ones may be to use polymer materi-
als, in particular, polyamides.

It was believed earlier that if polymers are used in
tension joints, tension may disappear due to rela-
xation phenomena. However, for some polymers, for
example, polyamides, which belong to the group of
elastomers, the Poisson’s ratio is practically equal to
0,5, i.e. in terms of the classical theory of elasticity
they are practically an incompressible material. In
reality they easily deform due to plastic deformations
that occur without change of volume. If deformation
occurs while there is no capability for the material to
move, i.e. no plastic shears are possible, then deforma-
tion of polyamides can only happen thanks to change
in intermolecular distances, which requires consider-
able forces comparable to deformation for-ces of me-
tallic supra-molecular structures. Herein, such defor-
mation can be considered almost ideally elastic.

Accordingly, thin-layer polyamide coatings or
polyamide-based composite coatings can be applied
both to protect new tension joints from fretting-cor-
rosion and to repair damaged ones. So, the target of
the research is the new design of tension joints with
application of thin-layer coatings made of polyamide
or polyamide-based composites (fig. 1) to increase
durability and reparability of machine parts.

The objective of this paper is to conduct an ex-
perimental study of friction characteristics of thin-
layer (0.1 — 0.5 mm) polymer coatings made of dif-
ferent types of polyamides and to search for ways to
increase their static coefficient of friction on steel.

- Z ‘\J !
SEK - %?4/14////{{ — M.
—

s

Fig. 1. Application scheme of a polyamide coating for

tension joints: 7 — bush; 2— shaft; 3 — thin-layer polyamide

coating of the shaft; § — axial load; M, — external twisting
moment; ¢ — radial pressure in the contact area;

D — nominal bore diameter; L — length of the articulation

o
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Methods and Materials

It is known [4—6] that polyamides are widely
used in friction units of machines as antifriction
materials, since their coefficient of sliding friction
is rather low and their operating capabilities are quite
high [7, 8]. However, so far there has been no expe-
rience in applying thin-layer polyamide coatings in
tension joints, and traditional methods for increas-
ing friction characteristics by adding metal chips,
asbestos etc. [6] in polyamide cannot be used in this
case due to technological specifics of thin-layer
coatings application.

In order to assess friction properties of thin-layer
polyamide coatings, their static coefficient of friction
on steel was measured depending on the pressure in
the friction area. The range of 0,065—0,53 mm thick
coatings made of PA-6, PA-6/66, PA-68 polyamides
were used in the experiments.

The value of the static coefficient of friction was
measured on a “IR 5047-50-11" test machine. Sam-
ples with polyamide coating had been made. Force
was exerted through steel plates, which allowed creat-
ing pressure in the friction area up to 30 MPa. The
samples with the loader were fixed in the transverse
beam of the test machine and were affected by a
growing load, to the extent when the steel plates got
to slide on the polymer coating. A computer record-
ed the loading diagram.

Experiment Results

According to the results of the experiments, the
static coefficient of friction of the polyamide coating
on steel is not constant. It decreases as the pressure is
growing and, at the same time, it is 30—40 % lower
than the coefficient for the pair “steel-steel” (fig. 2).

c 0,35
0
S 0,30 43
- m I [Ii
© 0,25 A Steelon stee!
'E 0.20 *\‘ " .-".-'-l—u_
s S
£ $¥an
8 0,15 PIIVIV v tee
g Polyamide on steel
; 0,10

0,05

0,00

0 10 20 30

Pressure in contact area, MPa

Fig. 2. Static coefficients of friction of polyamide on steel
and steel on steel
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The experiments have also revealed that the sta-
tic coefficient of friction of polyamide on steel de-
pends not only on the pressure in the friction area,
but also on how thick the polyamide layer is. In case
the thickness of the layer is decreased from 0,12 down
to 0,065 mm in the whole range of pressures from 1
to 30 MPa, it is observed that the static coefficient of
friction grows (for example, from 0,17 up to 0,25 at
the pressure of 1 MPa in the friction area and from
0,08 upto 0,14 at 30 MPa). In case the coating is more
than 0,12 mm thick, the static coefficient of friction
of polyamide on steel is constant (fig. 3).

- 030
S
S o025 \
3 0,20
g \\_
£ 0,5
E *o
S 0,10 ~
g e I | iy S Y
©
& 0,05

0,00

0,05 010 0415 020 025 0,30 0,35

Polyamide layer thickness, mm

Fig. 3. Change in the value of the static coefficient of

friction of polyamide on steel depending on the thickness

of the layer. (The solid line is at the pressure of 1 MPa in
the friction area, the dashed line is at 30 MPa)

A lower static coefficient of friction of polyamide
on steel than that of the pair “steel-steel” gives evi-
dence that when thin-layer polymer coatings are used
in tension joints, a method must be found to increase
the static coefficient of friction of polymer on steel
with the use of different additives, i.e. by creating
composite mixtures.

a) Load b)

The use of polyamide coatings and polyamide-
based composites in tension joints can be limited due
to insufficient adhesion of the polyamide layer to the
steel substrate. So, measurements of the value of
adhesion were made, i.e. measurements of the ulti-
mate strength of the coating adhesion to steel by
simple stresses. There are a lot of papers dedicated
to adhesion of polymers to steel [11, 12, 15—17]. How-
ever, these studies have been made for polymer slide
bearings rather than coatings in tension joints.

Adhesion has been researched by a well-known
method of breaking a steel pin from the deposited
polymer compound [8]. The loading diagram and
general view of the test samples are given in figure 4.
The samples represent pivot 1, which finishes in a 3
mm pin. Disc 2 is planted on the pin with a sliding
attachment. The surface of the disc and the end of the
pin coincide. Polymer or polymer-based composite
is applied on the surface of the disc. In order to lower
friction between the pin and the hole of the disc, the
pin is covered with graphite lubrication.

The value of breaking stress of the end of the pin
from polymer was measured on a “IR 5047-50-11"
test machine. For this, the disc of the sample was
fixed in the clench of the machine transverse beam
and the pivot of the sample was exerted with a grow-
ing force to the extent when the pin broke off polymer.
At the same time a computer recorded the loading
diagram.

As applied to the operation conditions of polyam-
ide coatings in tension joints, adhesion properties to
steel of pure polyamide and polyamide-based com-
positions with lead oxide, red iron oxide and pow-
dered glass were studied.

9

Fig. 4. The loading diagram and general view of the samples for defining the adhesion value: I — pivot;
2 — disc; 3 — polymer coating; 4 — block stop
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According to the results of the experiment (fig. 5):

the value of adhesion on failure for a pure poly-
amide coating is about 35 MPa;

with the values of mass content of lead oxide up
to 20%, the value of adhesion of this composite to
steel practically does not change and can be defined
as 35 MPa and goes down dramatically if the content
is larger;

with the values of mass content of powdered glass
up to 15%, the value of adhesion of this composite to
steel grows by approximately 20% (up to 40 MPa) and
goes down if the content is larger;

with the values of mass content of red iron oxide
up to 30%, the value of adhesion of this composite
to steel grows by approximately 60 % (up to 50 M Pa)
and goes down if the content is larger.

o 60,0
; Red iron oxide
§ 500 ]
w 40,0 . \
E g% et :'-*'_..::"-.,. - \
S 300 TS
@ ’ -A- - ~ \

20,0 lass

|_Lead oxide | * ===l
10,0
0,0
0% 20% 40% 60%

Additive mass fraction

Fig. 5. Change of adhesive characteristics of
polyamide-based composites depending on the type and
mass fraction of additives

The measured static coefficient of fraction of the
polyamide-based composite which contained 20% of
red iron oxide showed that its values coincided with the
corresponding ones for the pair “steel-steel” (fig. 6).
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! Polyamide +20% of rediron

c
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Fig. 6. Change of the static coefficient of fraction of
polyamide based composite with 20% of red iron oxide on
steel because of pressure in the contact area
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Discussion of the results

According to the molecular-mechanical theory
of friction [14], friction force forms due to:

resistance to motion of one body towards an-
other due to interatomic and intermolecular interac-
tions in the actual contact areas of the bodies, i.e.
adhesion forces;

when solid bodies come in contact due to their
varying stiffness or their inhomogeneous properties
in different areas and due to varying stiffness of indi-
vidual micro-irregularities, stiffer elements penetrate
less stiff sections. As relative motion begins, more
solid sections deform the surface of one of the bodies.
Resistance forces, which occur at that time, can be
called deformation components of friction.

According to this theory, the coefficient of sliding
friction Jj, can be presented as:

_ Sa Py
@—A@+jvj,

where p, is the specific force of molecular attraction,
§ — area of actual contact, N — load, f; —the value

(1

of the coefficient of sliding friction as p,= 0.

Thus, when the load grows, the contact area re-
mains constant and the pressure in the friction area
grows, the coefficient of friction must decrease. The
intensity of this decrease depends on mechanical and
adhesive properties of the materials, which also affect
the intensity with which the surface area of actual
contact is changing due to a growing load.

The obtained results are confirmed with the data
from literature sources, according to which the coef-
ficient of sliding friction of polyamide goes down if
pressure grows in the friction area. For instance, [6]
for PA-68 polyamide the coefficient of sliding friction
changes from 0,15 at the pressure of 2,5 MPato 0,07
at 9,0 MPa, while for policaproctalam it varies from
0,250 0,15.

The results of the experiments confirm the as-
sumption [9, 10] that in case thin-layer coatings are
applied on steel substrate, strong compression strains
(up to 400 MPa) develop in 0,1 mm thick polyamide
layer which directly adjoins the steel surface. This
happens due to coordination bonds between iron
ions, which are part of red iron oxide and steel sub-
strate, and nitrogen atoms in polyamide hotmelt. As
a result, surface hardness grows dramatically and so
does the mechanical component in friction forces
and, consequently, adhesion increases. There are no
iron ions in lead oxide or powdered glass.



Conclusions

1. The values have been determined experimen-
tally for the static coefficient of friction and adhesion
strength on failure of thin-layer polyamide and some
polyamide-based composite coatings on steel surfaces.

2. It has been identified that the static coefficient
of friction for the pair “polyamide — steel” is 40%
lower than that for the pair “steel — steel”.

