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RESUME
on dissertations Taukebaieva K. S.  on a thema «Perfection of the mechanism of
transportation of the sewing car 550 l. for the automated fringing of details of
footwear» on competition of a scientific degree of candidate technical sciences
on  a speciality 05.02.13 – Machines, units and light industry processes

The Keywords: Automation of process of orientation of the detail, FTOU,
automated okontovochnaya the car ( ), modelling, kulonova force, dry friction,
reaction of forces, the instant center of speeds.

The Objects of research: the  sewing  car  550  l,  technological  process  of
orientation of details at their planimetric fringing, FTOU.

The Objective of work: development of scientific bases of creation
550 on the basis of FTOU for the automated planimetric fringing of details of

footwear and practical procedures of their use in various areas of the appendix.
The Investigative technique: theoretical researches have been lead with use

of known positions of the theory of cars and mechanisms, methods of mathematical
modelling of processes. Experimental researches are lead in laboratory and
industrial conditions with use of the modern measuring equipment and video
equipment.

The received results and their novelty: - new questions of the theory of
design 550 for the automated planimetric fringing of details the footwear
providing development FTOU, Providing to performance of technological process
of a fringing of details of product LP of various forms and the sizes; - new methods
of maintenance of the set accuracy of technological processes – a planimetric
fringing of details of footwear, during work , based on creation FTOU; -
development new designs FTOU 550 as a whole, Ways of expansion of their
technical possibilities and practical recommendations on creation of the similar
equipment for a planimetric fringing.

The practical importance: In the dissertation, specific targets of modelling
and optimization parameters 550 for LP are solved in a complex.
The practical importance of work proves to be true efficiency of introduction of its
results in a number of factories in  and educational institutions. The project
developed on subject matter of dissertations is included in the Catalogue of
Innovative projects of Republic Kazakhstan.

Degree of introduction and economic efficiency: results of dissertational
work are introduced in manufacture and in educational process on disciplinam
«Cars and devices of shoe manufacture», «Cars and devices of sewing
manufacture», «Calculation and design of typical cars».

Total annual economic benefit of introduction AOM, for example, On the
basis of cars of type 550 l. PMZ makes accordingly 810000 g.

Scope: light industry.
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	АВТОРЕФЕРАТ
	Экспериментальное исследование взаимодействия упора с   контуром, показывает, что деформация края детали увеличивается с увеличением расстояния между краем детали и проколом иглы, и этот припуск  испытывает две деформации – торцевую и изгиб края детали. Рекомендовано уменьшение припусков при выполнении окантовочных строчек, так как технологией выполнения контурных окантовок, припуски предусмотрены лишь для предотвращения возможной ошибки при ручном выполнении окантовочных операций. В данном случае процесс окантовки выполняется автоматически с применением АОМ550, где предусмотрено обеспечение эквидистантности строчек относительно контура детали. Потому эти припуски уменьшены на 4 - 6 мм.


