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Finite element simulation to analyze
forming characteristics in radial extrusion process

P.B.Abhari!, 0.G.Malii', O.Yu. Chepelenko?!, K.I. Kotsiubivska?
!Donbass State Engineering Academy, Kramatorsk, Ukraine
2Kyiv National University of Cultural and Arts, Kyiv, Ukraine

Abstract: The single-ended radial extrusion process with mandrel by the rigid-plastic finite element method (FEM) to
investigate the forming characteristics is considered. It is seemed that the tubular billet is rigid-plastic body and
various tool parts are all rigid bodies and tubular billet and die tools temperatures are room temperature. The billet
material has been used for the simulation is AA 6060 aluminum alloy. Based on the finite element simulations by using
two-dimensional QForm software, deformation patterns (gridlines distortion), distributions of effective strain and
stress, and the relative pressure on the punch vs. chamfer angle on the tool with different relationships such as Ri/t and
h/t have been investigated.

Keywords: radial extrusion, finite element method, material Flow, relative pressure, effective strain and stress

In the manufacturing of high volume parts with different and complex geometrical
parameters, extrusion process especially cold state provides better economical and technical results
than compared to other various manufacturing process. Some of these results are precision parts,
near net shape quality, excellent surface finished, and reduce the cost and time of process design [1-
3]. In the cold extrusion process the cylindrical solid or tubular billet is located in the die cavity and
is squeezed by multiple rams. The billet is compressed with one or two opposite rams movement
and the billet material fills the die cavity [4, 5]. Schemes of radial extrusion on a mandrel with one-
sided supply of metal during the forming process were studied in works [3-5]. In the cold extrusion
process is used different theoretical method such as energy method of power balance [2, 5, 6], upper
bound method [3] and finite element method [7, 8]. In recent years, to design and analysis of cold
extrusion process finite element method has more application in manufacturing industries and also
this method is used a direct iteration and Newton-Raphson methods to solve the nonlinear equations.

In this paper, based on the finite element simulation by using QForm 2D software to analyze,
forming characteristics such as deformation patterns (gridlines distortion), distributions of effective
strain and stress and power mode of deformation in single-ended.

The die scheme with axisymmetric tubular billet and finite element simulation for single-
ended radial extrusion process are shown in Fig. 1. The die geometry parameters, axisymmetric
tubular billet dimensions and power mode parameters are as follows: Ro — the outer radius of
tubular billet
(Ro = 27mm), R1 — the inner radius of tubular billet or the radius of mandrel (R1 = 9mm), R — the
outer radius of flange or formed part (R = 45mm), R; — the intermediate flange radius, L — the billet
height (L= 100mm), h — the flange height (h=11.7mm), t = Ro-R1, h/t —the relative flange height,
a — chamfer angle on the tool, V — punch velocity (V=1mm/s), P — punch load, , The friction factors

5 OOPYM IHXXEHEPIB MEXAHIKIB
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between the billet and tools are constant (Zibel's law, u=0.08). The billet material has been used for
the simulation is AA 6060 aluminum alloy.

During the simulations by commercial software for plastic deformation such as QForm2D, it
is seemed that the tubular billet is rigid-plastic body and various tool parts are all rigid bodies. In
the radial extrusion processes with mandrel, tubular billet and tooling temperatures are room
temperature.

The material flow behavior and the influence of various factors in radial extrusion processes
with mandrel were explored. Deformation patterns (gridlines distortion), distributions of effective
strain and stress in single-ended radial extrusion process with mandrel (Fig. 1) by using relationship
h/t=0.65 are shown. It can be seen that the effective strain and stress of the billet were symmetrical
distributed in the processes. It is observed in these figures that the maximum effective strain and
stress in a relationship Ri/t=2.25 are calculated as follows: &i max =1.0, 6i max =200MPa in single-
ended radial extrusion process with mandrel (Fig. 1).

Pl

a b c d
Fig. 1- Single-ended radial extrusion process with mandrel: a —die scheme, b — deformation patterns or gridlines distortion,
¢ —distributions of effective strain, d — distributions of effective stress

The relative pressure on the punch vs. chamfer angle on the tool with different relationships
such as Ri/t and h/t in single-ended radial extrusion process with mandrel has been investigated by
finite element simulation. The determined results have been shown in figure 2.
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a b

Fig.2 — The relative pressure vs. chamfer angle on the tool in single-ended radial extrusion process with mandrel
by different relationships: a — Ri/t, b — h/t

The comparison of relative pressures between different relationships, Ri/t and h/t in figure 2
show that for a constant value of chamfer angle on the tool relative pressure will be increase for
increasing Ri/t and for decreasing h/t. This is because the material flows in die cavity filling occur
hardly.
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AHaJi3 ¢popmoyTBOpIOIOUNX XapaKTePUCTUK npoirecy paaiaJbHOro
BU/IABJIIOBAHHS HA OCHOBI CKiHY€HHO-eJIEeMEHTHOI 0 MO/IeJII0BAHHSA

II.B. A6xapi’, O.I'. Mauiii!, 0.1O. Uenenenxo®, K.I. Konodiscbka®
! lon6ackka nep>xaBHa MamMHOOY IiBHA akajeMis, M. KpamaTopchk
?KuiBchKiil HalliOHANBHKI YHIBEPCUTET KyIbTYpPH 1 MUCTEITB, M. Kuis, Ykpaina

Anomauina: Pozenanymo padianvhe 8UOABNIOBAHHA HA ONpAsyi 3 0OHOCMOPOHHBLOW NOOAYer) MemoOOM CKIHUEHHUX
enemenmie (MCE) oOns Oocnidsicennsi xapaxmepucmux gopmoymeopennss. Tpybuacma 3azcomoska s6ms€ coboio
JHCOPCMKO-NAACTNUYHE MINO, PI3HI YACMUHU [HCMPYMeHmy € meepouMu miiamu, memnepamypa mpyouacmoi
3a20MO6KY | Wmamna 8ionogioae KiMHamuilu memnepamypi. Mamepian 3a20mosKu, 8UKOPUCMANULL NPU MOOEH08AHHI,
amominiesuii cnias AA 6060. Ha ocHo8i MOOento8anHs MemooOoM CKIHYEHHUX eNeMeHmi68 3 GUKOPUCMAHHAM
08068UMIPHO20 npocpamno2o 3abesnevennss QForm, Oynu docnidoceni modeni depopmayitl (6uUKpuneHHs OLMuibHOL
cimKu), posnoodin iHmeHcueHocmi Oeopmayitl €, poO3NOOiN THMEHCUBHOCMI HANPYXHCEHb OI, a MAKoMC 3MiHd
npugedeHo020 MUCKYy HAd NYAHCOHI 8 3aledCHOCMI 8i0 Kyma (acku Ha IHCMPpYMeHmI 3 PISHUMU 2eoMempUyHUMU
CRIBGIOHOWCHHAMU, MaKuMu K Ri/t ma h/t.

Knrwowuosi cnosa: padianvhe 6uoasuio8anus, mMemoo CKIHUEHHUX eleMEeHMi6, medis Mmamepiany, npueeoeHull muck,
iHMeHCUsHiCmb HanpyJiceHs i depopmayitl
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YK 621.777.4

B1iuB KOHTAKTHOI'O TEPTH HA (POPMOYTBOPEHHA
NMOPOKHUCTHX JeTajeil P BUAABIIOBAHHI

JLI. Aniesal, B.M. Jlepuenko?, O.€. Mapkos®, X.B. Maiii®

! lonbackKka nepsxkaBHa MAIMHOOY IiBHA akaaeMis, M. KpamaTopesk, Ykpaina

’lacTuTyT pagiodisuku Ta enextponiku im. O.5. Yeuxosa HAH Ykpainu, m. Xapkis, Ykpaina
3TOB «Texniunuit yniBepcuter «Merinpect INomiTexnika», M. 3anopixoks, Ykpaina

Anomauin: B pobomi nodawo amaniz 6apianmieé GUKOPUCMAHHSA CUL KOHMAKMHO20 MEpmsi Npu 6UOAGTi08aAHHI.
Memooamu 6epxHboi OYiHKU | CKIHUEHHUX eIeMEHMIE GUKOHAHO OYIHKY POJL CUNl KOHMAKMHO20 Mepms Ha XapaKmep
GhopmoymeopenHs nopodxcHucmoi demani npu eudagnosanti. Ilokazano, wjo KopucHe 3acmocy8aHHs aKMUeHUX abo
PeaKmusHux Cuil mepmsi npu 6UOAGII08AHHI 00360JA€ VHUKHYMU GLOXUIeHb Qopmu Oemanell y 6ueisiol YMsieHEeHb.
Hasedeno npuxnad diazpamu 015 6CMAHOGNEHHA HeOe3NeUHUX 30H 3 NAPAMEMPamMu NOSGU YMACHEHb.

Knrouosi  cnosa: suoaemiosanns, KoHmaxmue mMepms, HOPONCHUCMI  Oemani, Memoo 8epXHvboi  OYiHKU,
Gopmoymeopennsi.

CriocoOu  MO3A0BXKHBOTO  (MPSAMOTO Ta 3BOPOTHOrO) 1 TIOMEPEYHOTO  pPajiaibHOrO
BHJIABJIIOBAHHS € MMOIIMPESHUMH METOJJAMH OTPUMAHHS MOPOKHUCTUX JICTANICH THITY CTaKaHIB, TLTb3
Ta BTYJIOK pi3HUX TUnopo3MmipiB [1]. [Ipouiecu BumaBioBaHHS JEMOHCTPYIOTh CTIMKY TEHACHIIIO 10
30UTBIIIEHHST 00CSTIB BHPOOHMIITBA TOYHUX 3arOTOBOK, PO3IIMPEHHS HOMEHKIATYpU AeTalied 1
MarepiaiiB, IO IITAMIYIOThCSA, TIOCWJIGHHS TIpoleciB (HOpPMO3MIHM HOBUMH CIIOCOOaAMH
nehopMyBaHHS.

Jlo dakTopiB, 0 0OMEXYIOTh MOXKJIMBOCTI BUIABIIOBAHHS, MOXKHA BITHECTH, KPIM BHUCOKHX
MMATOMUX CUJ JedOpMYBaHHS, CKIAIHHI HaINpy>KeHO-AehOpMOBaHUN CTaH nerajieil, 0OyMOBICHHI
HEPIBHOMIPHOIO TeYi€r0 MeTany npu o0'eMHOMY 1uiactuyHOoMy JnedopmyBaHHl. lle Moxke
CYIIPOBOJIKYBAaTUCS BIIXWJICHHSIM (opmu netaneil abo pyHHYBaHHSM 3arOTOBKH, IO BUKIIHKAE
3HM)KEHHS SIKOCTI Ta BJIACTUBOCTEH JeTalieid, 110 BUTOTOBJISIFOTHCS [2].

[Ipouecam o006'eMHOrO IITaMIOyBaHHS Ta BUIABIIOBAaHHS XapaKTEepHI BUCOKI IMOKAa3HUKU
KOHTaKTHUX THUCKIB, CTYI€H1 OHOBJIEHHSI MOBEPXHI 3arOTOBKU Ta IIBHAKOCTEH KOB3aHHS METaly, 110
nepopmyerses. Ilpu 1pbOMy yacTka HEBUIBHUX, TOOTO KOHTAaKTHUX 3 IHCTPYMEHTOM IIOBEPXOHBb
3aroTOBKH, Y€ 3HAuHa, 110 BU3HA4Ya€ 3alie)KHICTh BUIY HaAMpPYKEHO-1e(hOPMOBAHOTO CTaHY,
XapakTepy 3alOBHEHHS MOPOXKHMHM ab0 BUTIKAHHS MeETaly, a TakoX (OpMyBaHHS CTPYKTypU Ta
MOBEpXHI BUPOOIB Bil YMOB KOHTaKTHOro TepTs. Big AOCTOBIpHOTO BH3HAUEHHS Ta 3aBJaHHS
IPaHUYHUX YMOB Ha KOHTAaKTHUX IMOBEPXHSIX 3HAYHOIO MIPOIO 3aJEKHUTh TOYHICTh pPE3ylbTaTiB
TEOPETUYHOTO aHaAI3y CHIIOBUX Ta JedopMaliiiHUX PeKUMIB IpoleciB popMo3Mini [3, 4].

Crnig 3a3HauMTH TAKOX, L0, HE3BAXAIOYM HA CKIAJHICTb BHU3HAUEHHS Ta 3aBJaHHS YMOB
KOHTaKTHOTO TEpTS, BUKOPHUCTAHHS TEPTS Y TEXHOJOTIYHUX IUIAX CTA0 OJHUM i3 e(peKTHUBHHX
HanpsMiB iHTeHCUdiKalii mpoieciB 00'eMHOTO TIacTHYHOTO AedopmyBanns [1, 2, 5].

Meta poGoTm — cucTemarusallis BapiaHTIB BUKOPUCTAHHS CHJI KOHTAKTHOTO TEpTS Ui
KEepyBaHHS TEXHOJOTIYHUMH PEKXUMaMH MPOIIECIB BUIABIIOBAHHS.

Jl7is BU3HAYEHHS POJIi KOHTAKTHOTO TepTs Ha (POPMOYTBOPEHHS MOPOKHUCTUX JeTallell MpH
BUJIABJIIOBaHHI BUKOPUCTaHI METOAM BEPXHBOI OIHKH, CKIHUEHHUX €JIEeMEHTIB Ta (HI3UYHOTO
MOJENIOBaHHA. Y XOJi JOCHIIKEHHS PO3TIASHYTO CIIOCOOM BHKOPUCTaHHS CHUJ KOHTaKTHOTO
IUTACTUYHOTO TePTH Ui iHTeHcupiKallii pexuMiB BUaBitoBanHs (puc. 1). /i 3HIKEHHS TUTOMUX
Ta TIOBHUX HaBAHTaXEHb MEPCHEKTUBHUMH € CIHOCOOM 3BOPOTHOTO BHJIABIIOBAHHSA 3 aKTUBHUM
TepTsAM [6], IO CTBOPIOETHCS 3a PaXyHOK KIHEMAaTHKH, W0 PEryiIleTbes MepeMillleHHS
iHcTpyMeHTiB. CriocoOM peamizoBaHi B mmTammax 3 Matpuiero (cxema 1) abo 3 pyxomum
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KOHTPITYaHCOHOM, SKHH MEPEeMIIYeTbCsS OJHOCIPSIMOBAHO 3 MYAaHCOHOM 3 MEHIIOK MIBUAKICTIO
(cxema 2). [lns ympaBiiHHS SKICTIO JeTalied, MO0 INTaMIYIOThCSA, 1 MiABUIICHHS T'PAHUYHOTO
CTymeHs (OpPMO3MIHM 3aroTOBKM 3a PaxyHOK ITIIBUIICHHS pPIiBHS TiIpPOCTATUYHOTO THUCKY B
ocepenky nedopmariii KOpUCHO BUKOPUCTAHHS CHJI PEAKTUBHOTO TEPTs, CHPSIMOBAHOTO TPOTH TeHii
metany [7]. Hus [pOro mpH 3BOPOTHOMY BHJIABJIIOBAHHI MATPHUI NEPEMIIIYEThCS BHU3
OJTHOHAIPABJICHO 3 IIyaHCOHOM, ajie, SIK MPaBUJIO, 3 IHIIOKO MIBUKICTIO, IO PETYIIIOETHCS.

1

Puc. 1. Ciocodu 3acTocyBaHHSI CHJI KOHTAKTHOTO TEPTS y MPoOIecaX BU/IABJIIOBAHHS MOPOKHUCTHX AeTaseil

—

[Ipn onpHOCHpPSAMOBAaHOMY IIOCTIHHOMY BIUIMBI CHUJIaMU TEpTS Ha TIOBEPXHI 3arOTOBKHU
BUHUKAIOTh MIKPOTPIIMHUA. 3MiHa HampsMy TaKOTrO BIUIMBY CIpHUSE 3aJiKOBYBAaHHIO TaKHUX
noBepxHeBuX JjaedekriB. Tomy cmocid BUIABIIOBAHHS 3 PEBEPCHUBHUM TEPTSAM MOXKE OyTH
e(heKTUBHUM MPHU X0J0aHOMY nedopmyBaHHi (cxema 4) [8].

[Ipu ¢dopMOYTBOpEHHI MOPOKHUCTUX JeTajiel MeToJaMH XOJIOJHOTO BHUIABIIOBAHHS
BiIOyBalOTHCS XapaKTepHI BimXwieHHS (HOpMHU AeTajedl y BUIIIANI yTATHEHb. [Ipu 3BOpOTHOMY
BHJIaBJIIOBaHHI CTaKaHy 1 TPsSMOMY BHJIABIIIOBaHHI BTYJIKH YTATHECHHsS Yy BUIJISAI BiIXUJICHHS
METaly Bil TOPIIIB MyaHCOHA CIOCTEPIraeThCsl Ha 3aKIIOYHHUX CTafisXx mpoiiecy (puc. 2, cxemu 1, 3).
PanianpsHe BHIaBmOBaHHA MO0 TOBCTUX (UIAHINB Ha KIHIII a00 B cepelHid 4acTHHI TpyOdacToi
3aroTOBKH CYIPOBOKYETHCSI YTBOPEHHIM YTSTHEHHS B 30H1 (uianus (puc. 2, cxema 2).

Po3paxyHkoBa cxemu il aHaiily €HEPreTHYHHM METOJOM BEpPXHbOI OLIHKU MPOIEeCy
YTBOPEHHSI YTSTHEHHS MPH OCECUMETPUYHOMY I03/I0BXHHOMY BHIABJIIOBAaHHI IpEACTaBlieHA Ha
puc. 2 (cxema 3). 3a Mi€0 CXEMOK BHJIABIIIOBAHHS CTIMKOMY MPOTIKAHHIO IMPOIECY BIAMOBIAAE
PIBHICTh HYJIIO 3HaYCHHS yTArHEHHs a (Y ), a yMOBa 3arno0iraHHs yTArHEHHS MOJIArae y BAKOHAHHI

HepiBHOCTI [1] P(y_g) £ Py ysg) - Llicist 100YH0BH KIHEMATHYHO MOMKIMBOIO MOJIS MIBUIKOCTEH,
OOYHMCIICHHS TOTY)KHOCTEW, IO BXOJATH 1O DIBHSAHHA CHEPreTUYHOrO OajaHCy, 3 OCTaHHBOTO
3HAXOJATh THCK BUIABIIOBAHHA: [) = p/ G, [9]. [IpoBiBmIM MaTeMaTHYHUI aHAII3 MPHUBEICHOTO
THCKY 1eDOPMyBaHHS Ui [OOYIOBAHMX TOMIB IBHAKOCTE O I oy = 0, orpumyrors
PO3PaxyHKOBY 3aJISKHICTh JUISi MOJJIMBOI BEIMYMHM BigHOCHOro yrsirHenus Y=Yy /[ H . [dani,
NPUPIBHIOIOYM [0 HYJIs OTPUMAHHMi JUis BU3HAYEHHS BiIHOCHOTO yrsirHeHHs Bupas (Y = 0),

MOKHA 3HAaWTH CIHIBBITHOLICHHS MDK TEXHOJIOTTYHMMHU IapaMeTpaMu, HIpu SKUX HMOBIPHO
YTBOPEHHS YTATHEHHS.
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f/u

B ' I 'q.u:
T e
1 L -
‘H‘x L] i Ha
—
a 7] 6

Puc. 2. YTBOpeHHs YTSI’KMH PH 3BOPOTHOMY () Ta pajiaabHoMy (6) BUIABJIIOBAHHI TA PO3PaXyHKOBA cXeMa 3 oJIeM
LIBHAKOCTEH MNP NPSIMOMY BH/IABJIIOBAHHI BTYJIKH(6)

[Ipu 3MeHIIeHH1 BITHOCHOT TOBITUHU (hJIaHIIS BTYJIKH, 10 BUABIIOETHCS, PO3MIP YTITHEHB

M0 MHPHHI & 11O BUCOTI b OynyTh 30uTbIIyBaTHCS. PO3MIpH 1O BHCOTI b moxua BusHAUMTH 3
YMOBH HapOCTaHHs HIBHJKOCTI BUTIKaHHA V, 3 ocepelky aedopmarlii 31 30UIbIICHHSAM IIUPUHU

YTATHEHHS @ . 3aJeKHICTh BHCOTH BHHHKHEHHs yTsrHeHHs H o Bix mapamerpis mporecy Ta
3aJIC)KHOCTI BIIHOCHUX PO3MIPIB YTATHEHHS BiJ TOBIIMHH ()JIaHISI HAaBEJICHO Ha pHC. 3.
OpieHTOBHO, TTOYATKy YTBOPEHHsSI YTATHEHHs BIAMOBiNAa€ 3HAYEHHS CITIBBIIHOIIEHHS TOBIIMHHU
(nanug Ta crinku BTynku h/s=1,0. 31 30i1bIIeHHAM KO€(]IiicHTa TEPTS 3HMKYEThCS TOBIIMHA

¢nanng (nHo crakany) H ), mo Binmosinae moyarky yrBOpeHHs yTArHEHHs, TOOTO TePTA MeTajly Ha

MOBEPXHi omnpaBku (200 Ha CTIHKAX MATPHIll MPHU BUIABIIOBAHHI CTaKaHy) HAa BUXITHINA AUISHIII
CITY)KUTh TEPEIIKOI0I0 BAHUKHEHHIO YTSATHEHHIO.