3. It has been revealed how the effect of polyam-
ide coating layer thickness impacts the static coeffi-
cient of friction on steel. With coating thickness more

Mechanical Engineering'>

than 0,12 mm, the static coefficient of friction of
polyamide on steel does not change.

4. In case additives such as red iron oxide are
added to polyamide, a composite forms, whose adhe-
sion to steel is bigger than that of pure polyamide, up
to 50% of red iron oxide mass fraction. Adhesion
reaches maximum values of 50 MPa with red iron
oxide content of 30% in mass fraction.

5. In tension joints it is reasonable to use thin-
layer coatings consisting of a polyamide-based com-
posite with 20—40 % of red iron oxide mass fraction,
rather than pure polyamide.
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V.S. Mamutov, A.V. Mamutov, S.N. Kunkin, X.S. Arsentyeva

METHOD OF OBTAINING FLD FOR USE IN SIMULATION
OF METAL FORMING BY MOVABLE MEDIA

B.C. MamymoG, A.B. MamymoG, C.H. KyHkuH, K.C. ApceHmveBa

OUATPAMMbI NPEAE/IbHbIX AE®OPMALUMA TOHKOJIMCTOBOIO

METAJIJ1A NPU ®OPMOBKE NOABUXHbIMU CPEAAMMU

A combined numerical and experimental technique to obtain a Forming Limit Diagram of thin sheet
metal for metal forming by movable media was developed. The technique is based on deforming sheet
samples until failure by pressure of polyurethane into a variety of the elliptical dies. The required strain
state is defined by the proportion of elliptical die window. Through-thickness strain of the sample near
to a zone of failure or necking was measured, and major in-plane strains were obtained by finite-element
simulation based on the known metal properties. The simplicity of measurements and the absence of a
grid on the surface of the sample are the advantages of the suggested technique. Points of the Forming
Limit Diagram for the specific thin sheet stainless steel where obtained.

METAL FORMING BY MOVABLE MEDIA; FORMING LIMIT DIAGRAM; COMBINED NU-
MERICAL-EXPERIMENTAL TECHNIQUE; DESTRUCTION OF SAMPLES BY PRESSURE OF
POLYURETHANE; MEASUREMENT OF THICKNESS OF THE SAMPLE; FINITE-ELEMENT
CALCULATION OF RELATIONSHIPS BETWEEN THE MAJOR STR.

Pa3paboTaHa pacueTHO-9KCNepUMeHTabHAsI METONMKA MOJTyYeHHU s TMarpaMMbl MpenesbHbIX Aehop-
Malit TOHKOJMCTOBOTO MeTalla ISl IIPOLieccoB (HOPMOBKU MOABMKHBIMU cpenamil. CyTb METONUKU
3aKJII04aeTcs B pa3pylieHU 00pa3ioB JaBJeHUEM TOJIMypeTaHa Py Bapyaliuy pa3MepoB JUTUTITH-
YECKHMX MaTPULL TSI CO3IaHUS TpedyemMoro 1ecOpMUPOBAHHOTO COCTOSIHUS. B aKcniepuMeHTax u pac-
yeTax UCIOJIb30BaHbI MaTpUIIa C KPYIJIbIM OTBepcTHeM auaMeTpoM 100 MM 1 MaTpulIbl C OBaJIbBHBIMU
otBepcTusaMu ¢ pazmepamu 38x100 mm u 50x100 mMm. M3mepsieTcs TomumHa oOpasiia BOJM3M 30HbI
pas3pylieHus Wi eiikooOpa3oBaHus U Bbruucisiercs nepopmMaiius mo ToiairHe. COOTHOIIEHMS
MEXIY IJIaBHBIMU Te(opMalusiMU OTIPEAEIISIIOTCS KOHEYHO-3JIEMEHTHBIM PacueToOM Ha OCHOBE W3-
BECTHOI KpHMBOi1 1ehOpMallMOHHOIO YIIpoyHeHusl MaTepuaia. [Ipoctora uaMepeHuii, OTCyTCTBIE
CEeTKM Ha TIOBEPXHOCTHM oOpasiia sIBJSIOTCS TOCTOMHCTBAMMU TMpejiaraeMoil MeTonuku. [TomydeHbr
TOYKM AUArpaMMbl MpeaesbHBIX AedhopMalinii ToHkoaructoBoii ctanu 12X18HI10T.

JIMCTOBASA ®OPMOBKA IMTOABMXKXHBIMU CPEJAMMU; ANATPAMMA ITPEAEJBbHbBIX JE-
®OPMAILIMI; PACHETHO-9KCIIEPUMEHTAJIbHAS METOJIMKA; PASPYILLIEHUE OB-
PA3LI0OB MOJIMYPETAHOM; U3BMEPEHUE TOJIIIMHHOMW JTE®OPMALIMU; KOHEYHO-
BJIEMEHTHBIN PACYET COOTHOILUEHUWA IEOGOPMALIMN.

Introduction

The modern level of computers and finite-element
(FE) complexes and their availability for simulation
of sheet metal stamping enable numerical simulation
and prediction of the stress-strain parameters of
stamped blank with high precision. When using a
general purpose FE code such as LS-DYNA®, it is
possible to obtain the detailed distribution of all the
components of deformation tensor at every moment

during the deformation process [1]. In turn, it makes
possible to achieve one of the important goals of the
stamping process design — predicting the moment of
the blank fracture using Forming Limit Diagrams
(FLD) [2].

The processes of forming using elastomers (for
instance polyurethane) have some differences from
those where liquids are used as a pressure transmitting
media. Both liquid and elastomer accumulate some
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excessive energy during forming due to the uniform
compression, but, unlike liquid, elastomers cannot
leak through small openings, and pressure inside the
media drops slower after plastic instability starts. In
the work [3] experiments with piezoelectric sensors
of pulse pressure were conducted performing calibra-
tion by a “pressure leap” technique using polyure-
thane. The experiments have shown that there is a
time gap of 10—100 us (depending on fractured ma-
terial) from the beginning of plastic instability up to
the fracture occurs, after that the pressure starts drop-
ping rapidly. In the conditions of the pulse stamping,
this resource of plasticity can be used for instance
when a formed blank is stopped by a rigid die or by
precise dosage of the pulse energy [4].

At loading with using the polyurethane until the
moment of instability the blank is accelerated by ac-
cumulated energy to the high velocity, and the strain
rate at the fracture zone can reach de/dt = (1-5)-103s™!
[5]. Many of the works on obtaining and using FLD’s,
for instance [6], note that FLD at higher strain rates
significantly differs from that obtained in quasistatic
conditions. When simulating phenomena and proces-
ses with high strain rates such as Electro-Hydraulic
Forming (EHF), Electro-Magnetic Forming (EMF),
crash tests, etc., it is vital to provide FLD corresponded
in terms of strain rates to the process that is simulated.
The purpose of this work is the developing of a method
of obtaining FLD of thin sheet metals for the processes
of pulse stamping with elastomers.

Selection and rationale of the method
of obtaining FLD

Stuart P. Keeler first suggested the empirical cri-
teria of blank fracture based on measuring two planar
principal strains at the moment before fracture starts
[7]. Keeler obtained the FLDs for some carbon steels
for the area where both principal strains are positive
(i.e. the right part of diagram). The moment of frac-
ture beginning was defined as the moment when plas-
tic instability starts or, in other words, the moment
when necking becomes visible. Later, Gorton M.
Goodwin obtained similar data for the case when one
of the principal strains is negative (i.e. the left part of
the diagram) [8]. At the present time, the two variants
of FLD are distinguished: when deformations are
measured at the moment before necking and when
the deformations are measured after the fracture oc-
curred [2].
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There are many ways to obtain FLD experimen-
tally. All of them essentially are the destruction of
the blank sample at predictable or measurable de-
formation conditions. The most popular are the
Nakazima Test (by K. Nakazima [9]), Marciniak
Test (by Z. Marciniak [10]), and also known from
the beginning of the 20" century the Hydraulic Bulge
Test when a clamped blank hydrostatically formed
by liquid. The tests of Nakazima and Marciniak dif-
fer from each other mostly in shape of the punch —
cylindrical with hemi-spherical end and cylindrical
with flat end with rounded edges respectively. It is
often called by combined name Nakazima-Marci-
niak test (fig. 1,a, b).

The essence of the Nakazima-Marciniak test is
that the clamped blank sample of different shape is
formed until the fracture using a punch. To reduce
the effect from the friction between the punch and the
blank in the Nakazima test, lubrication or a layer of
antifriction material can be used. In the Marciniak
test, a companion layer with a hole in the center or a
punch with a center cut can be used which prevent the
blank from touching the punch at the center.

The deformation state (the proportion between
two principal planar strains €, and €,) is defined by

the shape and the size of the side cuts in the sample.
The side cuts can be of different shape, but the most
often used shape is circular cuts. A sample without
cuts provides biaxial state of deformation at the cen-
ter, which is: ¢, = ¢,. A sample with maximum cuts

gives an FLLD point which approximately corresponds
to the uniaxial tension, i.e. &, = -2¢,.

The actual principal strains are measured using a
mesh or some pattern on the surface of the sample.
This approach has some disadvantages. It is necessary
to determine the moment of starting plastic instabil-
ity, because this is the moment of fracture by defini-
tion. It is difficult to register such a moment by vi-
sual observation, so many researchers measured
deformations after the fracture, and in this case mea-
sured strains included the necking deformation. Us-
ing a mesh or a pattern on the surface needs not only
an operation of measuring this mesh but also correc-
tions to take into account the neutral layer offset. In
the past, that was done manually using a microscope
and was very labor intensive. Now it is more common
to use digital cameras and digital image correlation
software which requires expensive hardware and soft-
ware.
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Fig. 1. Traditional methods of obtaining FLD: a — Nakazima Test
(I — upper die, 2 — sample, 3 — spherical punch, 4 — lower die);
b — Marciniak Test (/ — upper die, 2 — sample, 3 — antifriction layer,
4 — cylindrical punch, 5 — lower die); ¢ — Hydraulic Bulge
Test (I — die, 2 — sample, 3 — liquid, 4 — chamber)

Furthermore, the mechanics of quasistatic defor-
mation and fracture, which is typical conditions at
Nakazima-Marciniak test, significantly differs from
that at pulse stamping by movable media, such as
EHF and EMF. From that perspective more appro-
priate is to use the Hydraulic Bulge Test (fig. 1, b). In
this approach, forming of the sample 2 is performed
by the hydrostatic pressure of liquid (usually oil) 3,
enclosed in chamber 4. The die 1 has rounded edges
to prevent fracture at the clamping contour. The pro-
portion between principal strains is defined by the
width a to height b dimensions of the elliptical die
cavity. The equality a = b creates uniaxial tensions
(¢, =¢,),and when a >> b, the second principal strain
can be almost zero (¢,= 0).