DL
S e

 1=0,01

h

Puc. 3. 3anexicrs KpUTHYHOI TOBUMHH (uianusg  Puc. 4. CoorBoperns Gpopmu paaHus npu MiHiMaIbHAX CHIIAX
Bil BigHOCHOro pajiyca NOPOKHHCTOI YACTHHH, IO KOHTaKTHOTO TepTsi
BHU/ABJIIOETHCS], | YMOB TepTs.
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I[Ipu MCE - mopnemoBanni y Qform-2D BukopucTani peaibHi po3Mipu 3pasKiB Ta
iHcTpymenty [10]. B sikocTi 3B 513Ky HampyXeHb 3 Aedopmaliielo BUKOpHUCTaHa KyCOYHO-JIIHIHA

anpokcumalis 3anexxnocred G —€ . jiud cwiasy AMuo-M. 3nauenns koediuieHta TepTs y
KOHTAKTi IHCTPYMEHT — 3pa30K HMPUIHATI 3aJI€KHO BiJl BAKOPHCTAHOTO MacTUJIA 1 3MIHIOBAIIUCS Y

mexkax WL =0,01...0,1, BcranoBinenux 3a ekCriepUMEHTATLHUME JaHUMU [4]. AHaJi3 OTpUMAHHUX
pe3ysbTaTiB TMOKa3aB TaKi caMi 3aKOHOMIPHOCTI MOSIBH YTSATHEHHS, SIK 1 OTpUMaHi eHEepreTUYHIM
METOJOM. BIuB cui TepTs Ha KPUTHUYHI BEMYMHU TAPAMETPIB CYTTEBHM, a KOMITIOTEPHI Ta
¢Gi3UYHI eKCTIEPUMEHTH 1€ JEMOHCTPYIOTh IyXe Hao4HO. HaBiTh mpu HE3HAYHOMY 3pOCTaHHI
BenmunHu Koedirienta Tepts (3 0,01 mo 0,08) monens NEeMOHCTpYE MOMKIHMBICTH YCYHEHHSI
CIOTBOPEHHS POpMH (IIaHIS, 110 CTIOCTEPIraeThCs I eKCIIEpUMEHTAIbHO (puc. 4).

BucnoBku. ®akTop KOHTAaKTHOTO TEPTA BIAI'pA€ 3HaYHY POJIb HE TUIBKU B CUJIOBOMY PEXHUMI,
asie TakoX Mo>ke OyTH BUKOPUCTAHUH JJIsl yIIpaBiIiHHSA (POPMO3MIHOIO 3aTrOTOBKH Ta MONEPEIKEHHS
nosiBu JedexTiB Gopmu Aetasneil. 3 posii TepTs BUIJIMBAE IPAKTUYHUN BUCHOBOK: aKTUBHE TEPTS Ha
MOBEPXHSIX KOHTAKTY 3arOTOBKH 3 MaTPULIEIO MOXKE HE JO3BOJUTH BUIABIIOBATH JA€Tall 3 BIIIHOCHO
TOHKUM (uaHieM abo nHoOM. PeakTuBHE TepTs, IO 3AIMCHIOETHCS MEPEMILICHHSIM OIPAaBKU B
HaNpsIMKY, TPOTHJIEKHOMY JI0 Tedii MeTay, MOKe 3al00II'TH YTBOPEHHIO YTSKUH Y MOPOKHUCTHX
neraneil. PeBepcuBHe (3HaKONepeMIHHE IO XOAY IIPOLECY) KOHTaKTHE TEpTs BUMAarae
MOTJIMOIEHOTO BUBYEHHS, SIK CIOCIO aKTMBHOIO YHPAaBIIHHS PEKMMaMHU IMPOLIECIB BUIABIIOBAHHS,
1o 3a0e3mneuye sKicHe (POPMOYTBOPEHHS JeTaJICH.

Influence of contact friction on the shaping of hollow parts during extrusion
L.I. Aliieva, V.M. Levchenko, O.E. Markov, Kh.V. Malii

Abstract: The paper presents an analysis of the options for using contact friction forces during extrusion. The upper
bound and finite element methods are used to evaluate the role of contact friction forces on the nature of forming a
hollow part during extrusion. It is shown that the useful use of active or reactive friction forces during extrusion makes
it possible to avoid deviations in the shape of parts in the form of sinks. An example of a diagram for establishing
hazardous areas with the parameters for the appearance of sinkholes is given.

Key words: extrusion, contact friction, hollow parts, upper bound method, shaping.
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CuJiioBi mapaMeTpu KOMOIHOBAHOT0 BUAABJIKOBAHHS
MOPOKHUCTUX KOHIYHUX JAeTajei

I.C. Auies!, B.JI. Kamoxkuuii?, B.M. Jlepuenko®, O.I'. Maiii*

! lonbackka nepsxaBHa MamMHOOYAiBHA aKkageMis, M. Kpamatopcesk, Ykpaina

HartioHansHuii TexHiuamii yaisepcuter Yrpainu «KIII im. Irops Cikopchkoroy

SIncturyt pamiodizuku ta exexrponiku iM. O.5. Yeuxosa HAH Vkpainu, M. Xapkis, Ykpaina

Anomauin: Memoio pobomu € usHaYeHHsI 0COOIUBOCTNEL CUNOBO20 PENCUMY KOMOIHOBAHO2O BUOABTIOBAHHS KOHIUHUX
odemanei. MCE M00emo8anHAM 6CMAHOGIEHO NOCMAOIIHULL XAPAKmep 3MIHU CUIU KOMOIHOBAHO20 360POMHO-NPIMO20
6UOABNIVBAHHS 8 Npoyeci 0eqhopMYBaHHs | GNIUG HA Ye YMO8 MEPMsL HA KOHMAKMHUX NOBEPXHSIX NYAHCOHY | Mampuyi.
Busisnena mooicmusicmo  3meHwienHs HauOiIbUul eHepeOEMHOT  3aKIOYHOL cmaodil 360POMHO20  GUOAGTIOBAHHS 3
Xapaxmepuo pizKum 3pOCMaHHAM CUL0GUX napamempis. Bcmanoeneno, wjo ocHoOBHUMU hapamempamu 6NIUGY € YMOGU
mepmsi, cxema 0eoOpMy8anHs i 3HAUEHHsL KYMI6 HAXUTY MEIPHUX THCMPYMEHMIE.

Kmouosi cnosa: xombinosane suoasniosanns, nopodxchucmi koniuni oemani, MCE, cunosi napamempi.

CrniocoOu 1mo3/10BXXHBOTO (ITPSIMOTO Ta 3BOPOTHOTO) BUIABIIOBAHHS € MIOMIUPEHUMHU METOIaMHU
OTPUMAaHHS MOPOKHUCTUX JeTallell TUIy KOHIYHUX CKJISSHOK 1 YallOK PI3HUX THUIOPO3MIpIB, SIKi
MOIIMPEHi B MamuHoOynyBanHi. [1-3].

[IpsiMe BUAABIIOBaHHS 3 PO3/adei0 KOHIYHUX aetaned (puc.l, a) mpuBepTae BEIUKY yBary
JOCITITHUKIB, OCKUIBKH 4Yepe3 PI3HOMMEHHY CXeMy HaNpy)KeHOTO CTaHy BHMAara€ MEHIIUX CHJI
nedopmyBanHs [3, 4]. OgHak 1e(OPMOBHICTH 3arOTOBOK 3a JAHOIO CXEMOIO MOXE OyTH HH3bKOIO
yepe3 Te, II0 Ha KPOMII JeTaji Ji€ OKpPYKHE HampyxkeHHs po3rary. Crocid 3BOpPOTHOTO
BHUJIaBJIIOBaHHS KOHIYHUX JeTaned (puc.l, 0) € HaWOUIbII EHEProEMHUM TMPOIECOM, IO
00yMOBJICHO IHTEHCHBHOIO OJHOCTIPSIMOBAHOIO TEYIEI0 METAIY B YMOBax BCEOIYHOTO CTHCHEHHS Ta
3HAYHOTO KOHTakTHOTO TepTs [2, 3, 5]. o dakrTopiB, mo 0OMEXKYIOTh MOKIHUBOCTI 3BOPOTHOTO
BHJIaBJIFOBAaHHS, MOJKHA BIJHECTH, KpIM BHCOKHMX MHTOMHX CHJI Je(QOopMyBaHHs, HEPIBHOMIPHY
Teuiro MeTany npu aedopMyBaHHI Ta BimxwieHHs ¢opmu netaneu [3, 5]. ]. Jo Toro x y mpomy
MPOIIeCi CTIMKICTh 3arOTOBKU HEAOCTATHSI, 10 3YMOBJIIOE TOSIBY PI3HOCTIHHOCTI netanei [1, 2, 5].
[lepcrieKTUBHUM METOJIOM ILITAaMIyBaHHS KOHIYHUX JeTajneil Moke OyTH KOMOIHOBaHE 3BOPOTHO-
IpsiME BUJABJIIOBAaHHS, IO J03BOJISE€ IOMITHO 3HHU3UTH EHEPrOCHJIOBI BHUTpPAaTH Ha IMpolLecC
neopMyBaHHs, OOCSIITH HaWOUIBII TOYHMX PO3MIPIB Ta MOKPAIIUTH SKICTh BHpPOOIB, IO
oTpuMyIOThes [6, 7]. [Ins HOBOi cxeMHu KOMOIHOBAHOTO BHIABIIIOBAHHS XapaKTEPHO PO3MIIICHHS
BHXIJIHOI KOHIYHOT 3arOTOBKHM Yy BEpXHill 4acTuHi mopokHuHU Matpuui (puc.l, r) [8]. Buxinna
3aroToBka 1 BCTAHOBIIOETHCA B MATpHIll 2, B SKid pO3MIIIEHUH BUINTOBXYBau 3 1 BUKOHYETHCS
nepopMyBaHHS 3 JAOKIAAaHHIM 3ycuiuid myaHcoHoM 4. B pe3ynbTari BIUMBY iHCTpyMeHTIB. [lpu
nepopMyBaHHI Takoi 3aroTOBKM OTPUMYIOTh MMOPOXXHHCTUH BuUPIO 5, BepxXHid TOpeUb SKOI
(bopMyeThes 32 PaxXyHOK po3/aui.

MeTto10 po60oTH € BH3HAUYEHHS 3a JOTIOMOTOI0 METOY CKIHYEHHHX €JIEMEHTIB MapameTpiB
mpolecy KOMOIHOBAHOTO MPSMO-3BOPOTHOTO BUAABIIOBAHHS KOHIYHOTO MOPOKHUCTOTO CTaKaHYy.
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Puc. 1. Cnoco6i BUIaBIIOBaHHS KOHIYHUX MOPOKHUCTHX AeTaNei

[Tpu MCE — monemoBanni y QForm-2D npomnecy koMOIHOBaHOTO BHIABIIOBAHHS MPUHHATHNA
BaplaHT 3 pO3TAllyBaHHSIM 3arOTOBKM y BEPXHIN 4acTuHI MaTpuul (puc. 2). Sk 3B'sI30K Hampyru 3

negopMaliielo BUKOpPHCTaHa amnpoKcuMalis 3anexHocTi G — €, ang cminaBy AJll. 3HaueHHs

I
Koe(ilieHTa TepTsS Ha MOBEPXHSIX MAaTPUIll Ta TyaHCOHY 3a/1aH1 3T1IHO 13 3aKOHOM 310€1s1 1 piBH1 Usm
= usn =0,08.
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Puc. 3. XapakTtep 3MiHN CHJIM BUAaBJIOBaHHA P mo

Puc. 2. 3miHa ciJ1 BUIaBJIIOBaHHS B 32JI€KHOCTI Bij X0y
X0y MyaHCOHY S

npouecy i yMoB KOHTaKTHOrO TepTsi: 1—peu= 0,36, psn=
01081 2- Wsm = Wsn = 0,08

Y pe3ynapTaTi NOpPOBEACHUX JOCHIIKEHb Mpolecy KOMOIHOBAHOTO 3BOPOTHO-IMPSIMOTO
BUJIABJIIOBaHHS OyJI0 BCTAHOBIICHO, 10 3MiHA CHJIM BHIABIIOBaHHS HEpiBHOMIpHO (auB. puc. 2). Ha
rpadiky MOXXHa Ha3BaTH TPH OCHOBHI cTalii mporecy BuAaBmoBaHHSA. Ha mnepmriii cramii
BiZIOyBa€ThCsl 30UTBIICHHS CHJIM BHJIABJIFOBAHHS 32 PaXxyHOK PO3NPECYBaHHS BHUXIJHOI 3arOTOBKH.
Ha npyriif, nceBpocramioHapHoi cTaaii NpoOLECy CIOCTepiraeTbcs IUTaBHE 1 Oe3nepepBHE
30UTbIIEHHS CHMJIM KOMOIHOBAHOTO BUAaBIIOBaHHs. [Ipy bOMY CHIIM TEpTs, IO BHHUKAIOTH MDK
MyaHCOHOM 1 3arOTOBKOIO, CIIPUSIIOTH MPSIMOMY BUJABIIOBAHHIO, & CHUJIM TEPTS MDX MaTPUIICIO Ta
3aroTOBKOIO — 3BOpOTHOMY. TpeTs cTanis, SKa MOYMHAETHCS 3 JOTUKOM HIDKHBOTO TOPIIS
HaniBpaOpHUKaTy 3 KOHTPIIYaHCOHOM, XapaKTepU3YEThCS PI3KMM CTPUOKOM CHIJIOBUX IapamMeTpiB.
Ha miit cramii komOiHOBaHE BHIABIIOBAHHS 3aMIHIOETbCA OUTBII EHEPrOEMHHM 3BOPOTHHM
BU/IABITIOBAHHSIM.

BusiBnenHs xkoeilieHTIB TepTs, sKi TPHU3BEAYTh MO BHUKIIOYCHHS KIHIEBOT CTafii
3BOPOTHOTO BUYABIIOBAaHHS MpU OOpaHili cXeMi TEeXHOJOTIYHOTO IMPOIecy, MPOBEIU MUIIXOM
MOCIIOBHOTO Tepebopy 3 OIiHKOK (OPMO3MIHM Ta 3MIHM CHJIM BHYABIIOBAaHHS. AHAIi3 3MIHH
CIJIM BUJABIIOBAaHHS B MPOIECI 3BOPOTHO-TIPSIMOTO BUIABIIOBAHHS MOPOKHUCTUX KOHIYHUX
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JeTanel mokasas, IO 31 30UIbIIEHHSAM KoediieHTa TepTs Ha marpui 10 0,36 KiHIeBe 3HAYCHHS
CHJIM BHJIABJIIOBaHHS MEHIIE, HDK npu KoediumieHTi Tepts Ha matpuii 0,08. Lle mosicHroeThCs
BIJICYTHICTIO KIHIICBOT cTafii SK 3BOpOTHOrO BumamiioBaHHs (puc. 3). Ilpm npomy anami3
(opMO3MIHM 3aroTiBii MOKa3aB, MO0 MPOTIKAHHS MPOIECY B peKUMiI KOMOIHOBAaHOI Tedii mpu
«3aJMIIaHHD) 30BHINIHBOT CTIHKM CKJISHKH (32 PaxyHOK CHJ TepTsA) Ha MOBEPXHI MaTpHIIi
CYIPOBOJIKYETHCS 3pOCTAHHIM 3CYBHOI KOMITOHEHTH Jie(hopMartii.

BB ¢opmu BHXinHOT 3aroTOBKH (IIMIIIHAP, KyJsl, KOHYC) TOKa3ajo IepeBary KOHIUYHOI
¢dopmu [7]. Kyrn Haxwmimy Topus IMyaHCOHA BIUIMBAIOTh HA CHJIOBHHM PEXUM HE3HAYHO, a BILTUB
KYTIiB IHCTPYMEHTIB, 1[0 YTBOPIOIOTh, Ha CHUJIOBI TApaMeTPH BUMarae Morjin0JIeHOT0 BUBYEHHS.

BucnoBkn. B pesymbrari aHamidy 1mpoiuecy KOMOIHOBAHOTO  3BOPOTHO-TIPSMOTO
BHJIaBJIIOBAaHHS KOHIYHUX CTaKaHIB BCTAHOBJIEHO, IO pealizailisi MpoIlecy KOMOIHOBAHOTO
3BOPOTHO-TIPSIMOTO BHJIABJIFOBAHHS MOYJIMBA 0€3 KIHIIEBOi CTaJii 3BOPOTHOTO BUAABIIOBAHHS TPU
30UTbIIEHOMY KOE€(IIEHTI KOHTAaKTHOTO TepTsd Ha Marpuuil. OCHOBHHUMHU NHapaMeTpaMH BIUIMBY B
JAHOMY TIPOIIEC] € KYTH HaxXHiy TBIPHUX MaTpPHIIi Ta TyaHCOHA, yMOBH KOHTAKTHOTO TEPTS, a TAKOX
(dhopma Ta po3Mipu 3arOTOBKH, 0 BU3HAYAIOTH ii BUXIHE TIOJIOKEHHS y TIOPOKHUHI MAaTPHIIL

Force parameters of combined extrusion of hollow conical parts

1.S. Aliiev?, V.L. Kaliuzhnyi, V.M. Levchenko?, O.G. Malii*
!Donbass State Engineering Academy, Kramatorsk, Ukraine
20.Ya. Usikov Institute for Radiophysics and Electronics NAS of Ukraine, Kharkov, Ukraine

Abstract: The aim of the work is to determine the features of the power mode of combined extrusion of conical parts.
MSE modeling established the stepwise nature of the change in the force of the combined reciprocating extrusion
during the deformation process and the influence of friction conditions on the contact surfaces of the punch and die.
The possibility of reducing the most energy-intensive final stage of reverse extrusion with a sharp increase in power
parameters is revealed. It has been established that the main parameters of the impact are the friction conditions, the
deformation scheme and the value of the inclination angles of the generating tools.

Key words: combined extrusion, hollow conical parts, finite element method, force parameters.
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Study of the stamp for cutting bar sections with a differentiated clamp

S. G. Karnaukh
DSEA, Kramatorsk, Ukraine

Abstract: The goal of the work is the development and research of a stamp with a differentiated clamp of a rolled stock
for cutting by shear. A new design of a stamp with a differentiated clamp of the rolled stock has been developed. In
terms of their technical and economic indicators, these stamps meet or exceed the modern samples of similar punch
tools. At the same time, in the process of vertical cutting, a constant position of the rolled stock axis is ensured. The
transmission of force to the clamp through the rolled stock is excluded. The design of the stamp ensures its sufficiently
high rigidity and relatively small overall dimensions. Based on the analysis of the mathematical model of a stamp with
a differentiated clamp, the effective angles of force transmission to the clamp and the cutting of the rolled stock between
the stamp parts have been established. The resulting model was used to optimize the angles of force transfer to the
clamp and the cutting rolled stock, respecting the force from the side of a buffer and minimum required press force. At
the same time, the vertical stroke of the moving parts is reduced, the overall dimensions of the stamp are decreased, and
the buffer also has a minimum size. To reduce the required force of the press, it is necessary to reduce the value of a
frictional slipping coefficient by using antifriction materials on contact surfaces and ensuring good lubrication
conditions. The results of the conducted experiments confirm the adequacy of the mathematical model. The value of the
required force on the press slide available from experiments is slightly higher than the values obtained by the developed
analytical model. The results of the stamp implementation show that: the stamps are efficient and reliable in
exploitation; the quality of the cutoff workpieces corresponds to the quality indicators of the workpieces cut on similar
modern equipment.

Keywords: cutting by shear, differentiated clamp, stamp, wedge, rolled stock, workpiece, quality.

Mechanical engineering plays the leading role in social and economic development and is
considered a foundation of the industry [1]. A great contribution to the finished cost of engineering
products is made by the efficiency of workpieces production [1, 2]. The cutting of rolled stock into
cut-to-length is the most demanded operation in the engineering industry, since the result of this
operation is the production of workpieces, both for further metal forming and cutting [3]. The
quality of workpiece faces influences the precision and surface quality of forged pieces [1].
Therefore, the need to increase the efficiency of the shearing operations is obvious, since it directly
affects the cost of the finished product.

In production, more than ten methods of cutting rolled stock into cut-to-length are used. The
most perspective is waste-free methods for cutting of the rolled stock. Waste-free methods include
the cutting by a shear method, which is highly productive and economical [1, 3].

Considering the fact that millions of workpieces are produced every year, the task of the
improvement of techniques and equipment used in rolled stock production is actually. This explains
the scientists’ and industrialists' interest in improving the method of cutting with a shear.
Comprehensive studies of the waste-free methods for cutting rolled stock were widely carried out
by many scientists in England, Germany, Japan, Ukraine, etc. [1, 2]. During this time, a large
amount of information about the nature, mechanisms, and facture criteria was accumulated.

One of the main problems of equipment used for cutting processes is its work under conditions
of a sudden drop in load. This effect leads to the press frame destruction and lay-up of the
foundation and is accompanied by hydraulic impact initiation in the hydraulic system of the press,
which is connected with cavitation [3]. It leads to choosing the high-power equipment.