That way it is possible to obtain the right part of
FLD (with both principal strains positive). At the

typical conditions of forming by movable media the
right part of FLD is usually enough from practical

perspective. Nevertheless, all the disadvantages of
measuring strains are the same as in the Nakazima-
Marciniak test. In this work, an experimental-nu-
merical method of obtaining FLD similar to Hydrau-
lic Bulge Test is suggested that allows measuring very
close to the necking zone.

Combined experimental-numerical method
of obtaining FLD

The prerequisite data for the method is the
hardening curve in the form of the power law
o, = Be/,
where 6_— true stress; €, — true strain; Band m — pa-

rameters of the power law approximation. The blank
used in experiment was stainless steel 12X18H10T
(approximate US equivalent is S32100) of thickness
h,= 0,55 mm. The parameters of the power law were
approximated as: B = 1250 MPa, m = 0,287. The
experimental setup is shown in fig. 2,a.
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Fig. 2. Toolset for obtaining FLD: a — assembled
toolset, cross-sectional view (7, 7 — die beds, 2 — piston,
3 — container-chamber, 4 — polyurethane, 5 — sample,
6 — die); b — die set: round-shaped, diameter — 100 mm;
oval-shaped 38%100 mm, and 50% 100 mm; the fractured
sample corresponding the die 50% 100 mm

Loading of the blank sample 5 is performed by the
elastomer 4, enclosed in the container 3, where pres-
sure is created by moving the piston 2. By pressure of
the elastomer the sample is formed into the cavity of
the die 6 until fracture. The hydraulic press of 100
tones was used.

The polyurethane with Shore hardness of 55—60
units was used as a pressure transmitting media. The
friction coefficient is u < 0,01-0,05 for this type of
polyurethane in the conditions of the given process
[11]. Therefore it is not necessary to use antifriction
layer between the blank and the elastomer. The poly-
urethane also serves as a binder that holds the flange
of the sample 5 on the surface of the die 6.

The inner radius of the round-shaped die as well
as the major radius of the elliptic cavity of the oval-
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shaped die was b = 50 mm. The inside diameter of
the container and corresponding outside diameter of
the die was D = 150 mm. The sample diameteris 0,5
mm less than the container diameter. Although there
is no special clamping of the flange, as it is usually
done in the conventional test, such a proportion be-
tween the sample size and the die cavity size provides
enough flange resistance and prevents flange from
draw into the die thus ensuring that the strain (and
the fracture) will happen in the center of the sample.
The set of dies included round shaped die with ra-
dius 50 mm and two oval-shaped dies 5019 mm,
50x25 mm. The edge fillet has the radius of 6 mm.

The chosen design of the toolset provided stable
fracture conditions (fig. 2, b). After forming a sample
up to the fracture, the thickness 4 of the sample was
measured as close to the necking zone as possible
using a dial indicator. About 5—10 measurements
were taken for each sample with averaging the result-
ing value. Then the average true normal deformation
is calculating as:

e, = ¢, = In(h/h).

The round-shaped die provides uniaxial strain
condition in the center of the sample (¢, = ¢,). For

this point two principal strains are calculated as:

g, =¢,=¢g/2.

To obtain points of FLD other than for uniaxial
strain it is needed to know the proportion between
the major and the minor strain. That can be done
using numerical simulation of the deformation pro-
cess similar to that done in [12].

Simulation was performed with general purpose
finite element complex LSDYNA 971. The material
assumed as isotropic with the following parameters:
Young modulus £ = 202 GPa, Poisson coefficient
n = 0,31; power law parameters: B = 1250 MPa,
m = 0,287; density p = 7800 kg/m?. The LSDYNA
material card used was: MAT POWER_LAW PLAS-
TICITY. The die was simulated as a rigid object. The
friction assumed as Coulomb with friction coefficient
changing from static p = 0,2 to dynamic p = 0,15.
The pressure in the elastomer assumed linearly in-
creasing from zero to maximum necessary to fracture
the sample in 0,2 s. With given dimensions of the die
and sample it provided nearly quasistatic forming
conditions [12].

The results of the computer simulation are shown
in fig. 3.
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Fig. 3. Deformation paths for the marked points of the samples when forming
in the oval-shaped dies 38x100 mm (a, b) and 50x100 mm (c, d) respectively

The diagrams on fig. 3,6 and 3,d show paths of
deformation at the center of the four samples. The
same diagrams show the FLD obtained analytically
from hardening data. The calculated deformation
path defines the proportion between the principle
strains oo = ¢,/¢,. Together with the experimentally

measured thinning (the third principal strain €,) it
gives a point on FLD:

g, =-g/(1ta),e=0c¢,.

The obtained FLD points are shown in tab. 1. The
deviation of the measured thinning is 10—15%.

It can be noted that the obtained points are lower
than that obtained from hardening data. It can be
explained by the fact that the deformation in this
experiment happens at high strain rate [5], which can
cause such change in fracture limits [6]. The detailed
distribution of FLD values in the range of €, > 0 can
be achieved by using dies with other proportion of
the die cavity a/b.

Table
The components of the deformation tensor of the central point depending on the die
Shape of die cavity h -€, o =g,/ g, €,
Round with radius 50 mm 0,25+0,02 | 0,79 1 0,395 0,395
Oval 50%100 mm 0,35+0,03 | 0,45 0,48 0,146 0,304
Oval 38X 100 mm 0,384+0,03 | 0,37 0,35 0,096 0,274
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Conclusion

The method of obtaining forming limit diagrams
for thin sheet metal for using in simulation of pulse
forming by movable media is developed. Because
loading of the sample is performed by elastomer
(polyurethane), the forming and fracture conditions
in developed method are close to those in the said
technologies such as electro-hydraulic and electro-
magnetic forming. The distribution of FLD values in
the range of €, > 0 can be obtained by using dies with

different proportion of the elliptical die cavity. The

range of FLD ¢, > 0 is usually enough for practical
use in simulation of pulse stamping methods. The
point of FLD is obtained as a combination of thinning
measured in the necking area and principal strains
proportion obtained from numerical simulation using
finite element code. The advantage of the developed
method is the simplicity of used tooling, simplicity
of measurement, no need to use meshes and expen-
sive hardware and software to obtain strains. The
experiment is conducted and the FLD is obtained for
the stainless steel 12XI18H10T (approximate US
equivalent is S32100) of 0,55 mm.
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THE MECHANICAL STEPLESS IMPULSE TYPE TRANSMISSION
FOR ADVANCED SMALL-SIZED TRANSPORT

C.N. XydopoxxkoB

MEXAHUYECKASl BECCTYMNEHYATASI UMNY/1IbCHAS MEPEAAYA
ANA COBPEMEHHOM MAJIOTABAPUTHOU TPAHCNOPTHOU TEXHUKM

An alternative option of mechanical stepless impulse type transmission for small-sized transport is con-
sidered in this paper. The proposed self-regulating automatic stepless transmission allows to signifi-
cantly improve the technical characteristics of modern CVTs- with respect to power and kinematic
ranges as well as design simplicity. In this investigation, the theoretical analysis findings of the operating
processes- dynamics and kinematics in impulse transmission are presented for the ATV case in the
MATLab — Simulink visual programming environment. It also contains the project efficiency assessment.
The results showed that the proposed scheme of mechanical stepless transmission of impulse type has
the property of velocity ratio self-regulation. The transmission provides the vehicle’s smooth acceleration
and uniform motion, without the center differential required. At each wheel’s slipping a tractive effort
will be transmitted up to the traction limit. As a result the wheel lock is not required in order to improve
traction properties. The design of mechanical stepless transmission of impulse type is significantly sim-
pler and cheaper than that of the existing automatic transmissions, it has smaller internal power loss and
high application potential in small-sized vehicles.

MECHANICAL STEPLESS TRANSMISSION; IMPULSE TRANSMISSION; CVT; SMALL-SIZED
TRANSPORT; SIMULATION; MATLAB; SIMSCAPE; DYNAMICS; OPERATING PROCEDURE;
ACCELERATION CHARACTERISTIC.

PaccMmoTpeH ajibrepHaTHBHBIN BApUAHT MEXaHWYECKOI OeCcCTyreHYaToi rnepenayu MMITyJIbCHOTO TUTIa
MMPUMEHUTEbHO K COBPEMEHHOI1 MajiorabapuTHOI TpaHCIIOPTHOM TexHuKe. [1pemiaraemas camope-
ryJiupyeMasi aBToMatuuyeckas 0eccryrneHyaras rnepeaada rmo3BoJisieT CyleCTBEHHO YIyYIIUTh TEXHU -
YECKHEe XapaKTepUCTUKU TPAHCMUCCUM, BbIMOIHEHHbIX MO TexHosnoruu CVT, B yacTu cujioBoro u
KWHEMAaTU4YeCcKOTo I1Mana3oHoB, a TAKXe YIPoIlaeT KOHCTPpYKIMIO. [IpencraBieHbl pe3yabTaTbl aHa-
JIM3a B cpele BudyanbHoro nporpammupoBanus MATLab — Simulink kuHeMaTuky 1 IMHAMUKY pa-
OOUYMX TPOLIECCOB B UMITYJIbCHO TPAHCMUCCUM Ha MPUMEPE MOTOBE3EX01a, a TaKXe laHa OLleHKa
addekTuBHOCTH ee TpuMeHeHus. [loka3zaHo, 4To mpenjioXeHHas cxeMa IpoCTeiieii MexaHn4eCKOoi
OeccTyrneHyaTol nepefayy UMMYJIbCHOTO THIa 00J1a1aeT CBOMCTBOM CAMOPEryJIMPOBaHMSI EPEAATOY -
Horo oTHouleHus . [lepenaya obecrneurBaeT MaaBHbIM pa3roH U paBHOMEPHOE JIBUXKEHUE TPAHCTIOPT-
Horo cpenctia.[IpumeHeHue mexocesoro auddepeHrana He Tpedyercs. [1pu OykcoBaHUU Kaxa0e
KOJIeco OyleT nepeaaBarth TSTOBOE YCUIIME BILUIOTh J0 MPeAeSbHOrO 1o cierieHuto. [Ipu atom 610Ku-
POBKM KOJIEC JIJIsI TIOBBILLIEHUS TSITOBBIX CBOMCTB He Tpebyetcs.[Ipenaraemasi KOHCTPYKIIMST 3HAYM-
TEJbHO MPOLIE U JElIeB/e CYLUIECTBYIOIIMX KOHCTPYKIIMI aBTOMaTUYECKUX TPAHCMUCCU, UMEET
MEHbIIIMEe BHYTPEHHME ITOTEPU MOLITHOCTU U BBICOKMI TTOTEHIIMAI TPUMEHEHUS] B MaJlorabapuTHOM
TPAHCIOPTHOM TEXHUKE.