Of the known schemes for cutting rolled stock by shear with an active cross clamp, the most
advanced is a scheme of cutting with a «differentiated clamp». The fundamental difference between
such cut-off schemes is that in them the clamping power of the rolled stock in knives is variable by
value, and changes proportionately with the cutting force. At the moment of shearing cracks
formation, the cutting force decreases to a minimum and, therefore, the cross clamp force decreases
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proportionately with it. The workpiece gets the opportunity to move in the axial direction from the
rolled stock, which excludes of defect formation at workpiece faces [1, 2].

Mathematical models for the selection of rolled stocks were developed in the work [3]. New
technologies for the manufacture of the workpiece by cutting in stamps were proposed in the [3].
The main directions of process improvements to obtain the geometric accuracy of the workpieces
are considered in the works [1]. The main directions of scientific research [2] were: creation
favorable of metal stress state in the cutting zone; development of new designs of stamp and cutting
tool.

Thus, the equipment and punch tools, where a differentiated clamp of rolled stock is
implemented, provide a higher quality of cut workpieces. At the same time, there is a certain
disproportion between the theoretical advances in the technology of cutting of the rolled stock with
a differentiated clamp and the improvement of equipment for its implementation. This is caused by
the disadvantages of design studies. First of all, because of the excessive overall dimensions of the
stamps, it is necessary to choose the press not according to the required force, but according to the
dimensions of the stamp space. Also, the low rigidity of stamps construction is a disadvantage
[1, 2].

To simulate the processes of separating rolled stock into dimensional workpieces, various CAE
systems are used, they are based on the finite element method: ANSYS, LS-DYNA, DEFORM 3D,
QFORM. The mathematical modeling of multi-parameter destruction processes differs from real
processes. The obtained results of finite element analysis allow the researcher to understand the
main trends of the separation process and to obtain fairly accurate quantitative data concerning the
distribution of temperature-velocity fields and tensor's components of stress-strain state [4].

Fig. 1 -Photo of the stamp with the Fig. 2—Workpieces of 37Cr4 steel cut in the
differentiated clamp of the rolled stock stamp of new design

The goal of the work is the development and research of stamps with a differentiated clamp for
cutting rolled stock by shear.

There are stamp designs with a differentiated clamp, which are developed, investigated, and
introduced into production for cutting rolled products with a diameter of 50 mm (Fig. 1, 2) [5]. As
compared to the known designs, in the proposed stamp, the cross dimensions and weight are
reduced on average by 25% and the height of the open stamp space — by 10%.
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The simulation process of cutting rolled stock according to the scheme of incompletely closed
cutting with a differentiated clamp was carried out using the specialized software DEFORM 3D.
The simulation was conducted for the rolled stock with a diameter of d = 28 »m and a length of
[ =754 05 mm from steel 37Cr4 (1SO). To simulate the cutting process, the following
parameters were set: knife movement speed — 0.65 m/s; rolled stock temperature — 20°C; material
model — elastic-plastic (Normalized C&L); a number of elements — 300 000 pieces; Siebel friction
— 0,35. The simulation results are shown in the Fig. 3.

The calculated maximum force of the rolled stock cutting was F, = 265 kN, which corresponds
to the stroke of the upper knife h = 7,2 mm.
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Fig. 3—Cutting force vs the stroke of the knife (a) and the distribution of stresses elongate cross-section of
rolled stock from steel 37Cr4 (b)

Conclusions.

1. According to their technical and economic indicators, the stamps of the new design are not
inferior to modern samples of similar stamp equipment. Compared to known designs, the transverse
dimensions and weight are reduced by an average of 25%, and the height of the open stamp space —
by 10%. In the process of separation in the vertical plane, a constant position of the rolled axis is
ensured. The transmission of force to the clamp through the rolled stocks is excluded. The stamp
has high rigidity.

2. Based on the mathematical model analysis of a stamp with a differentiated clamp, the
effective angles of force transfer to the clamp and the rolled segment between the stamp parts are
established. At the angles of force transfer to the clamp and cutting of the rolled stocks:
a = 279 B = 339, the force from the side of the buffer has a minimum value R, = 10kN at the
required press force Fpr = 300kN. Reducing the angle  is impractical due to a significant increase
in the vertical stroke of the press, which predetermines the large overall dimensions of the stamp. In
this case, the minimum value of the force Ry determines the minimum overall dimensions of the
buffer. To reduce the required force of the press Fyr, it is necessary to reduce the coefficient of
sliding friction by using anti-friction materials on the contact surfaces and ensuring good lubrication
conditions.

3. The adequacy of the mathematical model has been confirmed experimentally. The 10%
discrepancy is due to the fact that for theoretical calculations, the rolled material was selected from
the Deform 3D steel base, which is as close as possible in mechanical properties to 37Cr4 steel but
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still differs from it. Besides, it is necessary to more accurately take into account the value of the
friction coefficient and its dependence on the relative velocities on the contact surfaces of the stamp
parts.

4. The results of the stamp introduction at the Odessa Production Association
«Stroigidravlika» show that: the stamps are efficient and reliable in operation; the quality of cut
blanks corresponds to the quality indicators of blanks cut on modern similar equipment. In this case,
it is necessary to ensure a zero gap between the knife's inserts.

5. The recommendations for designing stamps with the differentiated clamp of rolled stocks
have been developed.

JociizkeHHs IIraMna s po3iJieHHsl NPOKaTy 3 AM(epeHuiiiHUM 3aTHCKOM

C.T. Kapnayx

Jlonbachka nepkaBHa MaIMHOOY 1iBHA akajaemis, M. KpamaTopchk, Ykpaina

Annomauin: Memoio pobomu € po3pobka ma OOCHONCEHHS WMAMNy 3 OUupepeHyiiiHuM 3amUcKom npokamy OJs
giopizanus 3cysom. Po3pobneno nogy KoncmpyKkyilo wimamna 3 OugepeHyitinum 3amuckom npoxamy. 3a ceoimu
MEXHIKO-eKOHOMIYHUMU NOKASHUKAMU Yi WIMAMNU He NOCIYNAIOMbCA ab0 nepesepuiyioms Cy4acHi 3pasku aHan0iyHux
wmamnie. Ilpu ybomy 6 npoyeci 8epmuKarbHO20 po30iNeHHsA 3a0e3neuyeEMbCs NOCMIliHe NONOMHCEHHA OCi NPOKAMmYy.
[lepeodaua sycunna na 3amuck uepes npoxam euxmouena. Koncmpyxyia wmamna 3abesneuye 1o2o0 00CUMb SUCOKY
arcopemiicmes i 6IOHOCHO Hesenuki ecabapumui posmipu. Ha ocnoei ananizy mamemamuunoi mooleni wmamna 3
Ougepenyitinum 3amuckom 6CMaH08IeHO eDEeKmUeHi Kymu nepeoayi 3yCuiisi Ha 3amuck i po3pi3anHs NpoKamy Midic
yacmunamu wmamny. Ompumany mMooensb SUKOPUCMO8Y8anu ONia onmumizayii Kymie nepeoayi 3ycuiis Ha 3AMUCK i
pidcyuutl npoxam, 8paxogyouu cuny 3 Ooky 6ygepa ma MiHimMarsHo HeoOXiony cuny npeca. Ilpu yvomy 3meHuyemocs
B6EPMUKATLHULL XIO PYXOMUX YACMUH, 3MEHULYIOMbCS 2a0apumHi po3mipu Wmamnd, d maKodlc MIHIMATbHUL po3Mip
oygepa. Lljo6 smenwiumu HeobXiOHe 3ycunisl npeca, HeOOXIOHO 3MEHWUMU elUYUHY KoeiyicHma KOo83aHHA npu
mepmi WAAXOM 3ACMOCY8AHHA AHMUPPUKYIIHUX MAmMepianié Ha KOHMAKMHUX NO6epXHAX i 3a0e3neyeHHs Xopoulux
yMo8 smawgyeéanns. Pesynemamu npoeeoenux excnepumenmie niomeepodicyloms a0eKeamHicms MamemMamuyHol
Mooeni. 3Haven s cunu 6i0PI3KU, OMpUMare 3 eKCHepUMeHmia, 0eujo nepesuLyye 3Ha4eHHs, OMmpUMani 3a po3poo.aeHolo
ananimuunoio moodenmo. Pesynomamu enpoeadsicenna wimamna nokasyms, wo: wmamnu egekmusHi ma HaoitiHi &
excnyamayii; AKicme Gi0PI3HUX 3A20MOB0K BION0BIOAE NOKAZHUKAM SIKOCHI 3A20MOB0K, BUPI3AHUX HA AHANO2IYHOMY
CY4acHoMy 0ONaOHAHHI.

Kniouoei crosa: 6iopizka 3cyeom, Oupepenyitinuil 3amuck, wmamn, KiuH, RpoKam, 3a20moeKd, sKicb.
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Experimental study of the influence of the temperature factor on the rolled's
microrelief formation during the implementation of the warm deformation

T. O. Kulik, O. M. Kulik
DSEA, Kramatorsk, Ukraine

Annotation: In the work by physical modeling of indentation of a unit microroughness to the workpiece the influence of
the temperature factor on the mechanism of rolled microroughness formation, in particular, on the printability
coefficient was investigated. The experimental researches obtained made it possible to estimate the influence of
temperature, material, indenter shape and a number of other factors on the resulting indices of rolled surface
roughness during implementation of the process of warm deformation.

Keywords: rolling, temper rolling, surface, quality, microrelief, indenter, temperature, experimental study.

Background. In modern conditions, product quality is extremely important, because it
determines the development of production processes and their efficiency. The quality level of rolled
products is determined, among other things, by the state of the surface, because it is the microrelief
that determines the technological features of further processing and operation, as well as the
presentation of the product [1]. In particular, the microgeometry of the surface of sheet steel strips
significantly affects the quality and strength of paint coatings, the limiting degree of drawing during
stamping, the reflectivity of the metal, etc. [2]. Theoretical and experimental studies have shown
that in the process of temper rolling, as at the final stage of the process, under certain conditions, the
roughness of the rolls is almost completely imprinted to the strip.

The objective of this work is the study of
factors affecting the printability coefficient
(Fig. 1) to improve product quality during the
implementation of the warm temper rolling
process.

Methods. Experimental studies of the
mechanism of surface roughness formation and the
factors that affect it were carried out using a
special device (Fig. 2), which provides physical
modeling of the process of warm indentation of a
complexprofile indenter into a workpiece [3].

Constructively, this installation included a
lower fixed 1 and an upper movable 2 punches,
interconnected by a guide bush 3. In the upper
movable punch 2, a complexprofile indenter 4 was Fig. 1. Model of imprintability of the microrelief of the
placed, which was introduced into the workpiece roll (1) on the strip (2)

5. Atotal of 12 indenters, different sizes and types
(Fig. 3) with different configurations of the deforming surface, were used. Using lever 6, the upper
movable punch 2 was connected to a linear displacement sensor 7 of a rheostat type.

The indentation force F. was fixed with the help of a mesdoza 8, connected by the end
surfaces of its annular element with the upper movable punch 2 of the considered device and the
power punch 9 of the hydraulic press GP 70-5278, which ensured the movement of the upper punch
2 and the creation of this force.
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Fig. 2. External view (a) and principal drawing (b) of the device for experimental study of the complex-profile
indenter’'s indentation process into a warm workpiece

The entire installation was placed
on a single stand 10, which during the
experiment was installed in the workspace
of the aforementioned hydraulic press.
The workpieces 5 were heated to the
required temperatures in an oven
immediately before their warm plastic
deformation. The results obtained for
workpieces made of steel 20 and steel 45
are shown in fig. 4.

In that option, the indentation force
Fr was considered as an argument, which
is created by the hydraulic press through
the power punch 9, and the indentation

Fig. 3. Appearance and model of indenter's various types

depth h, was taken as a function, which was measured by a linear displacement sensor 7 of a

rheostatic type.

The results showed that with increasing force Fy, the indentation depth h, of the indenter
grows almost linearly. An increase, other things being equal, takes place in the case of an increase
in the heating temperatures of the initial workpiece. In particular, with a force of h, = 30 kKN and an
increase in temperatures from 20°C to 350°C, the indentation depth of the conical indenter increases
from 3.13 mm to 4.05 mm, that is by 29%, for workpieces made of steel 20 and from 2.26 mm to

3.48 mm, that is 54%, for steel 45.
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a) steel 20 b) steel 45

Fig. 4. Empirical depth h» distributions depending on the indentation force Fn» of a pyramidal indenter into a flat
workpiece of steel 20 (a) and steel 45 (b), preheated to a temperature tno

Conclusions

An experimental study of the effect of temperature on the printability coefficient by physical
modeling of the unitary microroughness's indentation was carried out . The results showed that with
increasing force, the penetration depth of the indenter increases almost linearly. At that, when the
heating temperature of the initial workpiece rises, the indentation intensity also increases. The
above confirms the possibility of using the temperature factor in order to control the inprintion
coefficient of the roughness of the work rolls, that is, in order to control the resulting surface
roughness of the rolled product during the warm tempering process.
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ExcnepuMeHTanbHe 10C/IIIKEeHHS BILIMBY TeMIIEPATYPHOro ¢akTopa Ha
¢popmyBanns Mikpopeabedy NpokaTy nNpu peasizamii npouecy Tenjaoro
negopMyBaHHS

T. O. Kyuaik, O. M. KyJik

Anomauin: Y pooomi winaxom @hizuuno2o M0oOent08aHHA 8NPOBAONCEHHS OOUHUYHOI MIKPOHEPI6HOCMI y 3Aa20MIBKY
00CNi0dNCEHO BNAUE MEMNEePAMYPHO20 YUHHUKA HA MEXAHI3M (DOPMYBAHHA MIKPOHEpIiGHOCMI NpoKamy, 30Kpema Hd
Koeiyicum 6iooummsa. Ompumani eKcnepuMeHmanbHi 3aNeHCHOCMI 00360IUNU OYIHUMU 6NIUE MeMnepamypu,
Mmamepiany, popmu iHOeHmMopy i pAOY THUWUX YUHHUKIE HA Pe3YTbmYyiodi NOKASHUKU WOPCMKOCMI NOBEPXHI NPOKAmMy npu
peanizayii npoyecy meniozo Opecupy8anHsi..

Knwwuosei cnosa: npoxam, OpecupyamHs, NOGEPXHA, AKICMb, MIKpopenved, iHOenwmop, memnepamypa,
eKCnepuUMeHmaibHe 00CTIOHNCEeHHS.
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VJIK 621.321

JlocaiazKeHHs MpoLecy 0Ca/KeHHSI MACHBHUX PO IbOBAHMX 3aI0TOBOK NPH
BUI'OTOBJICHI AeTaJIell BilNOBIAAIBLHOI0 NPU3HAYCHHA

O.E. Mapkos, B.1O. CrankoB, A.C. XBamuncbkuii, A.B. Mycopin, B.B. MoJogenskmii,
A.A. JIucenko
JlonOackKka iep’kaBHa MalInHOOY 11BHA akajeMis, M. KpamaTopcrk, Ykpaina

Anomauin: Y pobomi nposedeno 00CnioNHCeHHsl HOB020 CROCOOY OCAONCEHHSL KPYRHUX 3/IUMKIG NICIL IX NPOPIIO6aHHS.
Ha 6asi memooa ckinuenux enemenmie (MCE) 6y6 eusnauenuil po3nooil iHMeHCUBHOCMI 102apu@mivHux oegpopmayiil
6 NO0B3006JICHbOMY Nepepizi Niclsi  0CA0NCEHHsI NPOPIIbOSAHUX HA YOMUPUNPOMEHeBUl Nnepepis  3a20MOGOK.
Mooemosannss MCE 0o3601uno eécmanosumu OpMO3MIHEHHST Ma po3nodil Hanpysicewv i Oegpopmayitl 8 06 emi
3a20MOGKU Y NpOYeci 0caddiceHus Homupunpomenesux 3a20moeox. CKiHueHO-eleMeHmHe MOOeI08aANHHA 00360IUN0
sUBHAUUMU, WO epexmusHa 2aubuHa ygicHymux epauneti nosunna cmanosumu 15% 6i0 diamempa 3acomoexu. llpu
Maxitl 2nubuHi ygicnymux epaneti 6i00y8acmvbCsi MAKCUMATbHE 3aAKPUMMS 6HYMPIUHbO2O deghekmy.

Kniouosi cnosa: xysanns, ocaosicennst, snympiwnii degpexm, vomupunpomenesa 3azomoska, ysiewymi epani, MCE,
HANPYICEHHs, WO CIMUCKAIOMb.

B octanHi poku KUTBKICTh MACHBHUX TOKOBOK, BUTOTOBJICHUX 31 3JTUTKIB, 30UThIIy€eThCA. Lle
CIPUYMHEHO 30UTBIICHHSM TMOTYXHOCTI BaXXKuX MamuH. OJHAK SKICTh TOKOBOK HE 3aBXKIU
BIJINOBi1a€ BUMOTaM 3aMOBHHKA. HU3bKa SKICTh MAaCUBHUX MOKOBOK MOSCHIOETHCS HU3BKOIO SIKICTIO
BuXigHUX 37aUTKIB [1]. [Ipy KyBaHHI MacMBHUX MOKOBOK Opak yiabTpa3BykoBoro kKoHTpoJto (Y3K)
nocsirae 10% [2]. bpak mo Y3K mosicHIO€TBCS TMpOIecoM OCaPKEHHS 3JIMTKIB 3 HEOTHOPITHOIO
CTPYKTYpOIO. Y pe3ynbTari s CTPYKTypa OMpaIlbOBYEThCS HEPIBHOMIPHO Ta HEIOCTATHHO. BiabIm
TOTO, TPU OCAHKEHI MWJIIHAPUYHUX 3arOTOBOK TUIOCKUMH IUTUTaMU BIIOYBA€ThCA 30UTBIICHHS
pPO3MIpIiB OChOBOi PHUXJIOCTI 3JIMBKA. AHaI3 TPOIECIB KyBaHHS 3arOoTOBOK 13 3aCTOCYBaHHSIM
omeparlii 0ca/PKeHHS J03BOJIMB BCTAHOBUTH, 1[0 0a30Ba cxeMa KyBaHHs HE TapaHTYye MOAPiOHEHHS
CTPYKTYpPH 3JIMBKa Ta 3a0e3MedyeHHs 3aJlaHuX BIJIACTUBOCTEHW oTpuMmaHux naeraneit [3]. Ilpum
BUPOOHUIITBI MAaCUBHHMX MOKOBOK BIANOBIJAJILHOIO MPU3HAUEHHS JIy)KE€ BaXKIUBO 3a0e3MeuuTH
BHUCOKY SIKICTh OJIEPKYBAHUX 3aroTOBOK. SIKICTh MacHMBHUX TMOKOBOK BH3HAYA€THCS BIICYTHICTIO
BHYTPIIIHIX Ta 30BHINIHIX Je(EKTIB, a TaKOX PIBHOMIPHICTIO MEXaHIYHMX BjacTuBocTed. Ili
BUMOTH BUKJIMKAaHI THUM, III0 3arOTOBKOI0 € MAaCUBHHMM KOBaJIbCbKHUI 3IMBOK [4]. MacuBHI 37TMBKH
XapaKTepU3yIOThCs JedeKTaMd METalyprifHOro MNOXO/KeHHS (0ChbOBAa pHUXIICTh, YCaJIO04HA
pakoBuHa Ta iH.). Lli AedexTH BU3HAYAIOTh HU3bKY SKICTh KOBAaJIbCHKUX 3JIUBKIB.

MeTto10 poOOTH € MIIBUIICHHS SIKOCTI JeTaneil BiAMOBiaIbHOTO MPU3HAYEHHS 33 PaxyHOK
3aBaplOBaHHS BHYTPINIHIX Je(eKTIB Ha OCHOBI BJOCKOHAJIIOBAHHS oOImepalii ocaKeHHs
YOTHPHUITPOMEHEBHX 3JIUTKIB.

MogentoBaHHs TpoLeCy OCaPKeHHA MNpo(QiUIbOBAaHMX HA YOTHPHIIPOMEHEBUI Tepepi3
3aroTOBOK MpoBoAMiIocs MeTofoM ckindeHux enemeHTiB (MCE). 3a pe3ynpTaTraMu MOJAETIOBaHHS
BcTaHoBmoBanucst po3noAin HJIC nokoBku i ¢opmMo3MiHa OCBOBOTO JAe(eKTy MICls OCaKEHHS
(puc. 1). ITicns mpodinoBanHs Bei 3aroToBKH ocaKyBanucs Ha 50 %. PiBHSHHS 3B'SI3Ky KOMIIOHEHT
Hanpy>KeHb 1 MBHUJIKOCTEH Aedopmartiii
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e IHTEHCUBHOCTI1 Puc. 1. 3D-monennb npodiiboBaHoi 3ar0TOBKA HA

nedopmaitii 1 BUIKOCTEN Aeopmaltiit; YOTHPHIIPOMeHeBHii Tiepepis

— TeMreparypa.

3aroToBKH IS CKIHYEHO-
€JICMEHTHOTO MOJICITIOBAaHHS Maju TakKi
posmipu (puc. 1): 30BHImHIH miamerp dy T i
3arotoBku D = 1,5 M, BHCOTa 3arOTOBKHU
H = 3,75 ™M, miametp oTBOpY AedeKTy b | /
npuiiMaBcst 10 % Bim 30BHINTHBOTO f
niamerpy 3arotoBku (0,15 M), KyT
rpaHeid 3aroToBku crtaHoBuB 150°. 0155
I'mubuna ysirmytux rpaneit (h =d/ D) '
nocipKyBaniacs B ianazoni 15 %, 20 %
125 % Bin miameTpa 3aroTOBKH. .4

Marepian — cranp 70X3I'HMO,
TeMIeparypa HarpiBaHHS 3arOTOBKH
1150 °C, temmeparypa IHCTpyMEHTa — {45 - - - .
20 °C, xoedimient teptsa 0,45, cirka T | % i) L] o | %
mictuth 75 000 eleMeHTIB, IIBUIKICTH

Puc. 2. 3anexHicTh BITHOCHOT O JiaMeTpa OTBOPY B

ebopmyBaHHs 35 MM / c.
a (b PMYyB . npoueci ocazkeHHsI YOTHPUIIPOMEHEBHX MojieJIeii 3
Ha 3aKOBYBaHHA He(beKTlB y Pi3HOI0 BiTHOCHOIO ITMOMHOIO IPaHeii

IPOIIECi 0CA/PKEHHS YOTHPUIIPOMEHEBOT

3arOTOBKM YHMHHUTH BIUIMB TJHOWHA

YBITHYTHX TpaHed. VY JOCHiKeHH1

BUKOPUCTOBYBAJIMCA BBIrHYTI TpaHi 3 KyroMm 150° i BigHOcHOIO ixHBOIO rmbuHOo d/D, ska
cranoBwia 25%; 20% 1 15%. Crymninp 3aKkoBYBaHHs OTBOPY IICIS OCAUKEHHS NPO(UILOBAHUX
YOTUPUIIPOMEHEBUX 3ar0ToBOK Ha 50 % moka3aHe Ha puc. 2. 3a pe3yJbTaTaMu MOJIEIIOBaHHS Oyi0
BUSIBJICHO, 110 JJISl PO3TJITHYTHX MapaMeTpiB IIMOMH IpaHell BiIOyBaeThCs 3aKOBYBAaHHS OTBOPY B
cepenHil 4yacTuHI NMOKOBKHM. CTyNiHb 3aKOBYBaHHS OTBOPY OuIbIlle Ui 3pa3KiB 3 BiAHOCHOIO
rimbuHoto rpaneit 15%. 3arotoBku, npodinboBaHi Ha MMOMHY 25%, MOKa3aiu Tipili pe3yabTaTu
M0 3aKPUTTIO OCHOBOTO JAe(eKTy. AHalli3 OTpUMaHUX pe3yJbTaTiB JI03BOJUB YCTAaHOBMUTH, ILO
BIJTHOCHA TNIMOMHA rpaHeil Outbmie 15 % He MpUBOAWUTH O 30UIBIIEHHS CTYNEHsS 3aKOBYBAaHHS
nedexty. Ilicns ocamkeHHS YOTHpUIIpOMEHEeBUX 3aroToBok 3 d/D=15% na 50 % BinOyBaeTbcs
3aKOBYBaHHs AiameTpa aedekrty Ha 50 % (puc. 2).
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

Posnonin norapupmivHuX nedopmamii 'y MepUAIOHATBHOMY Iiepepi3i MOKOBKH ITICIIs
nedopmarnii Ha 50% mpe3eHTOBaHO HA PUCYHKY

3. Jedopmarii 3 MakCHMaldbHOK BEIHYUHOIO

' pO3TAalIOBYIOTbCS B IIGHTPaNbHIA  YacTHHI
075 IIOKOBKM, a 3 MIHIMAJbHOK — Ha INIOCKHX
TOPISIX TIOKOBKHU. Posmonin aedopmartii  ams
pi3HUX napameTpiB 3aroTOBOK 3
YOTUPUIIPOMIHHAM  TIEPEepi3OM  Ma€  CXOXKI
pe3yibTaTH. Ane npu OCa/KEeH1
" YOTUPUTIPOMEHEBUX 3arOTOBOK 13 TJIMOMHOIO
rpadeit d / D = 15% mnnoma nedopmarriii 3

e N MaKCHUMAaJILHOIO  BEJIMYMHOIO  OUIbIIE  Ha
35...45 % y nopiBHSHHI 3 IHIIUMU TapaMeTpamu

1.0

Puc. 3. Po3noain sorapugmiunux
nedopmaniii y npoueci ocagaeHHs
YOTHpPUNIPOMeHeBHUX 3aroToBok (d/ D= 0.15)

3aroToBOK (puc. 3).

JlocnmiypkeHHsT 3aKOBYBaHHS OTBOpY TIpH
OCa/UKEHHI YOTHUPHUIIPOMEHEBHX 3aroTOBOK Ha
CBUHIIEBUX 3paskax NepeBIPsSUTUCH
nedopmyBaHHsIM 3paszkiB 31 crani 70X3I'HMO® y
rapssaoMy ctaHi. HarpiBaHHs cTaneBUX 3pa3KiB
nposoamiocs 1o Temmeparypu 1150 °C 3 Puc. 4. EkcnepiuMeHTa/IbHE J0CTiIKeHHsT
MOAABIINM ix MPOTATYBAHHSAM Ha Ha CTATEBIN spasiax
YOTHUPUIIPOMEHEBUN Tepepi3 IHCTPYMEHTOM 3
KJIIMHOBHM Tipodiiem 3 kyrom 150 © 3i crymeHnem
nedopmarii 20% Ta xantyBanHaMm Ha 90 °
(puc. 4). Tlicns 10AaTKOBOrO MiAIirpiBaHHS 3aroTOBKH 3IMCHIOBAIOCH OcCapKeHHs. Jlami 3pasku
0XO0JIOJDKYBAIACS Ta PO3Pi3aaucs 10 MICIsl po3TamryBaHHs aedekTy (puc. 4).

Bucnosku

YcTaHOBIIEHUI BIUIMB KyTa TpaHedl YOTUPHUIIPOMEHEBHX 3aroToBok 150° Ha posmosin
nedopmMariiii, Hampy>KeHb 1 3aBaplOBaHHS BHYTPIIIHIX Ae(EKTIB MICIs OCaKEHHsS. 3aKOBYBaHHS
oTBOpY mounHae BiaOyBatucs mnpu gedopmanii 10%. MakcumanbHe 3aKOBYBaHHS OTBOPY
BiIOYBa€ThCs MICHS OCaKeHHS Ha 65% mpu BiAHOCHIM rnubuni rpanei 15..20% Bin miametpa
3aroToBKH. YBIrHYTi TpaHi rimbuHoro 15% Bim aiaMerpa 3aroTOBKH Micisi ocaikeHHs Ha 55%
MPUBOJATH 10 BUHUKHEHHS B TUTl 3arOTOBKM CTHCKAlOYMX HamNpyKeHb. Po3poOneHuii HOBui
HayKOBO-OOTPYHTOBaHMI cmoCi0 OCa/KeHHST YOTHPHUIIPOMEHEBHX 3aroTOBOK, SKUW MIABHIIYE
SKICTh MAaCHUBHUX TOKOBOK. Ha OCHOBI MpOBENEHMX KOMILJIEKCHUX TEOPETUYHHX IOCIiIKEHb
po3poliieHi pekoMeHAalii JUis TPOEKTYBAaHHS TEXMIPOIECiB KyBaHHS IO HOBHUX CXeMax
nepopMyBaHHS. Po3po6neno HOBUH HAYKOBO-00TPYHTOBaHHIA crnoci6 OCa/IKEHHS
YOTUPHUIIPOMEHEBUX 3arOTOBOK, SKHH MiJBUIIYE AKICTb KpYMHOTa0apuUTHUX MOKOBOK. Ha ocHOBI
MPOBEJICHUX KOMIUIEKCHUX TEOPETUYHHUX 1 EeKCIePUMEHTAIbHUX JOCTIKEHb pPO3poOIeHi
TEXHOJIOTIUHI Ta KOHCTPYKTOPCHKI pEKOMEHAIIIT 3 MPOEKTYBaHHS TEXIPOIIECIB KyBaHHS 32 HOBHUMH
cxemMaMH JieopMyBaHHs 1 IHCTPYMEHTY JJIsl MPOQUTIOBaHHS 3JIUTKIB.
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Study of the process of upsetting of massive profiled workpieces in the
manufacture of important parts

O. Markov, V. Stankov, A. Khvashchynskyi, A. Musorin, S. Rovenskiy, V. Molodetskiy, A. Lisenko

Abstract: A study of a new method of upsetting large ingots after their profiling was made in this work. On the basis
of the finite element method (FEM), the distribution of the intensity of logarithmic deformations in the longitudinal
section after upsetting of billets profiled on a four-beam section was determined. The FEM simulation made it possible
to establish the shape change and distribution of stresses and strains in the workpiece volume during upsetting of four-
beam workpieces. Finite element modeling made it possible to determine that the effective depth of the concave faces
should be 15% of the workpiece diameter. With such a depth of concave faces, the maximum closure of the internal
defect occurs.

Keywords: forging, upsetting, internal defect, four-beam workpiece, concave faces, FEM, compressive stresses.
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

VIK 621.9.02

3miHa ekcluIyaTamiiHMX  BJIACTHBOCTEH NPOOMBHMX  IIYaHCOHIB i3
IBHAKOPi3aabHOI cTadai P6MS miciis 00po0kH B iMIIyJIbCHOMY MATHITHOMY IOJIi

M.I. Kingenko
JIMA, m. Kpamaropcek, Ykpaina

Anomauin: Poboma npucesiuena 00C1ioNceHHI0 RUMAHb, NO8'A3AHUX 3 NIOBUWEHHAM eKCIIYAMAYItiHUX 81ACMUEOCTel
IHCMpPYyMenmig i3 WEUOKOPIZANbHUX CIMANCU UWLISIXOM MASHIMHO-IMNYIbCHOL 00pobKu. Bcmarnoeneno, wo 6 pe3yibmami
BNIUBY IMNYIbCHO2O MACHIMHO20 NOJsL 6i00Y8AEMbCsL 3MIHA (DI3UKO-MEXAHIYHUX GLACMUBOCMEN WEUOKODI3AILHUX
cmarnet, 3pocmae XoN0OHA | 2apaua meepoicmb [ IHCMPYMEeHMAAbHUll mMamepianr cmae Oiibid OOHOPIOHUM 34
cmpykmypoio. Bioznaueno, wjo nepulonpuyuHolo NOMNUEHHS eKCHAYAMAYIUHUX XapaKkmepucmux I[HCmpyMeHmy,
nid0an020 MacHimHiti 06podYi, € 3MIHA 61ACMUBOCTEN IHCIMPYMEHMATLHO20 MAMEPIALy, Wo 8i00y8aAEMbCs 3a PAXYHOK
MASHIMOCMPUKYIUHO020 3MIYHeHHs weuokopizanvrol cmani. Illsudkopizarena cmane P6MS5  3asznae  06'emnozco
3MIYHEHHsl, OUCNEPCILIHO20 MBEePIIHHI, cma€E Oilbl 0OHOPIOHOIO 3a CIMPYKIYPOI0 MA NOKPAUYE CE0T (DI3UKO-MeXaAHIUHI
61ACMUBOCHII, WO NPU3BOOUMDb 00 NIOBUUEHHST eKCHIYAMAaYitiHUX GIACMUBOCHeEll NPOOUBHUX NYAHCOHIE Ol 0OCTUHUX
mampuyb.

Kniouosi cnosa: npobusnuii nyancow, weuOKOpi3aibHa Cmaib, MAHImMHA 00poOKa, HanpysiceHicmb, meepoicmb i
MeNnI0EMHICb, MACHIMOCMPUKYIA.

[IpuymHM BiAMOB IHCTPYMEHTIB HaWyacTiIIe TOB'I3aH1 HE 3 iX MOJOMKOIO, a 3 BTPATO HUMH
CBO€1 MIOYATKOBOT MMOBEPXHEBOT 3MIHM BHACIIIOK 3HOCY, CKOJIIB, 3SMUHAHHS, PO3TPICKYBaHHsI, TOOTO.
y 3B'SI3Ky 3 pyHHYBaHHSM 4H AedopMaIli€ro TOHKUX MMOBEPXHEBUX IIapiB Metany [1].

[IpoGmemMa 3HOCOCTIHKOCTI Ta JOBTOBIYHOCTI IHCTpYMEHTY HaOylna B MamrmHOOymIyBaHHI
HaJ[3BUYAHO BEJIMKOTO 3HAYCHHS. AKTYaJIbHICTH 3HOCOCTIMKOCTI 1 JOBIOBIYHOCTI IHCTPYMEHTY
3pocTae B Cy4yaCHHMX YMOBax, KOJHM B MalIMHOOyAyBaHHI OCOOJMBY poOJIb HaOyBae SKICTh
THCTPYMEHTIB, Y TOMY YHCJI1 BUCAJKOBHX 1 TPOOMBHUX, 110 BU3HAYAIOTh 0AaraTo B YOMYy HaJIHHICTh
MPOIIECiB, TPOIYKTUBHICTD 00IaIHaHH 1 COOIBAPTICTH 0OPOOKH B 1IIOMY [2].

Onnak, SKIIO IPYHTYBAaTHUCA Ha 3MiHI (Di3UKO-MEXaHIYHUX BJIACTUBOCTEH IHCTPYMEHTAIHHOTO
Marepiany SK OCHOBHOI NMPUYWHU MIABUIIEHHS CTIMKOCTI IHCTPYMEHTY, HEOOXIHO MOPIBHATH
KOHKpETHI BJIACTUBOCTI HIBUAKOPI3aJbHUX cTajell 10 oOpoOKH 1 micis Hel, IpUuYoMy, B IEpPILY
4yepry, Taki BJIaCTUBOCTI, sIKi BU3HAYAIOTh CTIMKICT IHCTpyMeHTa [3].

Meta po00TH — JOCHIKEHHS 3MIHM €KCIUTyaTallifHUX BIACTUBOCTEH MPOOWMBHUX MYaHCOHIB
JUis OOCIYHUX MaTpullb 13 IIBHAKOp3aibHOI crami PO6MS micnsg oOpoOku B IMIYIBCHOMY
MarHiTHOMY MOJIi.

TexHOJOrYH1 HanpsAMHU JIOCTIDKEHb Y Tajly3l TEXHOJIOT1i MarHiTHOi oOpOOKH IHCTPYMEHTY B
IMIYJIbCHUX MarHiTHUX IOJIAX MOB'SI3aHi 3 BIUIMBOM MarHiTHOi 0OpoOKH Ha CTIMKICTHI 3a1eXHOCTI

IHCTPYMEHTY.
[Tpu MarxiTHOMY BIIJIMB PEYOBUHA 3MIHIOE CBOT (DI3MYHI Ta MEXaHI4YH1 BIaCTUBOCTI.

IHCTpyMeHTanbHa cTajb, K OyAb-sKe TBEpJe TUIO Ma€ BHYTPIIIHI NpYyKHE 1oje, 00yMOBIIEHe
peaIbHOI0 JUCIOKAIIMHOIO CTPYKTYpOI0. 3 HAaKJIaJeHHSIM MAarHiTHOTO IOJI Ha Marepiayl Ha Iie
BJIACHE TPYXHE II0JIe HAaKJIAJA€eTbCsd TPYKHE TII0JIe, BHUKIMKAHE MAarHiTHOCTPUKILIHHOIO
nedopmariero.
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[lepmonpuyMHOIO MOKPAIICHHS EKCIUTyaTal[lfHUX XapaKTePHCTUK IHCTPYMEHTY, MiIIaHOTO
MAarHiTHii 006po0Ili, € 3MiHa BIaCTUBOCTEH IHCTPYMEHTAIBHOTO MaTepialy.

Ha puc.] momano pe3yiapTaTd BHKOHAHMX EKCIIEPUMEHTIB. JlOCHiKEHHS MOKa3ayd, M0
BIJTHOCHO cJ1aOKi MarHiTHi Mojsi He MPU3BOAATH 0 3MIiHU 3HAYeHb TBEPAOCTI Ta TEIUIOCTIMKOCTI.
3anexxnocti HRC=f(H) i HRCT=f(H) matots Makcumy™m 3a Hampyxenocti nois H=1,2-105 A/m.
[lomanpme 30iTbIIEHHS HANPYXEHOCTI TOJS TPU3BOAWUTH JO 3HIDKEHHS TBEPAOCTI Ta
terutocTiikocTi 1 mpu H=1,6-105 A/mM 11i mapaMeTpu MpaKkTHYHO HE BIAPI3HAIOTHCS BiJ TBEPAOCTI Ta
TEIUIOCTIHKOCTI 3pa3KiB y BUXiJTHOMY TIOJIOXKEHHI.

HRC,%
101,4 HRCr,%
101,2 1.Hcp=1,2+105A/m 91,75

6=0,116+105A/m
\W=0,097 91[5
2.Hcp=1,21+105A/m
G=0,103+105A/m

101

100,8 HRC/ / HRCT
100,6 )( / 91
100,4 \ 90,75
100,2 / \ \ 90,5
100 - \ 90,25

99,8 ' ' ' ' ' ' ' 'H+105,A/m
0,8 0,9 1 1,1 1,2 1,3 14 15 1,6
Puc. 1 —3ane:xnicTs 3MiHN TBepaocTi Ta TemiocTiiikocti cTaai P6MS Bix Hanpy:keHOCTi MATHITHOrO MOJIsI MicJIs
24 ronMHHOI BUTPUMKH iHCTPYMEHTY

91,25

BumpoOyBanus craini POMS5 Ha TemiocTiikicTs (pHC. 2) MOKa3aju, 0 BOHA IiABHIIYETHC,
MOPIBHSHO 3 BUXITHUM CTaHOM.

HRC%
103 HRCr%

102,5 /. 78
102 8, 77
rd
/
1015 4 o hrcia ) ~ & 76
roauHMU / ®
101+ A -~ // 75
R it ittt
100,5 ‘;‘ﬁ-_’ ——.—’,— )/ 74
100 \ TTTY TTTHRG / 73
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Puc. 2 — 3anexHicTh 3MiHN TBepAOCTI Ta TemiocTiiikocTi craji POM5 Bifi Hanpy KeHOCTi 1M0Jisl Ta Yacy cCTapiHHs

30uIbLIeHHS KUTBKOCTI KapOiiB Ta 3MEHIIEHHS iX 34aTHOCTI MO KOaryjsii Ipu 3pOoCTaHHI
TeMIepaTypy B 30HI 00POOKHU BUSBIAETHCS Y MIJBUILEHH] TEIIOCTIHKOCTI MIBUAKOPI3aIbHOI CTAI.
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

Y TOif e uac MarHiTHa 0O0poOKa NPHU3BOMUTH A0 30UTHIICHHS XOJIOJHOI TBEPIOCTI
MIBUAKOPI3aJIbHOI CTaji, a OUIbII pPIBHOMIPHA CTPYKTypa MaTepially 3MEHIIyE PO3KWI 3HAYCHb
TBEPJIOCTI B 00CS31 OJJHOTO 1 TOTO K IHCTPYMEHTY.

BcranoBneHo, mo HaiOuIbIIe MiIBUIIEHHS CTIHKOCTI MarHiTHOOOPOOJIEHOTO IHCTPYMEHTY Ta
HaOUTbIIE MIiABUIICHHA 3HAYEHb TBEPAOCTI Ta TEIUIOCTIMKOCTI OTPHMaHI MPH THX CAMHUX
3Ha4eHHsAX podoyoro noist (H=1,2-105 A/m).

MakcuManbHe MiABHIICHHS TBEPJAOCTI Ta TEIUIOCTIMKOCTI IIBUAKOPI3AIBHOI CTajli MpH
HanpyxkeHocti nong H=1,2-105 A/M BigOyBaeTbcsi  paxyHOK MarHUTOCTPUKIIHHOTO
CyOCTPYKTYpPHOTO 3MIITHEHHS.

[ToninmeHHs BIacTUBOCTEN MPOOMBHUX MyaHCOHIB JJIsl 00CIYHUX MaTpullb 13 ctani POMS, mio
MPOMIIIM MarHiTHO-IMITYJIbCHY OOpOOKY, JOCSTAa€ThCsl 3a PaxyHOK CIPSMOBAHOI OpieHTAIlli
BUIBHUX €JIEKTPOHIB PEYOBHHM 30BHILIHIM IIOJIEM, BHACIIIOK YOro 30UIBLIYETHCS TEIUIO- Ta
€JIEKTPOTIPOBIAHICTh MaTepiamy.

VY MicusgX KOHILIEHTpallii 3aJIMIIKOBUX a00 BTOMHHUX HAalpy>KeHb, MOB'SI3aHUX 3 TEXHOJIOTIEIO
BUPOOHUIITBA, 00poOKM ab0 eKcrulyaTalii IHCTpyMEHTY, HaBeJleHa TeIUIOTa BUXPOBUMHU CTPYMaMHU,
YaCTKOBO 3MEHIIIYE HAIMIPHY €HEPTil0 CKJIaJI0BUX KPUCTAJITIB 1 3€pEeH CTPYKTYPH OCOOJIMBO B 30HI
KOHTAaKTy HallpyXeHUX JUISTHOK.