MEXAHUYECKAA BECCTYIIEHYATAA IMNEPEJAYA; UMITVIIbCHAA TPAHCMUCCHUA;
CVT; MOTOTPAHCITOPTHASA TEXHUKA; MOOEJIMPOBAHUE; MATLAB; SIMSCAPE; 1N-
HAMUKA; PABOYME ITPOLLECCHI; XAPAKTEPUCTUKHM PAST'OHA.
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Advanced motor transport is a huge segment of
small-sized vehicles, which includes motorcycles,
scooters, mopeds, ATV, snowmobiles, jet skis and
other equipment. These vehicles manufactured by
famous brands, have been steadily improved, their
variety and innovative design being amazing. In re-
cent years motobikes, ATV, snowmobiles have been
in increasing demand. ATV (All Terrain Vehicle) and
UTYV (Utility Task Vehicle) are vehicles intended for
traveling and cargo transportation in cross-country
conditions, not accessible for conventional cars or
motorcycles.

High cross-country capability and maneuverabi-
lity of such vehicles is provided by application of
advanced chassis components and mechanical con-
tinuously variable transmission (CVT) with auto-
matic control (Duramatic type, [1]). The latter nor-
mally consist of a clutch and an electronically
controlled CVT V-belt, which provides stepless torque
transmission from the engine to the driving wheels
depending on traffic conditions.

The disadvantages of vehicles with CVT are also
well known:

1. Narrow range of torque transformation and
necessity of additional speed gearbox application.

2. Intensive deterioration of tires and reduction of
their service life in full lock of power drive (4x4) that
is caused by parasitic power circulation (without the
interaxle differential).

3. Unavailability of a self-regulation gear ratio
(load-depending) and the necessity of a CVT elec-
tronic control system that does not fully satisfy the
working conditions.

4. Limited use of this type vehicles by domestic
motorists due to high cost of imported equipment.

The novelty of the presented engineering project
is that it provides theoretical basis for efficiency of
alternative stepless self-regulated impulse transmis-
sion (instead of CVT [2]) for small-sized vehicles.
There are various designs of mechanical impulse
transmissions [3, 4, 5, 6]. They are based on conver-
sion of the drive shaft rotation into angular oscillation
of the intermediate link, amplitude of these oscilla-
tions changing automatically or manually at loading
change on the driven shaft. Then angular oscillations
of the intermediate link are transformed into unidi-
rectional rotation of the driven shaft by means of a

free wheeling clutch (FWC), the greater the oscilla-
tions amplitude of the intermediate link the greater
the driven shaft velocity.

Application of impulse transmissions for vehicles
increases their efficiency, namely:

an additional speed gearbox is not required due
to a wider range of torque transformation;

manoeuvrability and cross-country capability are
increased due to internal automaticity (self-regulation
of gear ratio);

the permanent wheel drive without circulation of
parasitic power with automatic compensation of ki-
nematic discrepancy is provided;

transmission is simplified and reduced in cost by
eliminating the use of imported components and
application of a simple design implemented at an
accessible technological level,

maximum efficiency is ensured due to the replace-
ment of the friction variator (CVT) and torque trans-
mission by self-braking friction in FWC instead of
friction-slip like in CVT.

Analysis shows that in order to raise technical and
economic efficiency of modern small-sized vehicles
it would be advisable to use simple self-regulating
mechanical stepless transmissions, having a compact,
simple design and low cost. According to the pub-
lished evidence [4, 7, 8, 9, 10] it is known that gear
ratio changes in impulse transmission can be achieved
not only by changing the oscillations amplitude but
also due to the links elastic deformation, for example
that of the torsion shaft, connected with the FWC.
Such engineering solution simplifies the design of
impulse transmission and allows to arrange the parts
of transmission in overall dimensions of the existing
CVT (Duramatic).

This study is aimed at the investigation of vehicle
dynamic characteristics with such transmission,
namely joint operation of the engine, clutch and step-
less impulse transmission during acceleration and
uniform motion. An example of the kinematics of an
elementary impulse type transmission for all-wheel
drive (ATV) is shown in fig. 1.

At the heart of such transmission is the principle
of the gear ratio regulation in response of to load
changes by automatically changing the swirl angle
of torsion shafts 6 connecting the driven links of
FWC 5 with the output shafts 7.
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Fig. 1 The kinematics of an elementary impulse type transmission
for all-wheel drive (ATV): I — engine; 2 — automatic centrifugal clutch;
3 — reducer; 4 — hinged-lever mechanism (generator of mechanical
oscillations); 5 — free wheeling clutch (FWC); 6 — torsion shaft;

7 — cardan drive; § — differential; 9 — driving wheels.

Transmission operates as follows. The rotation
from the engine /, the centrifugal clutch 2 and the
reducer 3with angular velocity o is transmitted to the
hinged-lever mechanism 4, generating angular oscil-
lations of the FWC driving parts 5 with constant
amplitude @ . In case of harmonic oscillations its
angular speed is equal to

W, =@, sin (o 7).

Ifthere is no resisting torque on the driving wheels
9 (theoretically), the torsion shafts 6, connected
through the cardan drives 7 and differentials & with
the drive wheels 9, are not loaded by torque. Their
swirl angles for a cycle oscillation are theoretically
equal to zero, while gear ratio due the torsion shaft
deformation 6 i = 1. If angular velocity of the driving
wheels 9 and cardan drive 7becomes smaller by re-
sisting torque, the swirl angles of the torsion shafts
vary proportionally to the load; in case of maximum
deformation of the torsion shaft 6in the “stale condi-
tion”, the internal gear ratio will be equal to i = 0.
In operating procedure, the smaller gear ratio i, the
earlier FWC 5 is switched on and later switched off,
and the greater are maximum and average swirl an-
gles of torsion shafts 6, as well as the average torque
transmitted to the driving wheels 9. In this case,
torque transmission from the engine 1 through FWC
5Sto the front and rear axles is carried out with a phase
lag 180 deg.

The clutch 2 is used for smooth breakaway and
acceleration with a necessary intensity. The reducer
3 is required to lower the engine speed with a view to
decreasing the frequency of FWC engaging. Reverse
motion at this scheme, is provided by the FWC reverse
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operation [11, 12] (not shown). The procedure of
determination of ATV tractive-dynamic characteris-
tics and the simulation results are presented below.

Initial data:

Gross vehicle weight — 550 kg; maximum speed
— 80 km/h; engine capacity - 38 kW; type of driving-
wheels — AT25h8-12 (26h8-14); wheel arrangement
— 4X%4; traffic conditions: coefficient of motion re-
sistance /= 0,015, and traction coefficient of u = 0,65,
without considering the wind load; upgrading — at
least 25 degrees.

The operating procedures simulation of the me-
chanical impuls transmission was performed in MAT-
LAB-SIMULINK [13, 14]. The block diagram of
power train consisting of several subsystems is shown
in fig. 2.

Inertial properties of the rotating shafts and gears
are taken into account by means of the “Inertia”
blocks. The inertial properties of the engine, clutch-
es, driving wheels and ATV chassis options are em-
bedded in the parameters of the relevant subsystems.
Sensors of angular velocity and torque, as well as the
signal receivers are not shown.

SIMULINK block diagram is made up of several
subsystems.

1. Subsystem 1 — “Engine”, includes:

block «Engine» from the Simulink library «Sim-
scape - SimDriveline» with the following parameters:
the engine type — petrol, the maximum power —
50 hp, the maximum speed — 6500 rev/min; inertia
— 0,1 kg - m?; Engine power speed characteristic is
approximated by a polynomial of the third degree;

block «Signal Builder / Throttle» [15], determi-
ning the engine fuel supply.
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Fig. 2. SIMULINK block diagram of the ATV with simplest stepless mechanical impuls transmission

Here: 1 — engine; 2 — clutch; 3 — reducer; 4.1 and 4.2 — generators of mechanical oscillations in the

front and rear power circuit, respectively; 5.7 and 5.2 — free wheeling clutches; 6.1 and 6.2 — torsion

shafts (taking into account hysteresis losses); 7.1 and 7.2 — cross-axle differentials in the front and rear
axles; & 1 and 8.2 — driving wheels of the front and rear axles; 9 —ATV body

2. Subsystem 2 — “Clutch” includes:

block «Disk Friction Clutch» from the Simulink
library «Simscape — SimDriveline» with the follow-
ing parameters: the type — disk, the effective radius
of the friction discs — 60 mm; the discs number — 2;
the clutch type — hydraulic; the piston actuator cy-
linder area — 0,005m?; friction coefficient (static /
dynamic) — 0,7 / 0,55;

block «Signal Builder/Pressure» determining the
acceleration rate in clutch switching.

3. Inertia of rotating masses — «Inertia» blocks
from Simulink library «Simscape — Mechanical —
Rotational Elements» — on transmission inlet «Iner-
tial» and on the FWC outlet «Inertia2.1» and «Iner-

tia2.2 are equal respectively 0,5 and 0,0001 kg - m?.

4. Reducer (3) — a standard bloc «Simple Gear»
from Simulink library «Simulink — Simscape — Sim-
Driveline — Gears» with a ratio equal to 3.

5. Hinged-lever mechanisms «Impuls Generator»
(4.1 and 4.2) form mechanical harmonic oscillations
with a constant amplitude ¢, = 0,35 rad in two power
flows (front and rear axles) with a phase lag 180 degrees.

6. FWC «Unidirectional Clutch» (5.7 and 5.2)
converts harmonic oscillations into unidirectional
motion of torsion shafts — block of Simulink library
«Simscape — SimDriveline — Clutches».

7. Torsion shafts «Torsional Spring — Damper»
(6.1and 6.2) — block from Simulink library «Sims-
cape — SimDriveline — Couplings & Drives». They
have the following parameters: angular stiffness of
2100 N'm/rad, damping coefficient of 0,01 N - m /
(rad/sec).

8. The cross-axle differential mechanisms 7.1 and
7.2 «Differential» — distributes torque to the driving
wheels of the front and rear axles with a ratio of 0,7.
Blocks from a library «Simulink — Simscape — Sim-
Driveline — Gears».

9. The driving wheels §. 7 and &.2 — form a longi-
tudinal traction force proportional to the weight and
traction coeflicient. The wheels radius is 0,32 m, the
load on the wheel in a static position is uniform.
Longitudinal linear stiffness of the tires — 1000 kN/m;
longitudinal tire damping coefficient — 1000 N/
(m/s); inertia — 0,5 kg - m?.
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10. Subsystem 9 — «Vehicle body», includes:

«Vehicle body» block from the library «Simscape
- SimDriveline — Tires & Vehicles» with parameters:
mass — 550 kg; number of wheels per axle — 2; front
area — 1,5m?; drag coefficient — 0,4; mass center
coordinates — 0,6/0,6/0,5 m.

The total efficiency of the mechanical power train
(including losses in the gearing, differentials, bearings
and others) is assumed equal to 1 = 0,92.

The simulation results of the stepless transmission>s
operation parameters in accelerating from stop to
maximum speed are shown in fig. 3 —6.

At the initial starting point (smooth clutch swit-
ching and the fuel feed increasing) the engine torque
is transmitted through the reducer 3 to the second
intermediate shaft. Next, by means of unregulated
hinged-lever mechanisms 4. / and 4.2 the rotation is
converted into the angular oscillations of FWC leading
links 5.1 and 5.2 with phase bias 180 degrees (fig. 3).

Two FWC (one for each axle) transmit torque only
in one direction. Idle running is carried out in the
other direction. Therefore, they convert the angular
oscillations into unidirectional rotation, that is trans-
mitted by means of the torsion shafts 6.1, 6.2 and
cross-axle differentials 7./ and 7.2 to the front and
rear driving wheels.

The larger the oscillation amplitude, the higher
rotation speed of the driving wheels. In this case the
wheel’s speed changes automatically according to the
resistance movement at constant of FWC oscillation
amplitude.

If the resistance on driving wheels is great (ac-
celeration start) and they rotate at a low speed, the
main part of the FWC cycle is switched on, its driven
links oscillate together with the driving links and only
asmall portion of the FWC cycle is switched off. This
is accompanied by the appearance of free oscillations
of the driven links — splined end of the torsion shaft
(see fig. 4,a).
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It is important to observe that frequency of natu-
ral oscillations of the torsion shaft with the driven
links of FWC is much higher than oscillation fre-
quency generated by the hinged-lever mechanisms.
This is a prerequisite that must be provided by the
design, because transmission can work only below
resonance band.

If resistance at the driving wheels is small (at the
acceleration end), the oscillations of FWC driven
links of are very close to the maximum value of the
angular velocity of the driving links (fig. 4,b), the
torsion shaft twisting is reduced. Inertia of transmis-
sion’s driven parts is sufficiently large, therefore an-
gular velocity reduction during one cycle (one revo-
lution driving shaft) is immaterial.

Swirl angles of torsion shafts per cycle vary from zero
up to a maximum value equal to twice the oscillations
amplitude of the FWC driving links (fig. 5, a, b).

If resistance on the driving wheels is smaller than
torque from the swirl angle of the torsion shaft, the
wheels are driven, if otherwise, the wheels are in the
“stale condition”( with the fired engine). The aver-
age torsion shaft’s swirl angle is equal to the oscilla-
tions’ amplitude of the FWC’s driving links, and the
average torque on the driving wheels is equal to the
average twist angle multiplied by the angular stiffness
of the torsion shaft and the gear ratio of the wheel
differential.

The maximum torsion swirl angle is reduced from
24 to 10 degrees, with ATV increasing speed (fig 5,
a, b). The decreasing deformation of the torsion
shafts occurs automatically and is proportional to
the vehicle’s acceleration reduction, being deter-
mined by the engine’s excess capacity over the resis-
tance power.

Fragments of operating curves of transmission
— the input torque (links 4.1 and 4.2, fig. 2) and
output torque (links 7.1 and 7.2) in timing are shown
in fig. 6,a.
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Angular speed,
rad/sec.

Fig. 3. Angular speed (rad/sec) of the FWC driving links formed by
mechanical oscillations generator in the acceleration initial period in the
interval from 0 to 2 seconds

a) Angular velocity,
rad/sec.

b) Angular velocity, 1
rad/sec.

i i i i

50
1975 198 19.65 199 19.35 1, sec

Fig. 4. Angular velocity (rad/s) of driving and driven ends of torsion
shaft: a) at the acceleration start for a period of 0,25 seconds (from 1,5
to 1,75 sec.); b) at the acceleration end for a period of 0,25 seconds
(from 19,75 to 20,0 sec.)
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a)  Cyclic angle

deformation,
degr. ;
20
15 f
10 f
0 ?
_ 1 1 i 1
1.75 148 1.85 1.9 1.95 2 1, sec
b) Cyclic angle
deformation, T T T T
degr. : :
b 1 ST .................. T T T 4
-3 fosenannsnn it .................. .................. ................. i

5 i i i 1
19.75 19.8 1985 199 19.95 20 1, sec

Fig. 5. Cyclic angle deformation (degrees) of the torsion shaft: a) at the acceleration
start for a period of 0,25 seconds (from 1,5 to 1,75 sec.); b) at the of acceleration end
for a period of 0,25 seconds (from 19,75 to 20,0 sec.)
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a) Torque,
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Fig. 6. Dynamic parameters of ATV acceleration: @ — momentary and

average torque values (N-m) at the input (white background, black curve)

The transmission power range d (output to input

torque ratio) is:

J- mean[(2- M81+2-M82),.. | 400

and aggregate momentary and average torque values on output shaft of

impulse transmission (dark background, the black curve) in the time

interval from 0 to 25 seconds; b — change of total momentary and average
tractive effort (N) of driving wheels (light background, black curve) in the
time interval from 0 to 25 seconds; ¢ — change of ATV>s speed (km/h) in

the time interval from 0 to 25 seconds

that exceeds the torque transformation range of the
existing continuously variable transmissions. Here
the subscript «max» means the maximum average

6,2 value of torque over the whole range of gear ratios.

mean(M3,..)
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An additional advantage of impulse transmission
is that it allows to work a long time in so-called “stale
condition” (driving wheels stop when transmitting
torque from the engine) and has at the same time the
theoretical transformation ratio K, equal to infinity.
Real K factor has a finite value, because there are
hysteresis losses in loading-unloading cycles, but
these losses are negligible.

Total traction’s changes (N) of the ATV’s driving
axles during the acceleration are shown in fig. 6,b.
Maximum oscillation amplitude of the total tractive
force amounts to 600 H with an average of 1200 N
and is implemented at the acceleration start, then
traction gradually declines. The oscillations ampli-
tude of the total tractive force at the acceleration end
is about of 150 N with an average of 250 N.

The oscillation amplitude of the intermediate
links’ torque (at a frequency of 10 to 30 cycles/sec)
and driving wheels traction (20—60 cycles/sec) is
filtered and provides ATV smooth acceleration and
uniform motion (fig. 6,¢) due to the vehicle inertia
and the chassis damping properties. The graph shows
that the ATV accelerates smoothly to a speed of about
80 km/h in 25 seconds. The driving wheels’ slip at
constant engine speeds is of the order 1%.

As a result of the performed theoretical study it
was determined:

1. The proposed scheme of simple mechanical
stepless transmission of impulse type has the prop-

erty of self-regulation control. Thus, for the period
of ATV acceleration from a standstill to 80 km/hour
with an increase in the engine’s angular velocity from
75 to 600 rad/sec, the average angle of the torsion
shafts’ twist has changed from 15 degrees in the initial
phase up 5 degrees - at the end, i.e. transformation
ratio is 3. At the same time, taking into account the
engine acceleration and tire traction the total average
tractive force of the driving wheels has changed from
400 to 100 N. This transmission provides the ATV’s
smooth acceleration and uniform motion.

2. The FWC driven links are not connected to
each other kinematically, and therefore, the power to
the driving wheels of the front and rear axles is trans-
mitted independently in accordance with the elastic
characteristic of the torsion shafts, i.e. the driving
wheels can rotate with different angular velocities;
the torques transmitted to the driving axles are deter-
mined by elastic characteristics of their own torsion
shaft. Application of the center differential is not
required. When wheels of one driving axle slip, the
other driving axle will transmit tractive force up to
the traction limits. Therefore, the central differential
locking in order to improve traction properties of the
driving wheels is not required.

3. The design_of the self-regulating mechanical
impulse transmission is significantly simpler and
cheaper than available automatic transmissions, it
has less internal power loss and a high application
potential in small-sized vehicles [16].
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SEISMIC ANALYSIS OF CRANES REGARDING GEOMETRIC
AND PHYSICAL NONLINEARITIES

[1.A. Ta6punoGB

YYET ®U3UYECKOU U TEOMETPUYECKOW HEJIMHEMHOCTEM

NMPU PACYETE CEUCMOCTOUKOCTU KPAHOBBIX METAJIJTUYECKUX

KOHCTPYKLIUH

The paper studies the problem of factoring geometric and physical nonlinearities in seismic analysis of
cranes. An experimental study of factoring nonlinear characteristics of dynamics model was conducted.
A series of mathematical models were developed to describe different ways of linearization of the ex-
perimental model. Comparison of results shows that physical nonlinearity of wire ropes is not required
as factor in seismic analysis of cranes. Therefore, contact between wheel and rail and one-sided stiffness
of wire ropes are required to be taken into account. Any liberalization of the dynamical model entails
deviation of stresses, displacements and accelerations as results of the analysis.