[Ipouiec MarHiTHO-IMCHEPCIAHOTO TBEPIIHHS CTall B pPe3y/lbTaTi BIUIUBY MAarHITHOTO MOJIS
JI03BOJISIE OTPUMATH OUTBII OJHOPIAHY CTPYKTYpPY Marepiaiy.

Bucnosku

Bracniiok BIUTMBY IMITYJIbCHOTO MAarHiTHOTO TIOJIS BiZOYBaeThCsl 3MiHA (hI3MKO-MEXaHIYHHUX
BJIACTUBOCTEH IMMBHAKOp3AIbHOI cTtammi P6MS, 3poctae XojomHa Ta Tapsda TBEpAICTh Ta
THCTPYMEHTAJILHUM MaTepiaj CTae OUIBIIT OTHOPIIHUM 3a CTPYKTYPOIO.

[IIBuakopizasibHa ctasib P6MS 3a3Hae 00'eMHOr0 3MillHEHHSI, JUCTIEPCIHHOTO TBEPIHHS, CTA€E
OUTBII OJHOPITHOK 3a CTPYKTYPOIO Ta TMOKpallye cBOi (HI3MKO-MEXaHIYHI BJIACTHBOCTI, IO
MIPU3BOJIUTH JIO IMIBUILCHHS €KCIUTyaTallIiHUX BJIACTUBOCTEH MPOOMBHUX MyaHCOHIB JJII OOCTYHUX
MaTpHIIb.

Change of operating properties of aggressive puncheons from quickly-
cutting steel of R6M5 after treatment in the impulsive magnetic field

M.I. Kindenko

Abstract: The real work is devoted research of questions, related to the increase of operating properties of instruments
from bystrorezhuschikh staley by magnetic-impulsive treatment. It is set that as a result of influence of the impulsive
magnetic field there is a change of fiziko-mechanical properties of bystrorezhuschikh staley, cold and hot hardness and
instrumental material increases becomes more homogeneous on a structure. It is marked that primary cause of
improvement of operating descriptions of instrument, exposed to magnetic treatment, is a change of properties of
instrumental material, which takes place due to the magnetostriction work-hardening of high-speed steel. High-speed
steel PEM5 undergoes volume hardening, dispersion hardening, becomes more homogeneous in structure and improves
its physical and mechanical properties, which leads to an increase in the operational properties of punches for cutting
dies.

Key words: aggressive puncheon, high-speed steel, magnetic treatment, tension, hardness and heat capacity,
magnetostriction.
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

VJIK 621.7.01

JlocaigzKeHHS MOJ0BKEHHS pecypcy IVIACTUYHOCTI KOHCTPYKUIMHUX MaTepiajiB
METOAAMM TEPMOMEXaHIYHOI 00pO0KM NMPU BUTOTOBJICHHI AeTajleH

B.A. Titos, B.O. KopeBa, O.B. TumMomeHko
KIII im. Irops Cikopcbkoro, M. KuiB, Ykpaina

Anomauyin: B Oaniti pobomi 00CHIONCEHO NOOOBN’CEHHT Pecypcy NAACMUYHOCIE KOHCMPYKYIUHUX Mamepianie
MePMOMEXAHIYHOIO  0OPOOKOI0 3 BUKOPUCMAHHAM NPOMIJNCHUX 6ionanie 6 npoyeci Oegopmyeanns. Haseoeni
pes3yabmamu  00CHioNceHb Ol Koehiyienma SUKOPUCMAHH pecypcy naacmudnocmi Ha i-my nepexodi k = 0,5.
Iposoounucy eunpoOysanns Ha 3paskax 3a cxXemoi0 Ha po3mse. B pesynomami, 6cmanogneno, wo nAadiHHA
ehexmueHoCmi - NPOMINCHO20 ~ GIONANY NOACHIOEMbCS  HAKONUYEHHAM NOWKOOJCEHb Memany Npu Nnonepeouii
Odegpopmayii. Byno eusnayeHo noooedcenHs pecypcy MIACMUYHOCMI anominiceo2o cnaagy AMe6 mepmomexaniunorw
00poOKOI0 npu BUNPOOY8aHHAX Ha po3msie. Bcmanoseneno, wo 3a 0ONOMO2010 NPOMINCHUX 6IONANIE 3a0e3neyyemvcs
3pocmanns pecypcy naacmuunocmi mamepiany 6 1,5...1,6 pazu. Taxoow nobydosana epanudna nogepxHs 3aiedHCHOCMI
NAACMUYHOCE Mamepiany 6i0 MepMOMexaniuHoi 0OpobKku ma KilbKocmi nepexooieé 3a pesyibmamamit NOSHO20
00CTOACEHHSL.

KurouoBi ciioBa: pecypc niacmuynocmi, KOHCIMPYKYItKI Mamepianu, mepmomMexaniuna 06pooKa, npomiscHull eionai,
posmse.

BuxopuctanHs HOBUX KOHCTPYKIIMHHMX MarepiajliB Ta TEXHOJIOTIYHUX TMPOLECIB
BUTOTOBJICHHS ~ BUPOOIB  MAalIMHOOYAYBaHHS  JO3BOJIIE  MIABUIIATH  iX  eKCIUTyaTaIliiiHi
XapaKTEePUCTHKH, 3a0€3MeUyI0ur BUCOKI MEXaHI1uH1 BIIACTUBOCTI Ta SKICTh €JIEMEHTIB KOHCTPYKIIII.
EdexTuBHICTE BUTOTOBJIEHHS CKIAQTHUX JETajed IOCITae€ThCsA 3aBISKH BUCOKIA IJIACTUYHOCTI
MeTaliB, a iX SKICTb KOHTPOJIOETHCS 3a PaXyHOK BHUKOPHCTAHHS PErJIaMEHTOBAHOTO pPECypCy
mIacTUYHOCTL. OCTaHHIM YacOM CIOCTEPIra€ThCsl aKTUBHHUI PO3BUTOK IPOIIECIB, SIKi 30UTBITYIOTH
pecypc TIACTUYHOCTI HMUISIXOM 3aCTOCYBaHHS TepMOMeEXaHIuHOi oOpoOku. llelr merom BKiIOUYae
0JIHOYAcHY a00 MOCHiIOBHY 110 HABAaHTAKEHHS Ta TeMIiepaTypHuil BIumB [1-6]. Jlo Takux MeToiB
BIIHOCATh BUKOPUCTAaHHS TMPOMDKHUX BiINaliB, a TaK0X BHCOKOTEMIIEpAaTypHE 130TepMiuHe
(hOopMOYTBOpPEHHSI 31 CKJIQJHMX KOHCTPYKIIMHUX MarepiamiB. BaxiuBuMH peoJOTTYHUMU
XapaKTepUCTUKaMH MOYKHA BBaKaTW TpaHUYHE TMIOJOBXKEHHS Ta iX OCOOJIMBOCTI OMOPY
nebopMyBaHHIO. Y 3B’s3KYy 13 TOSBOIO HOBHUX BaXKOJe(hOPMIBHHUX MaTepialiB Ta CIUIABIB,
nounHaroyd 13 70-X POKIB MHHYJIOTO CTOJITTS, 3aJa4el0 Teopli IUIACTUYHOCTI CTa€ BU3HAYEHHS
MO>KJIMBOCTI 3ICHEHHS TEXHOJIOTIYHUX OMEpalliil MIacTUYHOro GopMyBaHHS 3ar0OTOBOK 13 PI3HHUX
MatepiaiiB 6e3 pyiiHyBaHHs. [Ipu 11pbOMY, OIIHKA pecypcy MIACTUYHOCTI CTAHOBUTHCS BAXKKOIO Ta
1HO/I1 HEBUPIIIAJILHOIO 3a1a4el0.

MeTo0 poOOTH € MOCHIDKEHHS MOJOBKEHHS PEecypcy IJIACTUYHOCTI KOHCTPYKIIHHUX
MarepialiB TEPMOMEXAaHIYHOK OOpOOKOI0 3 BHKOPHUCTAHHSAM IPOMDKHHMX BiAIajiB B IpOIEC]
neGpopMyBaHHS.

Metonuka poOOTH BU3HAYAE MOPSIOK MPOBEICHHS €KCIIEPUMEHTIB Ha OJTHOBICHUI PO3TAT 3
MpOMDKHUMH BiAmanamu. CymapHe MOJOBXEHHS 3pa3KiB B MPOIECi MPOBEACHHS E€KCIIEPUMEHTIB
BHU3HAYAETHCS Y BIAMOBIIHOCTI IO HABEIEHOTO alTOPUTMY.

[Topsiiok mpoBeieHHs! eKCIEPUMEHTY HACTYITHUM:

1. Po3nonin 3pa3kiB Ha rpynu, iX MapKyBaHHS.

2. BuMiproBaHHS TOUHUX PO3MIpIB 3pa3KiB eIEKTPOHHUM IITAHT €HIIUPKYJIEM.

3. IlpoBeeHHs BiAnany BCiX TPy 3pa3KiB..

4. Bunipo6yBaHHs Ha PO3TAT JI0 pyiHyBaHHS KOHTPOIBHOI IPYIHN 3pa3KiB Ta BU3HAUEHHS iX

MaKCUMAJIBHOTO PECYypCy IJIACTHYHOCTI €max - .
BI/IHpO YBAaHHSA HA PO3TAT PCILITU I'PYII 3pa3KIB 1O BEIIMUYNHU z[e(bopMauu ei = kemax

[ (=1
It
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6. IIpoBeeHHs BiAnaly nomnepeIHbo 31epOpPMOBAHUX 3Pa3KiB.

7. BunpoGyBaHHs Ha pO3TAT 10 PyHHYBaHHS i-01 TPyIH 3pa3KiB Ta BU3HAYEHHS 1X €max,

8. IloBTopenHns 1. 5, 6 Ta 7 10 BCTAHOBIEHOT KUTBKOCTI MEPEXO/IIB.

Tyr:

€max, — MakcuManbHui PI1 BUXigqHOTO MaTepiaay 3aroTOBKY IICHIS MTPOBEICHHS TEPMIUHOT
00poOKku — Bimnany;

e = kemax(l,_l)

k — koedilieHT BUKOPUCTAHHS pecypCy INIACTUYHOCTI Ha I-MY IePEXOIi;

emax; — 3anumKoBui PII Ha i-My mepexofl miciisi IMPOBEAECHHS TEPMIYHOI 0OpOOKH yis
BimHOBIeHHA PII.

CymapHuii pecypc MiaacTUUHOCTI OyJI0 BU3HAYEHO 32 HACTYITHOIO 3aIEKHICTIO:

n
ez = Z e+ €max; 1)
i=e;j

Le#t pecypc miuacTHYHOCTI BinoOpakae BIUIMB MPOMDKHHX OIepaiiii TepMooOpoOKu
(BiAmany) Ha MJIACTUYHICTh CIUIABY MIC/ISI MEXaHIUHOT 0OpOOKHU Aedopmariiero.

Hwx4ve HaBeeH1 pe3ynbTaTi ekcriepuMenTiB s k = 0,5.

TemnepatypHi pexxuMu TepMidHOT 00pOOKH (BiAmamy) A IPOBEICHHS €KCIIEPUMEHTY:

- TeMmIepaTypa HarpiBy 3arotToBok — 325 °C;
- Yac BUTPUMKH B Harpitomy ctani — 30 XBUIHH;
- BHJI OCTaTOYHOTO OXOJIO/KCHHSI — Ha MOBITPI.

Meroauka mpoBeIeHHsS BUMPOOYBaHb HAa OJHOBICHHM po3TAr BuKOHYBajacs 3rigHo ['OCT
11701-84 «Metaymbel. MeTOIbI HICIIBITAHWH HA pacTsHKEHUE TOHKKUX JUcTOB U ieHT» Ta [OCT 1497-
84 «Metanmnbl. MeToAbl UCTIBITAHUN HA PACTIKECHUE.

Bracnminok oOMeXeHHS KUIBKOCTI Marepiany Oyno BHOpaHO KOPOTKI 3pa3K s
MIPOBEJICHHS €KCIIEPUMEHTAIbHUX J0CHIKEHb.

Jyis mpoBeieHHsT eKCTIEPUMEHTAILHOTO JOCIHIHKEHHS IO BU3HAUEHHIO MOJI0OBKEHHS pecypcCy
IJIACTUYHOCTI TEPMOMEXaHIYHOK 0OpPOOKOI0 BUKOPHCTAHO 15 3pa3KiB i3 JIMCTa TOBIIMHOIO 2 MM 13
AITFOMIH1€BOTO CIUTaBy AMr6 st BUripoOyBaHb Ha OJTHOBICHUIN PO3THT.

Ha puc. 1 nokazano po3mipu eKCriepUMEeHTaIbHUX 3pa3KiB Ha OJTHOBICHUN PO3TAT.

CymapHuii pecypc MJIACTUYHOCTI MICHsl MPOBEACHHSA EKCIEPUMEHTY OyJo BH3HAUEHO 3a
3HAYEHHSMU BUKOPUCTAHUX PECYPCIB ITACTHYHOCTI Ha KOXKHOMY IEPEXO/i:

ez=ei1+er+es+emn3z=13,1+10,6+79+9,7=413%

Otxe, ez > emaxo B 1,58 pa3zis.

I'padik 3amexHOCTI MaKCUMaIBbHOIO 3HAYEHHS BIIHOCHOTO TMOJOBXKEHHS (pecypcy
IJIACTUYHOCTI) BiJl KUTBKOCTI1 BiJMaIiB TIOKa3aHO Ha pHC. 2.

B pesynbTari, BcTaHOBJEHO, IO MomnepenHs ruactuuHa aedopmanis 50 % Bin pecypcy
IUIACTUYHOCTI Ja€ MiBUIICHHS PECypCy MIACTUYHOCTI HACTYITHI:

a) Ha lI-my nepexoni:

- 3AJTUIIKOBUH pecypc MIacTUYHOCTI cTaHOBUTH 13,1 %;

- BIJHOBJICHUH pecypc IIaCTUYHOCTI CTaHOBUTH 21,3 %.

OTxe, pecypc IIacTUYHOCTI OyB MigBUILEeHUH B 1,6 pasiB.

6) Ha IlI-my nepexoni:

- 3ANTUIIKOBUH pecypc IIacTUYHOCTI cTaHoBUTH 10,7 %;

- BITHOBJICHUH pecypc IIACTUYHOCTI CTaHOBUTH 15,9 %.

OTxe, pecypc IIacTHYHOCTI OyB MmigBuIeHuH B 1,5 pasiB.

B) Ha [V-Mmy nepexoi:
- 3AJTUIIIKOBUH pecypc MIAaCTUIHOCTI CTaHOBUTH 7,9 %0;

— Bukopuctanuii PI1 Ha i-my nepexoui;
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- BITHOBJICHUI pPeCypc IIIACTUYHOCTI CTAaHOBUTH 9,7 %.
OTxe, pecypc IIacTUIHOCTI OyB minBuIIeHui B 1,2 pasis.

0

N'_.
i} L i} 1 e
‘ A )
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R1,5
/ 4 paduyca ‘ S
— s
o] - - - - B |
1 L ~ | o | =
10 KiMskicTs nunanis
Puc. 1. Kpeciienns 3pa3ka Puc. 2. I'padik 3a1exHOCTI MAKCHMAJIBLHOTO BiTHOCHOTO TO/IOB/KEHHST

Bij KiJIbKOCTI BinaJiB

BBenemo [uis  BIAHOIIEHHS BITHOBJIEHOTO PECYPCY IJIACTUYHOCTI  JI0 3aJUIIKOBOTO
koedimienT K — xoedirieHT BiTHOBIECHHS peC)épcy IUIACTUYHOCTI.
7.
L

K =
)
(1 - k)emax (i-1)
TYT €z, — CYMapHHii peCypc IIIACTHYIHOCTI MICIs {-TO IIePeXOAy;
(1 — k)emax — saymmkoBuii PIT Ha i-My mepexoi 10 mpoBeneHHS TEPMIuHOT 0OpOOKH

(-1
1A BigHOBIIeHHS PIT.
3anexHicTh koedimieHTa K Bi KUTBKOCTI BiNajaiB MOKa3aHa Ha puc. 3.

I'pyna 3pa3kiB 5 CBIIYUTH MPO Te, IO HA PECYpPC IUIACTHYHOCTI HE BIIUBAE KUTHKICTH

BIJIIAJIIB, TaK SK:
emaxo = 26,2 % = emaxs = 26,1 %

OTxe, MOXHA JIATH 70 BHCHOBKY, IO €()EKTUBHICTh BiAmasly NpH KoeilieHTi
BUKOPUCTaHHS pecypcy miacTudHocTi kK = 0,5 majae yepe3 HAKOMHMYEHHS MOIIKO/HKEHb METaly
Mpu ToTnepeiHii aedopmarii.

Takoxx Oynu TPOBEACHI JOCHIDKEHHS 13 Koe(]illieHTaMHM BHUKOPHUCTAHHS PeCcypcy
mwiactuyHocti k = 0,25 ta k = 0,75. 3a pe3ynpraTamu Skux Oyli0o OTPUMAaHO FPAHUYHY MMOBEPXHIO

3aJIe)KHOCT] MIIACTUYHOCTI MaTepiany BiJl TepMOMEXaHIYHOT 0OpOOKH Ta KUTBKOCTI MEPEXOIiB, SKY
MoKa3aHo Ha puc. 4.
I A

& —

N4
|
g 0
-
02
KUILKICTT, Bimamns "
Puc. 3. 3anexnicrs koedinienta K Bix kipkocti Puc. 4. I'pannyHa noBepxXHs 32/1€:KHOCTI MJIACTHYHOCTI
BianasiB. MaTrepiaJy Bia TepMoMexaHiuHoi 00p0OKH Ta KiJILKOCTI
nepexoiB.
BucHoBkn
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B xoxli BHKOHaHHA EKCHEPUMEHTAJIbHHUX JOCTIHKEHb OYIIO JOCSATHYTO HACTYIHUX
pe3ynbTaTiB:

Bu3HaueHO MOIOBKEHHS pecypcy IJIACTUYHOCTI alfOMiHiEBOTO criaBy AMr6 3a paxyHOK
TepMOMeXaHI4YHOT 00poOKH Npy BUMPOOYBaHHSAX Ha PO3TAT. B pe3ysnprari, BCTAHOBIEHO, IIO ITICHIA
OJIHOTO BiJally CyMapHUH pecypc TIACTUYHOCTI CTaHOBUB 26,2 %, micisa aBox BinnaniB — 34,4 %,
micst Tppox Bimmanie — 39,6 %, micns dotuprox Bimmamie — 41,3 %. Omxe, 13 30UTbIICHHSIM
KUTBKOCTI BifITAaIiB CYMapHHUA pecypc TNIACTHYHOCTI MiBUIYETHCS.

HccnenoBanne MOBBIMIEHUS pecypca IUIACTUYHOCTH KOHCTPYKUIHMOHHBIX
MATEPHAJIOB METOJAAMH TEePMOMEXaHMYECKOil 00padOTKM NpH HM3rOTOBJICHUU
aerajeu

B.A. Tutos, B.O. Kopesa, O.B. Tumomenko

Annomayun: B Oannou pabome uccinedoeano yonuHenue pecypca NIACMUYHOCU KOHCHPYKYUOHHBIX MAMePUanlos
MEPMOMEXAHUYECKOT 00pabOmKOll ¢ UCHONb308AHUEM TPOMENCYMOUHBIX OMIICUS08 6 hpoyecce O0e@OopMUpoBanus.
IIpugedenvl pezyibmamol UCCIeO08aHU KOIDDUYUEHNA UCNOIB308AHUSL PECYPCA NAACMUYHOCU HA [-OM nepexooe
k=0,5. Ilposoounuce ucneimanuss Ha 06pa3yax no cxeme pacmsadceHus. B pezyibmame ycmanosneHo, ymo naoeHue
ahpexmusnocmU  NPOMEINCYMOUHO20 — OMIICU2A  OOBACHAEMCS  HAKOWIEHUeM  NOBPedICOenull  Memauia npu
npeosapumenvrol depopmayuu. bviio onpedeneno yorunenue pecypca niacmuyHOCMU anoMuHueeozo cniaga AMe6
MEPMOMEXAHUYECKO  0OpabOmMKOU Npu  UCHBIMAHUAX HA — pacmsidicenue.  Ycmanoeneno, u4mo nocpeocmeom
NPOMENCYMOUHBIX OMAUCU208 obecneyusaemcs pocm pecypca niacmuuHocmu mamepuana 6 1,5...1,6 pasa. Taxoce
NOCMPOEHA 2PpaHUtHAs NOBEPXHOCTNb 3A8UCUMOCTYU NIACMUYHOCIU MAMEPUANd Om MepMOMeXaHUyecKol 0opabomxu
U KOIUecmed nepexo00s no pe3yibmamam noiH020 UCCIe008aHUSL

Knrwuesvle cnoea: pecypc niacmuyHOCmu, KOHCMPYKYUOHHbIE MAMepUaibl, mepMOMeXaHuyeckas oopabomka,
NPOMENHCYMOUHBIU OMHCUS, PACMANCEHUE.