SEISMIC ANALYSIS; CRANE; EXPERIMENTAL STUDY; NONLINEAR DYNAMICS MODEL;
MECHANICS.

B pabote paccmaTpuBaeTcs BOIIPOC yueTa HEIMHEMHBIX XapaKTePUCTUK TMHAMMYECKHX MOJeJIei mpu
pacydeTe CeiiCMOCTOMKOCTH I'Py30IIOIbEMHEIX KpaHOB 00111eT0o Ha3HayeHus. [IpoBeneHo aKCIIiepruMeH-
TaJIbHOE UCCJeNOBaHWE BIMSHUS FeOMEeTPUYECKO U (PU3MUEeCKON HeJIMHEeHHOCTel Ha mapaMeTphl
KoJeOaHnil nuHaMudeckoil cucteMbl. COCTaBIeH psia MaTeMaTUUYeCKUX MOJeJeil, OIMMUCHIBAIOIINX
KoJiebaTebHbII MPOoLEeCcC HEMMHEHHOI AMHAMUYeCKOl cucTeMbl. [1penioxkeH MeToa annpoKCUMaLuul
HEJIMHEMHBIX CTYIIeHYAThIX (DYHKIMMA ¢ pa3pblBaMU B IIPOM3BOIHBIX. PacCMOTpEeHBI TeOMETPUISCKU
HeJIMHEHbIE MaTEMAaTUYECKIe MOENIU, JOMYCKAIOIIWE pa3pblB OMHOCTOPOHHMX CBSI3ei MEXaHNYECKOM
CHCTEMBI, a TaK Xe (M3NIeCKU HeIMHEeHbIe cucTeMbl. [IpoBeneH cpaBHUTENIbHBINM aHATN3 BIMSTHUS
pa3IUYHBIX HEJIMHEMHOCTEl Ha mapaMeTphl KojebaTeJlbHOro npoiecca. Pe3yabraTel McciaenoBaHus
MOKa3bIBAIOT, UYTO JIMHEApU3alsl HEIMHEeITHOIT MeXaHNIeCKOI CUCTEMBI IPUBOIUT K 3HAYUTEIILHBIM
OTKJIOHEHUSIM KOJIMYECTBEHHBIX MapaMeTPOB KojieOaHWii ¥ MCKaXKeHUIO X ob1iero xapakrepa. [lpu
9TOM IIpeaiaraeMasi MaTeMaTudecKasi MOIEe/Ib IoKa3aia yIOBIECTBOPUTEIHHYIO OTPEIIHOCTh pacueTa
HEeJIMHENHBIX KoJeOaHUIA.

CEMCMOCTOMKOCTb; KPAH I'PY30IOABEMHBIN; DKCITEPUMEHTAJIbHOE UCCJIE-
JTIOBAHUE; HEJTMHENHAS TMHAMWYECKAS MOJEJIb; MEXAHUKA.

Introduction

Currently, calculating the seismic resistance of
metal cargo crane structures that do not make up the
equipment of nuclear power plants is regulated by [ 1]
and [2]. Both of these documents establish possible
methods for analyzing the seismic resistance of a
structure: the eigenmode expansion (in accordance
with Biot—Benioff’s response spectrum theory of
seismic resistance [3, 4]) and the direct integration
of a system of differential equations. The response
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spectrum theory of seismic resistance allows to de-
termine additional seismic loads on a structure using
as input data the so-called response spectra of the
foundation of a crane (a structure) and the magnitude
of the design basis earthquake (DBE). The metho-
dology of calculations by the response spectrum
theory of seismic resistance was described in [5]. The
input data for direct dynamical analysis of a structure
are either recorded or synthesized accelerograms,
velocigrams, or seismograms of earthquakes and the
DBE magnitude.
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In engineering practice, strength, stiffness and
stability analysis of metal structures of cargo cranes
is typically performed using the finite element met-
hod (FEM). Therefore, as computing power grows
and calculation costs are reduced, direct dynamical
methods are becoming increasingly used. Solving
differential equations by numerical methods allows
to more accurately determine the dynamical coeffi-
cients of displacements, stresses and strains, and as
a result, to reduce the metal intensity and the con-
struction costs of the crane.

However, the aforementioned regulations do not
provide either specific guidance on choosing dynam-
ical models for the seismic analysis of cranes, or rec-
ommendations on factoring in unilateral contacts
(such as the rail-wheel contact, or hoist rope) and the
nonlinear nature of the deformation of the suspended
elements. This gap in the explanations can be attrib-
uted to the fact that the response spectrum theory of
seismic resistance has been developed for building
structures, where such nonlinearities occur much less
frequently in metal cranes, and are therefore not
taken into account in the calculations. However, these
factors can play a very significant role for hoisting
machines. The problem of taking into account the
geometric and physical nonlinearities in seismic cal-
culations of cargo cranes is being actively discussed
in scientific circles [6—8]. The mathematical models
and methods offered for solving these problems allow
for potential bounces of the trolley wheels and the
crane on the rail, unilateral contact of the ropes,
physical nonlinearities of the structural materials, etc.
The urgency of the research in this area is due to the
need to improve the safety of hoisting machines op-
erating in seismically hazar-dous zones.

This study is dedicated to investigating the influ-
ence of physical and geometrical nonlinearities in a
dynamical system with regard to calculating the seis-
mic resistance of cargo cranes. The ultimate goal of
the study is in developing recommendations for ta-
king into account the nonlinear properties of metal
structures of general-purpose cargo cranes subjected
to seismic analysis. The study consisted of the ex-
perimental part, mathematical simulation and the
analysis of results.

Experimental setup

The experimental model simulates the construc-
tion of an overhead crane, sensing vertical oscilla-
tions and schematized as a geometrically and phys-
ically nonlinear dynamical three-mass system. A

schematic for the experimental setup is shown in fig.
3. The main elements of the model are convention-
ally referred to as bridge 3, trolley 4 and weight 6. The
bridge is secured in hinged supports / and 2, with the
movable support 2 allowing the bridge to move in the
direction of its longitudinal axis. Strain gauges 7 are
fixed to the bridge at the distance of a quarter of the
span from the supports. The trolley is located at the
center of the bridge span. The trolley can bounce on
the bridge. If the trolley separates from the bridge,
sensor § is triggered, registering the bounce event.
Thus, the experiment simulates the contact between
the trolley wheels and the rail. Weights 10 and accel-
erometer 9 measuring the vertical accelerations of the
pendant emerging during oscillations are secured to
the trolley. Guide ropes /12, stretched along the verti-
cal axis and passing through special holes in the trol-
ley, are used to eliminate the swinging of the trolley
from the vertical plane. A pendant, referred to as
weight in the experiment, is fixed to the trolley by a
flexible elastic suspension element. The pendant, as
well as the trolley, is equipped with an accelerometer
for recording accelerations and with additional cali-
brated weights. Before the start of the experiment the
whole system was pulled downward and secured using
hook 77/ mounted to the lower suspension element.
The measurements started at the moment when this
constraint was removed (i.e., the thread connecting
the weight to the foundation was cut).

The general characteristics of the experimental
model were the following: the bridge span was 1,520
mm; the bridge weight was 0,503 kg; the mass of the
suspended trolley with the accelerometer and addi-
tional weights was 1,9 kg; the mass of the suspended
pendant with the accelerometer and additional
weights was 2,63 kg.

In order to determine the actual stress-strain curve
for the stretched flexible suspension element, a series
of measurements was carried out for the elongation
of the sample under various loads. Fig. 2 shows a plot
for the stiffness of the flexible suspension element
versus absolute elongation. The interpolating curve
is described by the following expression with a con-
ditional operator:

a+b-eFif x>d;
y(x)=4C3if 0<x < d;
0 otherwise,

ey

where a = 0,34 N/mm; b = 2,5 N/mm; ¢ = 0,02;
d=82mm; C3=0,87 N/mm.
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Fig. 1. Schematic of the experimental setup: fixed support 7; movable

support 2; bridge 3; suspended trolley 4; flexible suspension element 5;

suspended ‘weight” pendant 6; strain gauge 7; bounce sensor &,

accelerometer 9; additional weight 70; hook 71; guide ropes 12

Stiffness, N/mm

067 Py
- .\
0,447 .‘\“ o
--.‘:¢_.‘____‘
l“--‘—
0223
0 &0 120 180 240 Elongation, mm

Fig. 2. Stiffness of the flexible suspension element versus elongation
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The results of the experiment are the recordings
of the strain gauge, the bounce sensor and the ac-
celerometers.

The experiment conducted demonstrated the ef-
fect of the geometric (weight and trolley bounce) and
the physical (change in the stiffness of the flexible
suspension element) nonlinearities.
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Mathematical modeling

In accordance with the input experimental data,
a number of mathematical models describing the
vibrations of a dynamical three-mass system were
constructed in MathCAD. Four models were de-
signed: /—a linear dynamical model; 2—a physically
nonlinear dynamical model taking into account the
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actual nature of the tension of the flexible suspension
element; 3—a geometrically nonlinear dynamical
model taking into account the possibility that the
weight may bounce on the flexible suspension ele-
ment and the trolley may bounce on the bridge; 4—a
physically and geometrically nonlinear dynamical
model. The schematic for the dynamical three-mass
system is shown in fig. 3.

Fig. 3. Dynamical system schematic

The mathematical models are based on the La-
grange equation of the second kind, which has the
form:

[M{i}+[Ca} + [K{u} ={R}, @
where [M] is the mass matrix of the structure, [C] is
the damping matrix, [K] is the stiffness matrix; {R}
is the known time-dependent vector of the external
load; {u} is the unknown time-dependent vector of
mass displacements in the model.

The systems of differential equations were solved
numerically in MathCAD 14 via the Radau solver
which uses the eponymous algorithm. The process
of energy dissipation during fluctuations is taken into
account through equivalent viscous friction for all
mathematical models. The coefficient of viscous fric-
tion was determined from the equality condition of
the decay times for the oscillations of the experimen-
tal and mathematical models. For all of the mathe-
matical models described below the coefficient of
equivalent viscous friction was u = 5 kg /s.