Investigation of increasing the plasticity resource of structural materials by
methods of thermomechanical treatment in the manufacture of parts

V. Titov, V. Koreva, O. Tymoshenko

Abstract: In this work, the elongation of the plasticity resource of structural materials by thermomechanical treatment
with the use of intermediate annealings in the process of deformation was studied. The results of studies of the plasticity
resource utilization coefficient at the i-th transition k=0.5 are given. Tests were carried out on samples according to the
tensile scheme. As a result, it was found that the decrease in the efficiency of intermediate annealing is explained by the
accumulation of damage to the metal during preliminary deformation. The elongation of the plasticity resource of the
aluminum alloy AMg6 was determined by thermomechanical treatment during tensile tests. It has been established that
by means of intermediate annealing, an increase in the plasticity resource of the material by 1.5-1.6 times is ensured.
The boundary surface of the dependence of the plasticity of the material on thermomechanical processing and the
number of transitions is also built according to the results of a complete study.

Keywords: plasticity resource, structural materials, thermomechanical treatment, intermediate annealing, stretching.

Chnmcoxk Jiteparypu

1. bBoratoB A. A. MexaHU4ecKre CBOMCTBAa M MOJAETH pa3pyIICHUs] METAJUIOB: yueOHOe mocodme s By30B /A. A.
Boratos. — ExatepunOypr: 'OV BIIO YI'TY-VIIH, 2002. —329 c.

2. A. C. lInarun, B. B. Kyuepsie, M. B. Byonor KomnprorepHoe MoaenupoBaHue MPOIECCOB TEPMOMEXAaHIIECKOM
00paboTKH >kapoNPOUHBIX HUKENeBbIX crutaBoB BXK175 u DI1742 // Tpyner BUAM. 2019. Ne§ (80).

3. CwmupnoB C.B., boratoB A.A., KommoropoB B.JI. HccrmemoBaHme IDIACTHYECKOTO pa3pBIXJICHUS MeETalla U
3aneurBaHue JiepopManmoHHbIX AedekToB npu omkure // Ouznka meramioB u meraioBenenue. — 1980. T. 49,
BoIm. 2. — C. 389-393.

4. O 3ameunBaHWM JAe(EKTOB B MeTaUIax MpPH IUIACTHYECKOM aedopmanmm (aHamuTudecknii o03op) / B.M.
Mauneswutsiii, K.B. Bakynenko, U.b. Kazak // [Ipo6nems! mammuoctpoerust. — 2012. — T. 15, Ne 1. — C. 66-76.

33 OOPYM IHXXEHEPIB MEXAHIKIB



Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

5. CwmupnoB C.B., Hecrepenko A.B., llIseiixkun B.I1. Onpenensroniye cOOTHOMEHUSI MEXaHUKH OBPEKICHHOCTU JJIs1
MoJHO/IeHa B yCIIOBUSX Teruion pedopmar // @ynnamentansaele uccnenoBanus. — 2012. — Ne 11-3. — C. 660-
664.

6. JKoOanoB SI. I'. BoccraHOBIIEHHE TUIACTUYHOCTH TIPH H30TEPMUYECKOM TopsiaeM IpoOHOM nedopmupoBanuu / 5. T
JK6anos, JI. . AnmeBa, B. M. MuxaneBud // Ky3HeuHO-IIITaMIIOBOYHOE TIPOU3BOACTBO. OOpab0oTKa MaTepHAIIOB
nasnenueM. - 2013. - Ne 7. - C. 12-17.

OOPYM IHXKEHEPIB MEXAHIKIB 34



XIlI MHTK “TeopeTnyHi Ta npakTU4Hi npobnemu B 06pobui maTepianiB Tuckom”, 2023

VK 621.7;621.983

IIpy¥HIHHSA TOBCTOCTIHHOI TPY04AaCTOI 3ar0TOBKHM IPH PAAiaIbHOMY 00 THCKY
0oiiKaMHu MO UMJIIHAPUYHIN Ta NpoQiibLOBaHIil onpasui

B.A. Titos, .M. MakcumiB
KIII im. Irops Cikopcbkoro, M. KuiB, Ykpaina

Anomauin: Posenanymo 3a0avy 3 6USHAYEHHS BCIUHUHU NPYICUHIHHAL MOBCMOCMIHHOL 3420MOGKU NICAS 3HAMML
HABAHMAICEHHS, 34 CXEMOI0 padialbHO20 8CeDiuH020 0bmMucKy. Bukonano aunaniz nanpysiceno-0eh)opmosanozo cmamy
mamepiany, wo 0ae Kpauje po3yMIHHI MeXaHizMy NOBEPHEeHHS UPoOy 00 C8OEL nouamKkoeol popmu niciii NAACMuYHOl
Odeghopmayii.

Knwowuosi cnosa: padianchuii 00mMuck, NpysjicHi Xapakmepucmuku, RPYICUHIHHA, MpyOuacma 3a20moeKd, Onpaskd,
HanpysiceHo-0epopMoBaHuil Cman.

IMpomec mpodinroBaHHS BHYTPINIHROT TOBEepXHI [l] MeTomoM pamialbHOTO OOTHCKY
OoiKaM{ IWJIIHAPUYHUX 3arOTOBOK MOXE MaTH CBOIO aKTYaIbHICTh Yy PI3HHX Taily3sx
BUPOOHUIITBA, OCOOIMBO TaM, Ji€ HEOOXITHO CTBOPHTH IOTY)XKHI MeXaHI4HI 3B’s3KM ab0 naTu
3aroToBili TeBHY ¢opmy [2]. Y BUpOOHMIITBI JITakiB Ta pakeT, paglalbHUNH OOTHCK
BUKOPHUCTOBYETHCS JIA 3'€AHAHHS PI3HUX KOMIIOHEHTIB, HANPUKIAJ, KPHWI, miaci Ta criok. Llei
MPOIIEC JO3BOJISIE CTBOPHUTH 3'€HAHHS 3 BHUCOKOK MIIHICTIO, K€ MOXE€ BUTPUMATH BEJIHUKI
HaBaHTA)KCHHS Ta 3a0e3MeunTH O€311eKy BUKOPUCTAHHS.

MeTo10 poOOTH € aHAJI3 TPOIIECY MPYKUHIHHS, 0 JACTh 3MOTY Kpallle PO3yMiTH MOBEIIHKY
Marepiany micis IiacTuyHoi nedopmariii Ta mporHo3yBatu ii. Ile BaxmmBO Isi po3poOKu
Oe3MeyHuX Ta HaIIHHUX KOHCTPYKIIiH, K1 MIIaI0ThCsl HABAHTAKEHHIO.

Puc.1—cxema npouecy pagiajbHOro o0THCKY foiikamu:
1 —3aroroBka; 2 — onpaBka; 3 — 6oiiok
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Jlnist BUBYEHHS Tpoliecy (POpMOYTBOPEHHS BHYTPIIIHBOI MOBEPXHI HMITIHAPUIHOT 3aTOTOBKH,
OTpUMaHOI BCEOIYHMM palialbHUM OOTHUCKOM Ooiikamu, Ta Bu3HaueHHs mnapamerpisB HJIC,
BHUKOPUCTOBYBaBCs nakeT npukiagaux nporpaMm DEFORM na ocHoBi MCE [3].

Byno BuKOHAHO MOJETIOBAaHHS OOTHCKY TpyOUacToi 3aroTOBKM Ha IMJIHIPUYHIA OMpPAaBIIi.
[TocraHoBKa 3amadi BUKOHYBaJAcs B IUIOCKO-AE()OPMOBAHOMY HANPYXKEHOMY CTaHI i3 PI3HUMH
BHYTPIIIHIMH JlilaMeTpaMH TPyO4acToi 3aroTOBKH.

BuxinHi 1aHi 1y MOJETIOBaHHS:

e matepian 3arotoBku — AlS| 4340;

® 30BHINIHIN JlaMeTP 3aTOTOBKU —D3zopn = 20MM,;

e BHyTpilHi giaMeTpu - Dyu, = 9,1MM; Dyu, = 9,2MM; Diu, = 9,3MM; Diu, = 9,4MM;
e qiameTp onpaBku Donp = IMM;

e koediuient Tepts - © = 0,01 mo Kynony;

® KUIBKICTb €JeMeHTIB ciTtku — 0sm3bko 7000.

B pesynpTaTi MomemoBaHHS TOKAa3aHO, IO B 3aJEKHOCTI BiJl MOYATKOBOTO 3a30Py MIK
3aroTOBKOIO Ta OIMpPAaBKOIO 3MIHIOETHCS BEIMYMHA TMPYXKUHIHHS 3aroTOBKU. BOHA 3aneXxuTh Bif
PO3BUTKY HampyXeHb B CTiHKax. Ha puc.2 moka3zaHO 3pOCTaHHS BEIWYMHU IHTEHCHUBHOCTI
HaIpYy>KEHb 31 30UTBIICHHSAM 3230py MDK BHYTPIITHBOIO MIOBEPXHEIO 3aTOTOBKH Ta OTIPABKOIO.

Stress - Effective (MPa) Stress - Effective (MPa) Stress - Effective (MPa)
- 850 900 I 1000 l
744 l . 788 875
2= 638 , 675 v ~ T 750
' y 531 ) \ 563 \ 625
:‘ ‘ - i 425 P'" | | 450 m ! e S00 m
[ - X d . ‘ . !
319 ' r 338 . y 375
213 oF : 225 | o 250
106 I 113 : 125 I
PN 0.000 0.000 0.000
a) 0) B)

Puc. 2—Po3nogin o: npu pagiajsHoMy 00THCKY 00lKaMH TPYOUacTOi 3arOTOBKH B MOMEHT 3alI0BHEHHS 3230y Hij
HABAHTAKEHHSIM MOYATKOBUX AiamMeTpiB: a — 9.1MM; 0 — 9.2MM; B — 9.4MMm

IIpu MopentoBaHHI TpolleCy MICHS PO3BAHTAXKEHHS 3arOTOBKM OyJlo  OTpUMaHO
XapaKTepUCTUKH 3AJIMIIKOBOTO HANpyXeHO-1e(OPMOBAHOTO CTaHy, IO MOKa3aHi Ha pHC. 3 I

BHYTpilIHBOro Jiamerpa 9,IMM. AHaIOriyHO OyJi0 HPOBEAEHO MOJETIOBAHHS s JAlaMeTpiB
9,2...9,4vmMm:
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Stress - Effective (MPa) Stress - Mean (MPa)
700 l . 274 I
4 \ 613 e 197

— 525 49V 9 ..

,ﬁ"/ Y N 438 | : /4 " N 45.1 .
| 350 8 o - 31.0
263 -107
175 | \ / ' 183
ks \‘ , p ./ -259'
0.000 -336
0
Stress - X (MPa) Stress - Y (MPa)
500 l 472 .
404 379
309 . A 286
215 g / Y 192 g
(- 1s | ( L 99.0
on oF 21.9 " \ Y 5.70

\/ -73.7 . ‘w2 o . -87.6

B) r)

a — IHTEeHCHBHICTh HaNpPYKeHb Gi; 0 — cepe/IHi HANIPYKEHHS Ocep; B — HANIPY/KEHHS Oy, I — HANIPY:KeHHS Ty

Puc. 3 — 3aammkoBuii Hanpy:KeHHii cTaH TPy04YacToi 3aroToBKH i3 BHyTpimHiM giameTpoM Dy, =9, 1 MM miciist 3HATTS
HABAHTAKEHHS

[Ticns xoxHOT omeparltii 00TUCHEHHS OyJIO TTPOBEACHI 3aMipH PO3MIpPIB BHYTPIIITHBOTO JiaMETPy
3arOTOBKM Ta TIOPIBHAHO 3 pO3MipaMH 1O TOYAaTKy EKCIIEPUMEHTY. 3HA4eHHS TNPYXHHIHHS

MaTepiaJIy BCTAHOBJIIOBAJIH 3a 3aJIEXKHICTIO:
AR = 0 S(an - Donp);

ne Dyp niametp oTBOpY NpyKUHIHHSA, Do — IiamMeTp omnpaBKu.

Ha ocHOBi oTpuMaHuX JaHUX MOOYJOBaHA 3aJIEKHICTh BEJIMYMHU MPYKUHIHHS Bi 3a30py MK
MOBEPXHEI0 3arOTOBKU Ta OMPABKOIO, sIKa HaBeJeHa Ha puc.4.
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN

: MaLMHOGyAyBaHHs

3anexHicTb NPYKUHIHHA Big 3a30py

0,03

s
Z 0,025 \
N’
= 0,02
= \\
= 0,015
= ==
2 001
2 0,005
: 7 v\
0 T T
0,1 02 03 04 0,5
3a3zop (Mm)

Puc.4 — 3ane:xxHicTh NPYyKUHIHHA BHYTPILIHBOTO AiaMeTPy 00THCHEHOI Tpy6uacToi
3aroTOBKH Bi/l 3230py Mi’k 3ar0TOBKOIO Ta ONPABKOI0
3aieXHICTh Ha pucC.4 TIOKA3ye, M0 YAM OUTBIINN MOYATKOBUH 3a30p TUM MeHIa BeaudrnHa AR
NpyXUHIHHS. Lle MOosICHIOETbCST THM, IO 13 3POCTaHHSM BEJIMYMHU 3a30py B MaTepiaii 3arOTOBKH
3pOCTarOTh 30HA Ta BEJIMYUHA IJIACTUYHOT AedopMaltii.
B po06oTi Takox BCTaHOBJIEHO, IO MPU OTPUMAHHI OTBOPIB MpodUILOBAaHOT GOPMH MOBEPXHI
(HampuKJIaa MOJIIrOHAILHOT) 3JIEKHICTh Ha PUC. 3 MOKe OYTH TaKOXK €(HEKTHBHO BUKOPUCTAHA.

BucHoBku

[IpyxuHiHHS MOX€ HETaTUBHO BIUIMBATH HA TOYHICTH BUPOOY, TOMY BaXKJIMBO, 100 BEIMYMHA
Oyna MiHIMaigpHA. SIK mMoka3zaHo Ha rpadiky 31 30UIBIIECHHSM 3HAYCHHS 3a30py, NPYKUHIHHS
3MEHIIYeThCS. BcTaHOBIEHAa 3aleXHICTh BEIMYMHU MPYXKHHIHHS BiJ  3a30py  JI03BOJISIE
MIPOTHO3YBATH TEXHOJIOTIUHI MapaMeTpu MPOIieCcy paaiaJbHOro OOTHUCKY 3arOTOBKU MO OMPAaBIIi s
OTpHUMAaHHS JIeTajiell HeoOX1HOT SIKOCTI.

Cnucok Jiteparypu

1. Pozos 1O. I'. Metons! npoduinpoBaHusi BHYTPEHHEH MOBEPXHOCTH MPEIM3UOHHBIX TpyOouarhix manenuit / 0. T
Pozos, 0. B. Jlaruo, JI. b. llkapnyra // TIporpecuBHi TexHika i Texnomoriss — 2006: c0. Tpya. ydactaukoB VII
MexayHapOJHOM HaydIHO-TIpaKTHIecKol KoH(pepeniun. — CeBactomnons, 2006.

I'pomos H. I1. Teopust 06pabotku metasuios gasierneM / H. 1. 'pomos. — M.: Merammyprust, 1968. —340 c.

3. Tlerpos I1. A. MonenmupoBaHue BBIIABINBAHNSA OCECAMMETPHYHOM JIeTaly ¢ TIoMoIipio cucremsl DEFORM 2D/3D

/ TI. A. Tletpos, JI. A. T'weBamies, 0. K. ®unmunmor // 3arotoBuTenbHEIC MPOU3BOACTBA B MAIIHHOCTPOCHHHU. —
2003. — Ne 12. — C. 26-27.

N

Study of the springiness of the material of a thick-walled tubular workpiece
during radial crimping with punches on a cylindrical mandrel

V. Titov, |. Maksymiv

Abstract: The paper considers the problem of determining the amount of springiness of the workpiece material after
removing the load, according to the scheme of radial all-round crimping. An analysis of the stress-strain state of the
material was performed, which provides a better understanding of the mechanism of returning the product to its
original shape after plastic deformation.

Keywords: radial crimping, elastic characteristics, springing, tubular workpiece, mandrel, stress-strain state
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VIIK 621.7;621.983

I3oTepmiuHe mITAMIYBaHHA AeTajeil 3 TOHKOCTIHUMH eJIeMeHTAMHU

Bypran M.A., TitoB A.B.
KIII im. Irops Cikopcbkoro, M. KuiB, Ykpaina

Anomauyin: B pobomi 6yno npoananizosano ocobausocmi i30mepmiuHo20 GOPMOYMBEOPEHHST MOHOKONC Npu
memnepamypax eapavoi naacmuynoi  Odeghopmayii. [lposeOenHi pPO3PAXYHKU UYUCETbHUMU MeMmOOaAMU 2apsiuoco
[30MEPMIUH020 WMAMNYEAHHSL 3 MOHKOCHIHHUMU CCMEHMAMU 3 ATIOMIHHEGUX CNJIAGI8,6CMAHOGICHHI eHEP2O -CUNOGI
napamempu npoyecy ma Hanpyosiceno2o-oegopmosanoco cmany( HIC ) npu popmoymeopenni
Kniouosi crosa: izomepmiune wmamny8anis, MOHOKOLECA, MEMOO CKIHYCHHUX eNeMEeHMI6, 2a30mypOiHHULl O8USYH,
CUNOBE PedCUMU, HANPYICEHO-0eOPMOBAHULL CINAH, ATIOMIHIEG] CIIABU, 2apSAYe WINAMNY 8AHHSL

Ha croroHi, MOHOKOJIECA, SIK TIPABHJIO, BUTOTOBJISIFOTHCSI METOJAMH MEXaHIYHOT 0OpOOKH, B
pesynbrari yoro 50-80% weranmy BHXOIUTh B CTPYXKKY. Takox mpu MexaHiuHili 00pooOi
MOHOKOJIECA HE€ BJAETHCS OTPUMATH OJArONMONYYHHH pO3MOAUT MeETaly, IO CHOPHsUI0 Ou
MaKCUMaJbHOMY OTIOPY BUHUKAIOUUM B XOJII €KCILTyaTallii HaBaHTa)XEHHSIM, BIOpOHABaHTAXKCHHSIM
1 T.11. IlepcrieKTHBHUM CcIIOCOOOM OTPUMAaHHSI MOHOKOJIIC € rapsiue 00’emHe mrammnyBaHHs (I"OILLD),
BUKOPHUCTAHHS SIKOi J03BOJISIE OTpUMaTH OjaromnoiydHe (OopMyBaHHsS TEKCTYpH Marepiany B Tl
JUCKY Ta JIOTMATKH, 10 3abe3nedye IMIBHINCHUH OMip HABAHTAKCHHSIM, IO BUHHUKAIOTH B XOJIl
eKcIuTyaTarlii, 3abe3neuye 30UTBIIIEHHS PECypCy NeTaii, 3MEHIIye BUTpaTH MaTepialry, a TaKoX
3HAYHO 3MCHIIYE TPYAOEMKICTD ii BUroToBJIeHHS Ha 50-60 %

Meta po6otu € OIiHKa €HEProCUJIOBUX TMapaMeTpiB Ta HAMPYKEHO-Ie(HOPMOBAHOTO CTAHY
(HAC) mpu dopmMoyTBOpEeHHI MOHOKOIIC 13 aKCiaJbHUMH TOHKOCTIHHMMH €JEeMEHTaMHu 13
QTIOMIHIEBHX CIUIaBIB B YMOBaX 130T€PMIYHOTO INTAaMITyBaHHS 13 PI3HUMU IIBHUJIKOCTSIMHU
nedhopMyBaHHS Ta TEOMETPISIMU BHXITHOT 3arOTOBKH. TOHKOCTIHHMMH aKC1aJJbHUMH €JIEMEHTAMH.

a) 0)
Puc. 1 — Po3zpaxyHnkoBa cxema npoiecy i30TepMi4YHoro ()opMoyTBoOpeHHsI MOHOKOJIeca i3 akcialbHUMH TOHKOCTIHHMMH
enemeHTamu i3 nporpamu DEFORM:
a — HA M0YATKY IITAMIYBaHHSA, 0 — B KiHII IITAMITyBaHHSA

Jlis OLIHKM BIUIMBY Ha TEXHOJIOTIYHI MapaMeTpH LITAMIyBaHHS JaHUX HapameTpiB Oyio
MIPOBEACHO YMCENbHE MOJIETIOBAaHHS INIPOLECY 130T€PMIYHOrO INTAaMITyBaHHS MOHOKoOJeca 13
BUKOpHUCTaHHM IporpamHoro xkomiuiekcy DEFORM, a came #oro moayns DEFORM-3D, sxuii
JI03BOJISIE  BIACHIAKOBYBAaTH TEPEMIILIEHHS MaTepiajJbHUX YaCTUHOK 3aroTOBKM IpH 3alOBHEHI
MOPOKHUHU pydas mrtamiy. Lle 1ae MOXIMBICTh ONTUMI3yBaTH TEXHOJIOTIUHI MApaMeTpH MPOILIECY,
Taki K MIBUJAKICTh AehOopMyBaHHS, HEOOXIAHE 3YCHIUIL AeOpPMYBaHHs, TeMIepaTypy HarpiBaHHs
Ta TEOMETPIto pyyasi.