The linear dynamical model is the simplest of all
the ones presented. The system of differential equa-

tions describes the oscillations of the dynamical
three-mass system.

X1(t) -ml + ¢l - X1(t) — e2-(X2(t) — X1(1)) +

+ - X1 -p - (X2(0) - X1(1))) = g -ml;

Xz(t) m2 +c2 (X2(t)— X1(2)) —

—C3' -(X3(t) — X2(1)) + u - (X2(t) — X1(r)) — (3)
— W (X3(0) - X2(0)) = g -m2;

X3@t) -m3 + C3 -(X3(t) - X2(0)) +

+ - (X3(f) — X21)) = g -m3.

Here c1 is the bridge stiffness, N/mm; c2 is the
stiffness of the ‘trolley-bridge’ contact pair, N/mm;
c3isthe equivalent stiffness of the flexible suspension
element, N/mm; X1(7), X2(7) and X3(¢) are the gen-
eralized coordinates of the bridge, the trolley and the
weight, respectively, mm; m1 is the reduced mass of
the bridge, kg; m2 and m3 are the masses of the trol-
ley and the weight, including the accelerometers, kg;
gisacceleration of free fall, mm/s?; p is the coefficient
of viscous friction, kg/s.

The stiffness of the flexible suspension element
c3(t) is in this case taken to be constant. The greatest
oscillation time is in the linear non-zero segment of
the curve shown in fig. 2; however, the stiffness of the
flexible suspension element for the initial time is cal-
culated from Eq. (1). The equivalent stiffness used
during the physical linearization of the model is
taken as the average of the above values:

_ y(X2(0) - X3(0)) + C3
- 2

System (3) was solved with the following initial
conditions:

c3 = 0,68,N /mm.

X1(0)=0,mm//s;
X2(0) = 0,mm /s;
X3(0)= 0,mm /s;
X1(0) =-69,3mm ;
X2(0)=-69,3mm ;
X3(0) = —188,2mm.

“

In this study the geometric linearity was repre-
sented by the so-called buckling constraints. This
means that the ¢2 and ¢3 stiffnesses only experienced
uniaxial tension. Otherwise, the stiffnesses vanish
and do not create reaction forces affecting the oscil-
lation process. At the same time, given the specifics
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of the experimental setup, the dissipative elements
retain their functions for any values of the relative
displacements of the masses with respect to each
other.

The variable stiffness is represented in the mathe-
matical model as a continuous differentiable function:

_C K+ & 5
c(x) narctg(x k) + > (5)

where Cisthe maximum constant stiffness, N/mm;
k is the coefficient determining the slope of the
function.

The system of differential equations describing a
geometrically linear dynamical system has the form:

X1(t) -ml + ¢l - X1(r) — c2(t)-(X2(r) — X1(1)) +
+- X1 — p - (X20) - X1(1)) = g -ml;
X2t) -m2 + c2(r) -(X2(t) — X1(t)) -

—c3(1) -(X3(t) — X2(1)) + u - (X2(1) — X1(2))—
— - (X3(0) - X2(0) = g -m2;
X3(t)-m3 + ¢3(1) -(X3(t) — X2(t)) +
+1-(X3(1) — X2(t)) = g -m3;

(6)

2t) = % “arctg((X1() — X2(t)) - k) + %

c3(r) = % -arctg((X 2(f) — X3(¢)) -k) + %,

where k= 1000 is the dimensionless slope coefficient
of the stiffness function.

System (6) was solved with the following initial
conditions:
X1(0) =0, mm/s;
X2(0) =0,mm/s;
X3(0)=0,mm/s;
X1(0) =-69,3,mm; (7)
X2(0)=-69,3, mm;
X3(0) =-188,2,mm;
¢2(0) =10000,N / mm;
¢3(0) = 0,68, N / mm.

The relative stiffness of the flexible suspension
element under geometric linearization of the model
is simulated according to Eq. (1), the difference being
that the argument of the function is the absolute value
of the argument:
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a+b-eMif |x| >d;

d(x) =
Y C3 otherwise.

®)

The system of differential equations describing a
physically nonlinear system has the form:
X16) -ml + el - X1(£) = e2 - (X2(F) — X1(r)) +
+ - X1(0) — (X 20) - X1(1))) = g -mil;
X2(t) -m2 + 2 -(X2(t) - X1(7)) -
= c3(0) - (X3(1) = X2(t)) + (X 2(1) — X1(1));
—-(X3(1) - X2(t)) = g-m2;

X3(1) -m3 + ¢3(r) -(X3(t) — X2(1)) +
+ 1 (X3(1) — X2(t)) = g - m3;
a+b-e cXO=X20) ¢ |X1(t) - X2(t)| >d;

C3 otherwise.

®

3(r) =

System (13) can be solved with the following initial
conditions:
X1(0) = 0, mm /s;
X2(0)=0, mm/s;
X3(0) =0, mm /s;
X1(0) = -69,3, mm;
X2(0)=-69,3, mm;
X3(0) =-211,6, mm;
¢3(0) = yd(X2(0) — X3(0)), N/ mm.

(10)

The geometrically and physically nonlinear math-
ematical model contains all of these types of nonlin-
earities, and is described by a system of differential
equations:

X1(t) -ml + el - X1(t) — c2(r) (X 2(r) — X1(r)) +
+ - X1 — - (X2(0) - X1(0))) = g -ml;
X2t) -m2 + c2(t)-(X2(t) — X1(r)) —

— e3(t) -(X3(t) — X21)) + p-(X2() - X1(1));
- -(X3() - X21)) = g -m2;

X3(t) -m3 + e3(6)-(X3(r) — X2(1)) +

+ - (X3(1) - X21)) = g -m3;

an

c2(t) = % -arctg((X1() — X2(@)) -k) + %;

a+b-e ¢ XO=X20) 30 (x1(1) - X20t)) > d;
e3(t) = |C3if 0 < (X1(r) — X2(1)) <d;
0 otherwise.




Mechanical Engineering'>

System (11) can be solved with the following ini-
tial conditions:
X1(0) =0, mm /s;
X2(0)=0, mm/s;
X3(0) =0, mm /s;
X1(0) = -69,3, mm;
X2(0)=-69,3, mm;
X3(0) =-211,6, mm;
¢2(0) = 10000, N / mm;
¢3(0) = y(X2(0) — X3(0)), N/mm.

(12)

Analysis of the results

As previously stated, the following parameters of
the setup’s oscillations were recorded during the ex-
periment:

1) stresses on the surface of the rod in the points
where the strain gauges were attached;

2) the vertical accelerations of the trolley;

3) the vertical accelerations of the weight;

Displacement, mm

)
~

Displacement, mm

Fig. 4. Bridge displacements versus time:

&

4) the separation of the trolley from the bridge.

We should note that in this case, the stresses reg-
istered by the strain gauges are directly proportional
to the displacements of the central point of the bridge
span. Figs. 4—6 show comparative plots for the dis-
placements of the central point of the bridge, and the
accelerations of the trolley and the weight during
oscillations.

In view of the requirements of engineering analy-
sis, we compared the experimental results with the
analytical calculations by the following parameters:

» the amplitude of the first wave of bridge dis-
placement oscillations A;

« the duration of the bounce;

« the amplitude of the trolley acceleration oscil-
lations excluding the first half-wave;

« the amplitude of weight acceleration oscillations
excluding the first half-wave.

The results of the comparison of different math-
ematical models with the experimental data are lis-
ted in Table.

b)

Displacement, mm

Displacement, mm

EXPEriment; sseeeseeeeses model
(a — physicall and geometricall nonlinear; b — geometricall nonlinear; ¢ — physicall
nonlinear; d — linear)
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Table
Amphtude of bridge | Amplitude o'f trolley | Amplitude of weight Bounce duration
displacements accelerations accelerations
Parameter
Value, | Deviation, | Value, | Deviation, | Value, | Deviation, | Value, | Deviation,
mm % m/s2 % 1’1’1/52 % S %

Experiment 86,3 - 17,8 - 18,8 — 0,06 -
Nonlinear model 86,4 0,1 22,2 24,7 18,9 0,5 0,065 8,3
Linear geometry 96,3 11,6 21,8 22,5 31,4 67,0 0,146 143,3
Linear stiffness 76,1 -11,8 16,1 -9,6 27,5 46,3 0,038 -36,7
Linear model 76,5 -11,4 13,3 -25,3 27,5 46,3 0,023 -61,7

It is evident from the results of the study that the
nonlinear mathematical model best describes the
oscillations of the experimental setup. The lineariza-
tion of the model leads to a significant deviation in
the criteria for comparing the models and changes
the behavior of the oscillatory process in the system.
Without a doubt, the seismic calculation of a crane
is not the most accurate type of analysis since it is
impossible to predict the input effect. Therefore, this
calculation should be carried out with a safety margin,
with some results deliberately set too high. The choice
of the mathematical model and its linearization are
of interest. Let us consider the options for linearizing
the mathematical model used for calculating the seis-
mic stability of the cargo crane, based on the results
of the experimental study.

Steel wire ropes used in hoisting equipment often
have stiffnesses significantly higher than that of the
crane structure. The safety factor adopted for the
ropes is usually in the range of values n = 4...25 [9]
depending on the operation mode of the crane, the
purpose of the rope, and other characteristics of the
particular installation. As shown in Ref. [10], the
nonlinear properties of the ropes manifest themselves
at relatively high loads with respect to the breaking
force, if the safety factor is close to 3. In view of the
above, modeling the nonlinear properties of steel wire
ropes while calculating the seismic resistance of gen-
eral-purpose cargo cranes in the absence of addi-
tional requirements for the calculation accuracy can
be deemed ineffective.

Geometric linearization of the model in this study
led to an overestimation of all evaluation criteria, and

the behavior of the oscillations in the system changed
to a large extent.

Constructing a physically and geometrically non-
linear model of a cargo crane is not economically
feasible. A project designer does not require the bulk
material of the supporting structures to be physi-
cally nonlinear, since the situation when the calcu-
lated stresses in the metal are located in the yield
region is inadmissible. Modeling the nonlinear prop-
erties of steel wire ropes is also infeasible for the rea-
sons described above. However, geometric lineariza-
tion of the crane structure would unreasonably
increase the safety factors that would in turn increase
the overall costs of the crane.