39 OOPYM IHXKEHEPIB MEXAHIKIB



Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN

. MaLMHOGyAyBaHHs

Taomums 1

HapaMeTpu TEXHOJIOTiYHOI 0 nmpouecy 1Jjist MAaTEMaTUIHOI'0 MOAECJTIOBAHHSA i3OTepMi‘-lHOI‘O

ITaMInyBaHHSI MOHOKO0JIECA

Ne [TapameTpu TEXHOJIOTIYHOTO MPOLIECY IToxazHuk

1. Marepiai 3aroToBKu 6061 (A/133)

2. Temmneparypa 3arotoBku, C 480

3. Temmneparypa ocHamenss, C 480

4. Marepian IHCTpyMEHTY a0COTIOTHO JKOPCTKUHN
5. 3marieHas Pinke

6. KoedimieHT Tepts 0,3 mo 3ibemto

7. KinpKkicTh CKIHYCHHHX €JIEMEHTIB 200 000

8. [IBHIKICT ITyaHCOHA, MM/C 0,0001-100

[Ticnst mpouecy po3paxyHKy Oyj0 OTpPHMaHO HACTYIHI XapaKTEPUCTUKH HAINpPYyXKEHO-

nehOpPMOBAHOTO CTaHy

a, M

020
07 l

a)
Puc. 3. — Po3noais1 iHTeHCMBHOCTI HANPY:KeHb O B 31e(hopMOBaHOMY BUKOBi MOHOKOJIeCa:
a — 10 BCboMY 00’ €MY 3aroTOBKH, 0 — B XapaKTepHOMY Iepepi3i 06J1acTi nepa JionaTku

015
0,00

0)

Puc. 2. — Po3nonii inTencuBHocti nedopmaniii €; B 31edopMoBaHOMY BHKOBI MOHOKOJIECA:
a — 110 BCboMY 00’ €My 3aroTOBKH, 0 — B XapaKTepHOMY Ilepepi3i 00J1acTi nepa JionaTku

g, Mlla
azn
w17 '
015

013
|

win

008

s
000

0)

OOPYM IHXKEHEPIB MEXAHIKIB

40



Xl MHTK “TeopeTu4Hi Ta npakTU4Hi npobnemu B 06pobui maTepianiB Tuckom”, 2023

Puc. 5—Po3noain koedinienTa BUKOpUCTaHHS pecypcy
TJIACTHYHOCTI 110 00’ €My 3/1¢()OPMOBAHOT0 BUKOBY
MOHOKOJIeCa

Puc. 4 —Po3nonia cepennix HANPYKeHb Gcep IO 06’ €EMY
31e¢0pMOBaHOr0 BUKOBY MOHOKOJIECa

3a pe3ynbTaTaMu MOJCIIOBAHHS MPOIIECY 130TEPMIYHOTO IIITAMITYBaHHS BUKOBY MOHOKOJIEca 13
amominieBoro cruasy 6061 (AJ[33) 3 pi3HUMHU HIBUAKOCTSAMH AePOpMyBaHHA NOOYI0BaHO
rpadik 3a1eKHOCTI TEXHOJOTIYHOTO 3YCWIUIS BiJ Jorapudmy MIBHAKOCTEH MEepeMIIICHHS
ITyaHCOHa.

3anexHicto 3ycunna gedpopmysaHHs P (1c) Big norapudmy weBmnaKocTi
pedopmysaHHs log v

1500

1200

900

-5 -4 -3 -2 -1 0 1 2 3

Puc. 6 — I'padik 3a1e:kHOCTI TEXHOJIOTIYHOr0 3yCHILISI i30T€PMIYHOr0 IITAMITYBAHHSI BHKOBY MOHOKOJIeCa i3 aJIloMiHi€BOro
ciiiaB 6061 Bix orapugmy mBHIKOCTEl NepeMillieHHS MyaHCOHA

B pe3ynbrari 4nceNbHOTO MOJENIOBAaHHS METOJIOM CKIHUEHHMX €JIEMEHTIB IPOLECY Tapsuoro
130TepMIYHOTO IITAMITyBaHHS MOHOKOJIECa 13 aKCIaJIbHUMH TOHKOCTIHHUMM €JeMEHTaMH B
nporpamiomy cepenosuili DEFORM 0yno oTpumano rpagik 3a1exHOCTI 3ycuiis 1eopMyBaHHS
BiJ] mepeMilleHHs myaHcoHy. I'padik moka3ano Ha puc. 5. Sk 6auumo, 13 puc. 5 pi3ke 3pOCTaHHS
3ycwiuIs [epopMyBaHHS BiIOYBa€eThCsI B KiHIII pOO0OYOTO X0y IMyaHCOHA. L{e Mo)KHA MOSCHUTH THM,
110 B 1Ieif MOMEHT BiI0YBa€ThCsl 3aIIOBHEHHS MOPOKHUH MAaTPHII B MICIAX Iep Jonatok. B qanomy
BUIIA/IKy MaKCUMaJlbHE 3yCUIUIS AepopMyBaHHs IPU NEpeMIllIeHH] TyaHCOHA Ha 22 MM CTaHOBHTh
Py=240kH
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

Bucnosku

3po06ieHo 1 MoKa3aHo PO3MOJUT IHTEHCUBHOCTI AedopMalliil & Ta po3MOJAUT IHTEHCUBHOCTI
HaTNpy)XeHb O; BIINOBIIHO B 31e(OPMOBAHOMY BHKOBI MOHOKoieca. SIk Oaunmmo, HaiOuIbIIa
IHTCHCHBHICTD JeopMaIlii & BIAMOBIIAE MICIIIM PaiyCHOTO MEPEXOAY BiJ AUCKa MOHOKOJEca 10
nepa yionatku. HaiiGuipIra iHTEeHCHBHICTD HAIIPY)KEHB 0 BIATOBIZA€ MM XK€ 30HAM.

XapakTep po3MoJITy iIHTEHCUBHOCTI feopMalliil & Ta po3IoaiT IHTCHCHBHOCTI HAPYKCHb
0i BIANOBIAHO B 37e(GOpMOBAaHOMY BHKOBI MOHOKOJECAa B XapakTEpHOMY Iepepizi obnacTi mepa
nonatku. Sk 06aummo, HaWOLIbIII 3HAUEHHS IHTEHCHBHOCTI JAedopMaliil & Ta IHTEHCHUBHOCTI
HanpyXXeHb O0; BIINOBIIAIOTh 30HAM paJlyCHOrO TMepexoJy BiI AMCKa MOHOKOJeca [0 Iepa
nmonatku. [licist Toro, sk MeTal MPOXOJUTh PaAAlyCHUN Tiepexis BinOyBaeThcsi (OPMYBaHHS Tepa
JIOTIAaTKH, J€ 3HAYEHHA & Ta O; IPAKTUYHO OJHAKOBI MO 00’eMy mepa yonaTku. Pesymbratn
pO3paxyHKy II0Ka3yloTh, IO IpPH IPOEKTyBaHHI MpPOLECIB HEOOXIJHO BPAaXOBYBAaTH peECypcC
MJTACTUYHOCTI B HEOE3MEYHUX 30HAX 130TEPMIYHOTO INTAMITYBAaHHS, SKI CITIBIAQJAOTh 13 MICIIEM
Mepexoy BiJ JUCKa MOHOKOJeca 10 Tila mepa jomaTtku. [lpu 1mpomy 3MeHIeHHsS KoedirieHTa
BUKOPHUCTAHHSI PECypCy IUIACTUYHOCTI AOULUIBHO JOCSTaTH 3a PaxyHOK 3MIHM (OpPMH BUXITHOT
3arotoBkH. Ha puc. 10 nokazanuii po3noain koediieHTa BUKOPUCTAHHS PECYpPCY MIIACTUYHOCTI IO
BCbOMY 00’eMy 371e()OpMOBAHOTO BHUKOBY MOHOKOJeca B KiHII AedpopmyBaHHA. Sk Oaummo,
HaNOUIbIIe 3HAUEHHS KOoe]illieHTa BUKOPUCTAHHS pecypCy IIACTUYHOCTI € B T1JI1 1epa JIoMaToK Ta
He nepesuurye 0,3, M0 € TOMyCTHM Ta HE MPU3BEAE 10 PYHHYBAHHS.

Cnucok Jgiteparypu

1. Teopisa Ta npaktka 00poOku merami TruckoM / Ilix pea. Borycaaesa B. O., bobups M. 1., Titosa B. A., Kauana
O. 5. — 3anopixoxs : AT «Motop Ciay, 2016. — 522 c.

2. Anmmenko, A. C. Ananu3 aabTepHATUBHBIX TEXHOJOIMH INITAMIIOBKHM KOMIIPECCOPHBIX JIONMATOK JUIS CYAOBBIX
nsurareneii / A. C. Annmenko // Bicuuk ITpra3oBCbKOro AepyKaBHOIrO TEXHIYHOI'O YHIBEPCHUTETY : 30. HAYKOBHUX
npaus / IIJTY. — Mapiynons, 2015. — Bum. 30, T. 1. — C. 141-148. — (Cepis : TexHiuHi HAYKH).

3. Momber A., Kovacevic R. Principles of Abrasive Water Jet Machining. Berlin: Springer Verlag, 1998.

Isothermal stamping of parts with thin-walled elements

M.Burtan, A.Titov

Abstract:. : The analyzed the features of isothermal molding of unicycles at temperatures of hot plastic deformation.
Calculations were carried out using numerical methods of hot isothermal stamping with thin-walled elements made of
aluminum alloys, energy and force parameters of the process and stress-strain state (VTS) during molding were
determined

Keywords isothermal stamping, monowheel, finite element method, gas turbine engine, power modes, stress-strain state,
aluminum alloys, hot stamping
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VJIK 621.7

HamniBrapsiue Ta rapsiue 3B0poTHe BUIABJIIOBAHHS 3 P0O3/1a4010
BiCECHMETPHYHOI0 MOPOKHUCTOr0 HaMiB(adbpukary i3 MajioByrjIeneBoi cTaJjii

B.JI. Kamo:xkuuii, C.B. CUTHUK
KIII im. Irops Cikopcbkoro, M. KuiB, Ykpaina

Anomauin: 3a 00nomo2010 Memoody CKIHYEHHUX eNeMeHmie OOCNIONCEHO Npoyecu HANiBeapa4020 ma 2apsayo2o
360POMHO20 BUOAGTIOBAHHSL 3 PO30AYOI0 GICECUMEMPUYHO20 NOPOICHUCIIO20 6Upody 13 manosyeneyesoi cmaui 3
sucmynamu Ha OOHHIU wacmuni. Temnepamypa 3a20mosku 015 Hanieeapsiuozo suoasmosanis cknadana 700°C, ons
eapsiuoco 1000°C. [lposedeno po3paxyHku 6uOasioSaHHs md SUUWMOBXYSaHHS eupody i3 mampuyi. Busnaueno
3ANeAHCHOCME  3YCUTb  BUOABNIOBAHHS MA  GUWMOSXY6AHHs Hanispabpukamy (3 mampuyi 6i0 nepemiujenns
depopmyrouoco incmpymenmy. Buseneno Kinyesi popmy ma posmipu Haniegpabpuxamy.

Knwwuosi cnosa: memoo ckinyennux eieMenmis, zapsue i Hanieeapsaue 360pOmMHe GUOABNIOBAHHS, NOPOICHUCTNULL
Haniegadbpuxam, 3yCuiis, memnepamypa.

BupoOHUIITBO apTUIIEPIMCHKUX TUIb3 CEPEIHBOTO KaTiOpy BIAHOCHTHCS 10 KPYITHOCEPIHHOTO
Ta MacoBOro THMY BHUpoOHHUITBA. [Ipu mpoexkTyBaHHI TEXHOJOTTYHOIO MPOILIECY BUTOTOBJIECHHS
BHII[EBKAa3aHUX BUPOOIB Ha MEPIINX Mepexoaax MITaMITyBaHHs 3a3BUYail BUKOPHUCTOBYIOTH CIIOCOOU
rapsyoro 3BOPOTHOTO BUJABIIIOBaHHsS HamiB(aOpHKaTIiB MiA MOAAJbII Omepalii BUTATYBaHHS 3
MOTOHIIEHHSIM Ta 00THCKY. TOMY JOCHTH Ba)JIMBUM 3 TOYKHM 30pYy 3MEHIIEHHSI BUTpAT MeTaly 1
MIIBUIIEHHS TOYHOCTI (opmMu 1 po3mipiB HamiB)aOpUKaTiB € BUKOPUCTAHHS HAIIBrapsdoro
BU/JIaBJIIOBAHHS 3aMICTh Tapsyoro.

MeTtor0 poOOTH € BCTAHOBJICHHS 1 MOPIBHSAHHSA TapameTpiB HAIIBrapsdoro Ta Tapsuoro
3BOPOTHOTO BHJIABJIIOBAHHS 3 PO3/Ia40I0 BICECHMETPUYHOTO MOPOKHUCTOrO HamiBdaOpukary i3
MaJIOBYTJICIIEBOT CTAII.

Jlnst oTpuMaHHS MOPOKHHUCTUX BICECHMETPUYHUX BHUPOOIB pi3HUX (GopM Ta po3MipiB i3
BYTJICIIEBOT CTalli BUKOPUCTOBYIOTH CIIOCOOM rapsyoro 3BOPOTHOTO BHUIABIIOBAHHS 3 PO3Jauolo.
Taxki cmocoOu onmcani B xepeni [1], e HaBeeHO peKOMEHAIIIT 0 TPOSKTYBAHHIO TEXHOJIOTH Ta
IITAMIIOBOTO OCHAICHHS, aje HEJOCTAaTHhO JaHMX MO MPOEKTYBAHHIO TEXHOJIOTii HAMiBrapsyoro
3BOPOTHOTO BUAABIIIOBAHHS 3 PO3/Ia400 MOPOKHUCTUX BUPOOIB 13 MaJOBYIJICLEBOI CTall, 30KpemMa
13 ctauni 25.

Buxopucranus meroay ckinueHHuX eneMeHTiB (MCE) ans Bu3HayeHHS mapaMmerpiB
MIPOLIECY TapsSvYoro MITaMIyBaHHS J03BOJSE CYTTEBO CKOPOTHTH Yac HA MIATOTOBKY BUPOOHUIITBA
pi3HMX BHUPOOIB mpolriecaMu OOpoOku MeTaniB THCKOM [2,3]. i BCTaHOBJIGHHsSI TapaMeTpiB
rapsyoro ImTaMIyBaHHA BUPOOIB 3 MOTPIOHUM MPOMPALIOBAHHSIM CTPYKTYPHU METaly IMIaCTUYHOIO
negopmMariiero B HeOOXiTHUX 4YacTUHAX abo Mo BCbOMYy 00’eMy BHUPOOIB JOCUTH €(DEKTUBHHUM €
takox BukopuctanHs MCE, mo BigoOpaxkeHo B mkepenax [4-8]. 3 [I0MOMOror TakKoro
MPOMpAIIOBaHHS MOXIIMBO 3 JIOCTaTHBHOIO TOYHICTIO MPOTHO3YBAaTH HEOOXIAHI MeXaHIYH1
BIIACTHBOCTI B 37eopMoBaHOMY MeTani. [[si mokparieHHsl MpOMpaIfOBaHHS CTPYKTYpU MeETany
MO>KHA 3aCTOCYBAaTH KOMOIHOBaHHMI MPOIIeC 3BOPOTHOTO BUJIABIIOBAHHSA 3 PO3/1a4OI0.

[IpoBeneHo po3paxyHKH Takoro mpoiiecy nuisxom moxaentoBanHa MCE 3 BukopuctaHHsIM
CKiHUeHHO-esneMeHTHO1 nporpamu DEFORM. Po3mipu muniapuyHOi BUXIJHOT 3aTOTOBKH 13 CTall
25: piamerp Do=120 mm, Bucota Ho=27,2 mm. IlIBuakicte nedopmMyBaHHs (TepeMillleHHS
MyaHCcOHYy) ckmagana V,=50 wmm/cek. TemmepaTypa BUXiZHOT 3aroTOBKM CTAHOBWJIA IS
HaniBrapssuoro BumaBmoBanHs 700°C, a mist rapsdoro - 1000°C. ledopmyrouuit iHCTpyMeHT
BBa)KaBCsl a0COIOTHO KOPCTKUM Ta MaB TeMmriieparypy 20°C. TepTs Ha KOHTaKTYHOUUX MOBEPXHIX

BpaxoBaHo 1o 3i0ero 3 BeMYnHOI0 KoedirienTy tepta | =0,25.
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

Ha puc. 1 BigoOpakeHO MOJIOKEHHS Ae(POpMyr0ouoro IiHCTPYMEHTY B pO3pi3i Ha Pi3HUX
eTarnax BHIABIIOBaHHS 3 po3aadoto. [lonokenHs pedopMyrodoro IHCTPYMEHTY Ha IOYATKY
BHJIABJIIIOBAHHS HaBeJICHO Ha puc. la. BuximHa 3aroroBka | posramoBana B Marpuii 2 3
[HEHTPYBAHHSAM IO IWIIHIPUYHIA dYacTUHI. BumToBxyBau 3 Mae crmemiaipHy T€OMETpilo, IO
HEOOXIJJHO JUII OTPUMAaHHSI BUCTYIYy Ha TOPII JOHHOI YacTHHM HamiBhaOpukaTy. BumasmtoBanH s
3MIACHIOETBCS 3a JomoMororo myaHcoHy 4. Ha puc. 10, moka3aHo TOJOXXEHHsS B KIHIII
BHJIaBIIOBaHHS. [010KeHHSI TTiCIIsT BUMMaHHS MTyaHCOHY 13 HamiB(aOpHuKaTy MpeCcTaBIeHO Ha PUC.
IB. Ha puc. Ir moka3aHO MOJOKEHHS MicCis BUINTOBXYBAaHHS OTPHMAHOTO HamiBdalOpukary 5 i3
Matpuii 2.

a 0 B r

Puc. 1. ITono:xeHHs 1e¢opMyr0UYOro iHCTpyMeHTY HA Pi3HUX eTanax BUIAABIIOBAHHS
a — NMOJIOKEHHSI HA N0YATKY BUAABJIIOBAHHSA; 0 — I0JI0KEHHSI B KiHIli BU/1aBJIIOBAHHSA; B — IOJI0JKeHHS Mic/Is1 BUMAHHS
IYaHCOHY i3 HaniB(adpuKaTy; I — OJI0KeHHs MicJIsl BUIITOBXYBaHHs HaniBgaOpukary i3 maTpuui

Ha puc. 2 npuBeneno rpadikd CHUIOBHX PEXKUMIB BUIABIIOBAHHS. 3aJ€KHOCTI 3YCHIIb
HAITIBrapsiuoTo 1 rapsvyoro BUABIIOBAHHS BiJl TIEPEMIIICHHS MyaHCOHIB 300pakKeHO BiAMOBIIHO
Ha puc 2a i puc. 20. MakcumalnbHa BeJIMYMHA 3YCHIIIS HAMIBrapsyoro BHABIIOBAHHS CKIIA/Ia€e
P,=7370 xH, a rapsuoro — P,=3670 kH. Ha puc. 2B HaBeAeHO 3aleXHICTh 3yCHIUISA
BUIITOBXYyBaHHS P, HamiBdaOpukary i3 MaTpuill BiJ MEpeMillleHHS BHUIITOBXyBaya IMicCIs
HaMIBrapsyoro BUJABIIOBAHHS, a HAa PUC. 2T — MICAS Taps4oro BUAABIIOBAHHS. 3yCHUIUIA
BUILITOBXYBAHHS IOCSTa€ MaKCUMaJIbHUX 3HAYeHb Ha MOYATKY MPOIIECY BUIITOBXYBAHHS.

Ha puc. 3 mokazano ¢opmy Ta po3mipu MOJOBUHH HamiB(aOpukary, siKi OTpHUMaHi Mo
po3mipax 1eopMyrOuOTO IHCTPYMEHTY.
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Xl MHTK “TeopeTu4Hi Ta npakTU4Hi npobnemu B 06pobui maTepianiB Tuckom”, 2023

MeTooM CKIHYEHHUX €JIEMEHTIB JOCHIPKEHO TPOLECH HAMIBrapsyoro Ta Trapsdoro
3BOPOTHOTO BHJIABIIFOBAHHS BICECUMETPHUYHOTO TIOPOKHUCTOTO HamiBpaOpUKaTy i3 MaroBYIIeeBoi
crami. Jlns ABOX BapiaHTIB BHIABIIOBAHHS BH3HAYCHO 3YCHIUIA Je(hOpPMYBaHHS, 3YCHIUISA
BUIITOBXYBAaHHS HamiB()aOpUKaTiB 13 MaTpHIb Ta BCTAHOBIEHO KiHIEBI (opMy 1 po3Mmipu
HamiB(aOpukary.
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Semi-hot and hot reverse extrusion with distribution of axisymmetric hollow
semi-finished product from low-carbon steel

V. Kaliuzhnyi, S. Sytnyk

Abstract: Using the finite element method, the processes of semi-hot and hot reverse extrusion with distribution of an
axisymmetric hollow product made of low-carbon steel with protrusions on the bottom part were investigated. The
temperature of the workpiece for semi-hot extrusion was 700°C, for hot 1000°C. Calculations of extrusion and ejection
of the product from the matrix were carried out. The dependence of the forces of squeezing and pushing out the semi-
finished product from the matrix on the movement of the deforming tool was determined. The final shape and
dimensions of the semi-finished product are revealed.