Conclusions

The following conclusions can be reached from
the results of the study conducted:

The experimental study has shown that physical
and geometrical linearization of the mathematical
model describing the process of free damped oscil-
lations of a dynamical three-mass system causes the
calculated displacements and accelerations to deviate
from the true values by 11%-67%.

Physical linearization of the stiffness of hoist ropes
is the most preferable from the standpoint of labor
costs and feasibility, as it has no significant impact
on the result of the dynamical analysis.

It can be concluded from the results of the study
that unilateral constraints (steel wire ropes, the
wheel-rail contact) should be taken into account
when calculating the seismic resistance of general-
purpose hoisting equipment.
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M3aHNUIL, B KOTOPBIX PEKOMEHYeTCs Ty O/IMKaIysi OCHOBHBIX Pe3y/IbTaTOB AUCCEPTALNIL HA COUCKAHNE YIEHOI CTelleH I JOKTOpa HayK,
Y4Y€HOI CTeNeHN KaHaMu/aTa HayK;

— ¢ 2009 1. BXOAUT B HaLMIOHA/IbHYIO MH(bopMauMOHHo—aHanMquecxym cucremy «Poccuiicknmit MHIEKC HayYHOTO LIUTUPOBAHMUA
(PMHII)»;

— CBefleHN 0 MyOnMKaIyAX npepcTasneHsl B Pedepatusrom xyprane BUHUTY PAH u BkmioueHbl B GOH/ HAyYHO-TeXHMIECKOIT
mmreparypst (HTJI) BUHUTV PAH, a Taxoke B MeXAYHApOAHYIO cucteMy 1o nepuopndecknm usnanusm “Ulrich’s Periodicals Directory”

JKypHai my6mmKyeT pesyaIbTaTsl paboT B CIEAYIOLUX 00/IACTAX HAyKM M TEXHUKIL: 9HEPreTHKA, MeKTPOTEXHIKA, MaTepraIoBeeHNe,
METaJUTypriisl, MaIIMHOCTPOEHNE.

Pepakiyst XypHaa coOMOfaeT IpaBa UHTE/IEKTyaIbHOI COOCTBEHHOCTH 1 CO BCEMI aBTOPAaMI HAay4YHBIX CTAaTell 3aK/II04aeT U3-
TaTeNbCKMI TUIIEH3MOHHBII JOTOBOP.

ITy6nuKaryst MaTep1aoB, B TOM YIC/Ie COMCKATeIel! YIeHbIX CTeIIeHell, OCYIeCTBIATCA 6eCIIaTHO.

2. TPEBOBAHVSA K ITIPENCTAB/IAEMBIM MATEPUATIAM

2.1. IlpeacraBneHue MaTepuanos

B cTarbe JO/KHDBI OBITH KPATKO M3/I0KEHDI HOBbIE ¥ OPUTMHA/IbHBIE Pe3y/IbTaThl MCCIEOBAHMIL, IO/TyYeHHbIE aBTOPAMIL; CTIEyeT
u3berarb IOBTOPEHNI, M3MIIHKUX MOAPOOHOCTEIl U M3BECTHBIX IIOIOKEHMIT, HOZPOOHBIX BHIBOIOB, GOPMYII 1 ypaBHEeHMI! (IIPUBOIUTD
JIUIIb OKOHYATeIbHbIE (POPMYIIBL, IIOACHNUB, KaK OHM IOTyYeHbI).

ITpy HamMCaHMY OPUTVHAIBHOI HAYYHOI CTaTby 1 0pOPMIIEHNI PYKOIIMCH aBTOPbI JO/KHBI TPUJEPXKIBATHCA CTEYIOLIVX TPABIIL.
CraTbs JO/DKHA IPEICTAB/IATL COOOI OMICaHIIe BHIIIOTHeHHBIX MCCIEOBAHMI C yKa3aHIEM X MeCTa B COOTBETCTBYIOIel 06/1acTi Hayk
1 06Cy>K/ieHMeM 3HaUYeHMsA BBIIIOJTHEHHOI paboThl. PyKomuch JO/DKHA cofiepKaTh JOCTATOUYHOE KOMMYeCTBO MHGOPMAIMY 1 CChIIOK Ha
0611eJ0CTyIHbIE UCTOYHMKM JYIA TOTO, YTOOBI paboTa MOI/Ia GBITh IIOBTOPEHA HE3ABUCUMO OT aBTOPOB.

HaspaHue cTaTby IOJDKHO OBITh KPAaTKUM, HO MH(opmaTusHbIM. Obpalaem Bale BHMMaHMe Ha TO, YTO XXYPHAJI M3JAeTCA KaK Ha
PYCCKOM, TaK ¥ Ha aHITIMIICKOM fA3biKe. B CBA3M ¢ 9TUM, He CIefyeT UCIIONb30BaTh a60peBNaTypy B Ha3BaHUM CTaTbIL.

AHHOTAIMA JO/DKHA JaBaTh YMTATENIO CKATYI0 MHOOPMAIIMIO O COfIep)KaHNM CTaTbi. AHHOTAIUA JO/DKHA OBITh MH)OPMATUBHON 1
OTpakaTh He TOMbKO OCHOBHbIE Lie/I CTAThI, HO M IJIABHBIE PE3Y/IbTAThl ¥ BRIBOJBI PaOOThI. AHHOTALNA He ABIACTCA YACTDIO TEKCTA I
cama 110 cebe JJO/DKHA ABIATCA 3aKOHYEHHDIM OIMCAHMEM.

KiroueBble C10Ba JODKHBI OTPaXKaTh OCHOBHYIO IIPOG/IEMATHKY CTaTby M JOIDKHBI IPMBOAUTDLCA HA PYCCKOM A3BIKE 1A PYCCKOI
U Ha aHITIMIICKOM JI/ISl aHITIOA3BIYHON BepCuy cTaThy. KommyecTBo KT04YeBLIX CIOB — He MeHee TpeX 1 He 6oree cemu.

Appec 1151 KOPPEeCTIOHEHIINI TOIDKEH COfiepyKaTh haMuIMIo aBTOpa /1 KOPpeCIoHeHIN (He 06:13aTeNbHO IIePBOTO aBTOPa), ero
TIOJIHBIIL IIOYTOBBII affpec, TenedoH, dakc, e-mail.

IIpu HeobxXopumocTy Pefkonerns MoxeT HoTpe6oBaTh NpeACTaBIeHNs AKTa SKCIIEPTUSDI.

IIpercTaBnente BCeX MaTepUasnoB OCYIIECTBAETCA B 97EKTPOHHOM BUJie Yepes MuuHblit kabuner JIEKTPOHHON PENAKIIMN
1o agpecy: http://journals.spbstu.ru

Cratby nopatorcsa B popmare .docx (MS Word 2007-2010). Paiin cTaThy, IIOfaBaeMblii Yepe3 sMeKTPOHHYIO PeaKINIO, JOTKEH CO-
Jiep>KaTh TOIBKO CaM TEKCT, 6e3 Ha3BaHNA, CIIMCKA INTEPATypbl, GaMuInii 1 JAHHBIX aBTOPOB. CIIICOK INTEPaTyPhl, HA3BaHNE CTAThH, BCA
nHpOpMaIA 06 ABTOPAX 3a/]al0TCA Y II0fjaue Yepes SMeKTPOHHYIO pefaKI[MIO B OT/NIbHBIX HOJIAX. B TeKcTe CTaThy JOMKHBI OBITH CChITI-
K1 Ha BCE MICTOYHMKIL U3 CIIMCKA TUTepaTypbl. IIopA/KOBbI HOMep MCTOYHMKA B TEKCTE CTAThV YKa3bIBAeTCA B KBAJIPATHBIX CKOOKAX.

2.2. OpopmneHne MaTepuanos

2.2.1. O6beMm crareil, Kak mpaBuio, 15-20 crpanni popmata A-4. KommdecTBo prucyHKOB U ¢otorpaduit (B ToM 4uciie LIBETHDIX) He
TOJDKHO IIpeBbIIath 4, Tabmmi — 3.

2.2.2. Yucno aBTOpoB — He 60JIee TPeX OT OJHOI OpraHU3aluy U He GoJIee AT OT pasHbIX opranmsanuit. CraTbs JO/DKHA GbITH
MOJNICaHa BCeMM aBTOpaMi. ABTOpaMU SIBJIAIOTCS /INIA, IIPMHUMABIINE yYacTiie BO Beeil paboTe MU ee ITTaBHBIX pasfenax. Jluia,
y4acTBOBaBIINE B PabOTe YaCTUYHO, YKA3BIBAIOTCS B CHOCKAX.

2.2.3. CraTbs JOMKHA COIEPKaTh CIEAYIONIVe Pasfebl:

HoMep YIIK B cOOTBETCTBUM C KITACCUPUKATOPOM;

(aMmIuy aBTOPOB Ha PyCCKOM I QHITIMIICKOM SI3BIKAX;

Ha3BaHNe Ha PYCCKOM M aHIJIMIICKOM sI13bIKAX;

AHHOTAIMA — 3-5 MPEIOKEHNI Ha PYCCKOM I aHITIMIICKOM S3bIKaX;

K/II0YeBble CJIOBA — He MeHee 2 11 He Go/iee 7 Ha PYCCKOM U aHIJIMIICKOM SI3BIKAX;

BBefleHe (aKTya/IbHOCTh, KpaTKOe 000CHOBaHNe CYILeCTByoLIelt mpobmemsr) — 1,0-1,5 cTp.;

1es1b paboThl (KpaTKasi YeTKast pOpMY/IMPOBKA IOCTAB/IEHHOI 3a/1a4n);

METOAVKA IIPOBEIEHNs MCCIeSOBAHNIT I PACIETOB, BKIIOYask KPATKYI MHPOPMALMIO 06 JCIONb30BaHHBIX IPKOOpax, MeTOxax
M TOYHOCTI 9KCIIEPUMEHT/IbHBIX N3MEPEHNIT U TEOPETUYECKVX PACIETOB I T. i.;