Keywords: finite element method, hot reverse extrusion, distribution, hollowproduct, force, temperature.
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

VIIK 621.983

BursiryBaHHsI 3 NOTOHIIEHHSIM Yepe3 O{HY MATPHUII0 3 BUKOPUCTAHHAM
MYaHCOHA CNeUiaAJIbHOr0 NPOodiato MOPOKHUCTUX 3aT0TOBOK i3 JIaTyHi

0.B. Kamoxnnii, O.C. SIpMojieHKo
KIII im. Irops Cikopcbkoro, M. KuiB, Ykpaina

Anomauin: 6 pobomi 6y10 PO32NAHYMO MOOENOBAHHS MEMOOOM CKIHUEHUX eleMEeHMI8 Npoyecy 6UMSZY8aAHHS 3
NOMOHWEHHAM 4Yepe3 OOHY MAmpuyio 3 3dCMOCYBAHHAM NYAHCOHY CHeYianbHo2o Npogino 01 OmpUuManus
HOPOJICHUCMO20 8UPOOY 3 MOHKOIW CMIHKOI 3MiHHOI mogwunu. Ompumano opmy 6upody, po3noodin HOPMATbHUX
HAnpysiceHb Ha NOBEPXHI 0eOpMYIOH020 THCMPYMEHMY, CUIOBI PEACUMU NPOYeC).
Knrwouosi cnosa: memoo cKiHueHUX eleMeHmMi8, GUMAZYBAHHS 3 NOMOHUWEHHAM Yepe3 0OHY MAMPUYIo, CULO8I PeNCUMU,
PO3N00LN HOPMATLHUX HANPYICEHD, NYAHCOH 3 NOBEPXHEIO CNEYIANbHO20 NPOQPILTIO.

ButaryBanHsl 3 MOTOHIIEHHSM Yepe3 OJIHYy MaTpPHUII0 BUKOPHUCTOBYETHCA NMpPHU OTPUMAaHHI
MMOPOXKHUCTOTO BUPOOY 31 3MIHHOIO TOBIIMHOK CTIHKH BEJIWKOIO MOBXWHHU. g TiABUIICHHS
MIPOJIYKTUBHOCTI MPOIIECY BUKOPHUCTOBYETHCS IyaHCOH 31 cHeliaibHuM mpodinem [1-3], mpu
3aCTOCYBaHHI $IKOTO CTBOPIOETHCA JOJATKOBE TSATHY4YE 3YCHJUISL 3@ CTIHKY 37e(OpMOBaHOT
3aroTOBKM 1 3MEHINYEThCS 3yCWIUIA, SIK€ MPHUKIAJAETbesl A0 JOHHOI wacTuHM I[lpu 1mpomy
3MEHILYIOThCSI OChOB1 PO3TATYBAJIbHI HAaNpPY)KEHHA, K1 J1I0Th B MICIIi MEPEXOAY CTIHKH y JAOHHY
YaCcTUHY.

MeTtor0 poOOTH € BUKOPUCTAHHS METOAY CKIHYCHHHUX EJIEMEHTIB Ui BCTAaHOBIICHHSI
TEXHOJIOTTYHUX MapPaMETPiB BUTATYBAHHS 3 TOTOHIICHHSIM.

3acTocyBaHHs IyaHCOHY 31 CIemiaJlbHUM TMpodiieM OiYHOI MOBEPXHI MOXKHA JOCSTTH
30UTBIIIEHHS CTYIEHIO JedopMallii Ta 3MEHIIICHHS KUTLKOCTI ITepeXxo/1iB mpu BUTATYBaHHI. Ha puc. 1
300pakeHO (hparMeHT KOHYCHOI YaCTHHHU, sSKa pO3TAIllOBaHA BUIIE PaAlyCy 3a0KpYyIrJIeHHS O1YHOT
MOBEPXHI 3 TOPIIEM TAKOTO IyaHCOHY. Jledopmyroya MOBEepXHs MyaHCOHY YTBOpPEHA MEPETUHOM KiJl
niamMeTpoM d, 10 po3TaIlloBaHi 3 MOCTIHHUM KPOKOM t. [Ipu BUTATYBaHHI METall 3aIIOBHIOE BIIATUHH
0iuHOi TOBEpXHi IyaHCOHY, 3a PaxXyHOK YOTO CTBOPIOETHCS TATHYYE 3a CTIHKY 31e(popMoBaHOi
3arOTOBKH 1 BiIOYBA€ThCS PO3BAHTAXKEHHS JOHHOT YaCTHUHU IIi€i 3arOTOBKH, & TAKOK 3MCHIICHHS
PO3TATYBAIBHUX HAIIPY)KEHb Y CTIHITL, K1 € MPUIMHOIO BIIPUBY IOHHOT YACTHHU BiJI CTIHKH.

g o

'“"-._.

Puc. 1. ®parMeHT KOHYCHOI YACTHHH IyaHCOHY creniaabHoro npodinao

Ha puc. 2 nokazaHo ¢gopMmy i po3mipu B MUTIMETpax BUXIAHOI 3aroToBKu 13 naTyHi JI70.
[TouaTKkOBUM JaHUMHU Ul MOJETIOBAHHS METOJOM CKIHUYEHHHX eneMeHTiB y mporpami DEFORM
BUTATYBaHHs 3 MOTOHIIEHHSAM BHUXIAHOI MOPOXKHUCTOI 3arOTOBKH 3 pO3MipaMH, 10 HaBelEHI Ha
puc. 2, Oyau HaCTYIHI: MBHUJIKICTh MEPEMILIEHHS IHCTpYMEHTY V=7 MM/CEK, TepTs BpaXOBYBaIOCs
3a Kynonowm 3 koegirientom tepts ¢=0,08. Po3mipu myaHCOHY BUKOHAHI 110 PO3Mipax 3arOTOBKH, a
KOHYCHA 4aCTMHA MOr0 YTBOpPEHA MEPETHHOM Kinl giamerpoM d=6 MM, siKi pO3TaIIoBaHi 3 KPOKOM t=3
MM.
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Po3paxyHKOBI MOJI0KEHHS B pO3pi3i JePOPMYIOUOTr0 IHCTPYMEHTY 1 3arOTOBKU Ha MOYATKY
Ta B KiHI[I BUTSATYBaHHs MpeAcTaBieHo Ha puc. 3. [lomoskeHHs Ha MOYATKy BUTATYBAHHS IMOKa3aHO
Ha puc. 3a. BuxinHa 3aroToBka 4 BCTaHOBJICHA B MATPHIIi 2, sika po3MilieHa Ha o6oiimi 3. Oboiima
3 HeoOXigHa ais MIIATPUMKHA TATHYYOTO 3YCHJUIA 32 CTIHKY 3aroTOBKH Ha MPOTA3i MpoIecy
BUTATYBaHHA. BoHA Tako BHKOPHCTOBYETHCS MPH BUIJIAHKYBAaHHS BHCTYIIIB, SKi YTBOPHIIUCS Ha
BHYTpIIIHII OBEpXHi 371e)OPMOBAHOT 3arOTOBKH, TIPU 3BOPOTHOMY IepeMilieHHi myancony 1. [Ipu
IbOMY 3aroTOBKa YTPUMYETHCSI 3HIMauaMHU 3a BEPXHIA TOpPElb CTIHKH. BUTAryBaHHs 3IiHCHIOETHCS
myaHcoHoM 1. [lonoskeHHS iHCTpYMEHTY B KiHII BUTSTYBAaHHS 3 OTpUMaHHsM HamiBaOpukaTy 5 300pakeHo
Ha puc. 30. Burnan B po3pisi HamiBhaOpHKaTy Imicis BUTATYBaHHS MMOKa3aHO Ha pUC. 3B. 3acTOCYyBaHHS
MyaHCOHY 31 creniabHuM mpodinem 3abe3neursio (OPMOYTBOPEHHS BUTSATYBAHHSM 3 MOTOHIICHHSM 0e3
BUKPHBIICHHSI JIOHHOI YacTHHH 31e(pOpPMOBAHOI 3arOTOBKH, SIKE€ 3a3BHYail Mae MiCIle NMPH BUTSTYBaHHI

3arO0TOBKH 3 BUIIIEC HABEICHUMH PO3MipamMH.
s '
0

Puc. 3. Iloso:xeHHs1 B po3pi3i iIHCTPYMEHTY i 3aroTOBKH Ha Pi3HUX CTagisIX
BHUTSITYBAHHSI TA BUIJISIA OTPHMAHOI0 HaNiB(adpuKkaTy: a — NoJI0/KeHHs HA OYATKY
BUTSITYBaHHS, 0 - M10J10:KeHHS B KiHIi BUTAATYBaHHS, B — BUIVIAA HaniBgadpukary

a B

Puc. 2. ®opma i po3mipu BuxigHoi
TOPOKHUCTOI 3aT0TOBKH

3ajeKHICTh 3yCHJUIS BUTATYBaHHs BiJ NEPEMIIEHHS ITyaHCOHY HABEIEHO Ha puc. 4.
[lepmmii MakcuMyM 3ycW/UIL Ma€ Miclleé B MOMEHT BHXOAY 31€(OpPMOBAaHOIO MeTaly 3
Kamiopyroduoro mosicky wmatpuui. [pyruii makcumym 3 BenumumHOoro 3ycwuis 1,17 MH
CIIOCTEPIraeThcs B KiHLI BUTATYBaHHS MPH 3aTACyBaHHI TOPLS 31€(OPMOBAHOI 3arOTOBKU B 3330
MDK MaTpUIEI0 1 01YHOIO TTOBEPXHEIO MTyaHCOHY.

Po3noain HOpManbHUX HANpPY)KEHb Ha KOHTAKTYIOUMX IMOBEPXHAX MPU MaKCUMaIbHOMY
3yCWJUII BUTATYBAaHHS MpEACTaBIeHO Ha puc. 5. HallOuiblii BETMYMHU TaKuUX HampyXeHb
BUHUKAIOTh MPU MAaKCUMAJIbHOMY 3yCHJUII BUTATYBaHHS 37epopMOBaHa 3aroToBKa pO3/UIeHa MO
BUCOTI Ha TPH YacTUHU. biisg MOBEepXHI MaTpUIll HapyKeHHs JocsaraioTs 0,=810-1350 MIlIa (puc.
5a). Ha noBepxHi yaHCOHY B cepeJHii 4acTHHI OTpuMaHo 0,=41+66 MIla (puc. 56). bins noHHOi
YacTUHM (pHC. SB) HOpMaJIbHI HAaNpPYKEHHS HA MOBEPXHI MYaHCOHY JOCATAIOTh BEIUYUHU 0n=529
MIlIa, Ha KOHYCHII MOBEpXHIi MyaHCOHY - 0,=109 MIla (puc. 5B).
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN

MalUMHOGYAyBaHHSs
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Puc. 4. 3anexHicTs 3ycHiIA BUTATYBaHHSA a 0 B
BiJl mepemileHHs yaHCOHY Puc. 5. Po3noai/in HOpMAJBHUX HANPY:KEHDb On. a —y BepPXHiil yacTuHi 6ins
MaTpuui, 6 — o cepeayHi, B- B AOHHIH YacTHHI
BucHoBku

[IpoBeneHo MojenOBaHHS METOJOM CKIHUEHUX €JIEMEHTIB MpOLECy BUTATYBaHHS 3

MOTOHIIEHHSM 4epe3 OJHY MaTpHIf0. 3aCTOCOBAHO MYyaHCOH 3 OIYHOIO MOBEPXHEIO CIIELIaTbHOTO
npoduTI0 B HWKHIA YacTUHI. BCTaHOBIEHO 3aJEXHICTh 3YCHIIIS BUTATYBAHHS BiJ MEpPEMIIICHHS
MyaHCOHY. BUKOpHUCTOBYIOYM OTpHMMaHi JaHi MO 3YCHJUII MPOIECY Ta MO PO3MOJAUTY HOPMAJBHUX
Halpy)KeHb Ha TMOBEpXHI JehOpPMYIOYOro IHCTPYMEHTY MOJKHA CIPOCKTYBAaTH INTaMIIOBE
OCHAIIICHHS Ta BUOpATH HEOOXIiTHE TTpecoBe 0OIa HAHHS
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Drawing with thinning through one die using a punch of a special profile of
hollow brass billets

0. Kaliuzhnyi, A. Yarmolenko

Abstract: the paper considered finite element modeling of the drawing process with thinning through one matrix using a
special profile punch to obtain hollow products with a thin wall of variable thickness. The obtained shape of the
product, distribution of normal stresses on the surface of the deforming tool, force modes of the process.
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VJIK 621.7

I'apsive Ta HanmiBrapsiue BUAAaB/JII0BAHHS OPOKHUCTOr0 HaniB(padpukary i3
BHCOKOBYIJICLIEBOI CTAJIi

B.JI1. Kamioxnuii, A.€. Turapenko
KIII im. Iropst Cikopcbkoro, M. KuiB, Ykpaina

Anomauin: B po6omi npogedeno mMooentoeanis 3a 00NOMO20I0 Memody CKIHYEHUX eNleMeHmié npoyecy 2apsauoe0 ma
Hanigeapsiuoeo0  360pOMHO20  BUOABTIIOGAHH  NOPOJICHUCMO20 — Haniggabpuxamy. byno ecmawnoseneno 3ycunis
BUOAGTIOBAHHS, PO3NOOLL NUMOMUX 3YCUTL HA 0ehOpMYIoUoMy iHCmpyMenmi, 0e(opMOSaHUll cCman i memnepanypHui
PO3n0din y 30epopmosarnomy memaii Hanispabpuxamy.

Kniouogi cnosa: memoo ckinuenHux eleMenmis, eapaye i Hanieeapsaie GUOAGIIO8AHHS, NOPOICHUCMULL HANIBHaAdpUKam.
Temnepamypa, 3ycuins , RUMOMI 3YCUTLISL .

B TenmepimHiii 4Yac mnpu BUTOTOBJIEHHS MOPOXHHUCTUX HamiBdaOpukariB 13 cranei
BHUKOPHUCTOBYIOTh X0yiofiHE [1] Ta rapstde 3BOpoTHE BUAABIIOBaHHS [2]. J[JI1 BUTOTOBICHHS TaKMX
HaniB(aOpuKaTiB 13 BUCOKOBYIJIELIEBUX CTajlel 3aCTOCOBYIOTH rapsiue BujaaBioBaHHs IlepeBaru
HaITIBrapsyoTO BHJIABIIIOBAHHS TMOJISTAIOTh B 3MEHIIIEHHI BUTPAT METaIy Ta MiJBHUIICHHS TOYHOCTI
¢dbopmu 1 po3MipiB HamiBpaOpUKaTIB.

MeTo0 poOOTH € MOJICIOBAHHS IPOIECY TapsAvoro Ta HAIBrapsgoro 3BOPOTHOTO
BHUJIaBJIIOBaHHS MeToJoM ckiHueHux enemeHTiB (MCE) Ta BcTraHOBIEHHS MapamMeTpiB JUist

— i — MIPOCKTYBaHHS TEXHOJIOT .

' ‘ ¥ | Cxema BUIaBITIOBAHHS Ta €CKi3
1 ‘ HamniBpabpukaty HaBeneHo Ha puc. 1. Ha
, , cxeMi BUAABIIOBaHHS (puc.la) 300pakeHo
1 1.} 3arotoBKy 1 i3 cram AlSI 1060 giametpom
; Do =95 MM i Bucotoro Hg =285 mm, siky

PO3MIIIIEHO B MaTPHIIi 2 HAa BUIITOBXYBayi
3. HedbopmyBanHs 3/IHCHIOIOTh
L ] MyaHCOHOM 4.
Temmneparypa 3arOTOBKHU npu
b | S rapsaomy BUJIABIIIOBaHHI1 CKJIajana
i -t ~T] 7=1000°C, a nmpu HamiBrapsuomy -
\ ! L T=700°C. HIBuakicThb TepeMileHHS
\. : f '_ ! | nyancony 0yna Vg =100 mm/cex. Teprs Ha

.

ANRRRRRINRIROGOS

P —————————————————

e KOHTAKTYIOUMX MOBEPXHSAX BPaxOBYBaHO
’ no 3i6emto 3 koedinientom tepts W =0,25.
1 o I[eq)opMqugH IHCTPYMEHT pu
MOJIETIIOBaHHI a0COJNIOTHO >KOPCTKHM Ta

a 0
Puc. 1. Cxema BuaaB/ioBaHHs (a) Ta ecki3 HaniBpadpukary (0)

MmaB Temnepatypy 20°C.

Po3paxyHKOBI MOJIOKEHHSI B poO3pi3i
IHCTpYMEHTY B MpOILIECi Ha PI3HUX CTAIIsX BUJABIIOBAHHS 3 OCA/DKYBaHHSM IOKa3aHo Ha puc. 2. Ha
MOYaTKy BJABJIIOBaHHS (puc.2a) 3aroTOBKYy 1 BCTaHOBIEHO B MaTpulll 2 Ha BUILTOBXYyBadi 3.
HepopmyBanHs BinOyBaeThcs 3a jgonomoror myancoHy 4. IlonokeHHs Ha TPOMDKHINA cTajii
300pakeHo Ha puc. 20. IIpu BHu3 myaHcoHy 4 BifOyBaeTbcsi (OPMOYTBOPEHHS MOPOKHUHH 1
OCa/pKyBaHHS 3aroToBkd. IlojokeHHs B KIHIII BUIABIIOBaHHS HaBeleHO Ha puc. 2B. llpu

50 OOPYM IHXXEHEPIB MEXAHIKIB



Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

3BOPOTHOMY TEPEMIIICHH] TyaHCOHY 4 31e(hopMOBaHa 3ar0TOBKA 3aTUIIAETHCS B MATPUIIi 2 (pHC.
2r) Ta BUJAJISAETHCS 3 HET BUIITOBXYBaueM 3 (puc. 21).

a 0 B r a
Puc. 2. Po3paxyHKoBi moJio;keHHs1 B po3pi3i 1e¢opMy0u0ro incTpyMeHTy PH BUAABIIOBAHHI 3 0CAUKyBaHHIAM: a
— HA IOYATKY BUIABJIIOBAaHHSA, 0 — HA IPOMiKHili cTajil BUIABJIIOBAHHSA, B — B KiHIli BUAAB/IIOBAHHS, I' — MiCJIsl BUHMAHHSA
NYaHCOHY, A — IicJIs1 BUIITOBXYBAHHS HaniBgadpukary

Ha puc. 3 300pakeHO 3aJIe)KHOCTI 3yCHJIb BHIABIIIOBAHHS Bl TIEPEMIIICHHS MMyaHCOHIB NP
rapsdoMy Ta HamiBrapsdomy (HopMoyTBOpeHHI. MakcuMalibHe 3yCWUISI TIPH  TrapsyoMy
BHJIaBJIIOBaHHI focsrae 3Ha4eHHs 2410 kH (puc. 3a), mpu HamiBrapssaomy - 3378 kH (puc. 30).

[TuToMi 3ycHIIIsl Ha KOHTaKTYHOUMX TOBEPXHSIX BHU3HAYCHO IO PO3IMOJALIAX HOPMATBHUX
HampykeHb Op (puc. 4). HaiOutbii BeJIMYUHE HOPMalbHUX HAMpPY:KeHb OTPMMaHI Ha TOPII

ITyaHCOHY.
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Puc. 3. 3anexHicTh 3ycHiuIsi BUIABJIIOBAHHS Bijl lepeMillleHHsI IyaHCOHA: a — IPH rapsiuoMy BHIABJIIOBaHHi, 6 — npu
HaNiBrapsiyoMy BH/IaBJIIOBaHHI
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Puc. 4. Po3noxian HopMaaIbHUX HANPY/KEHb: Puc. 5. Po3nonisu Temneparypu: Puc. 6. Po3moxin
a — NIp¥ rapsiYoMy BHIAaBJII0OBaHHI, 0 — npu a —IIpU rapss4oMy BH/IaBJIIOBAHHI, iHTeHCHBHOCTI
HamiBrapss4omMy BH/aBJIIOBaHHI 0 — npu HamiBrapsA4oMy BH/aBJIIOBAHHI Aedopmaniii

Ha puc. 5 mpeacraBiaeHo po3moAiumd TeMmmeparypu y 37aehOopMOBaHOMY  MeTali
HaniBdabpukariB. Ilpu rapssuomy 1 HamiBrapsuoMy BH/aBJIOBaHHI BHOpaHa IIBHJKICTb
nepopMyBaHHs 3a0e31euye BUTPUMKY TEMIIEpaTypHUX IHTEPBAJIiB IITAMITYBaHHS.

[IponpartoBaHHsT CTPYKTypd MeETally IUIACTUYHOIO JAeopMalli€lo MOXKHA OI[IHUTH TI0
pO3MOAUTY IHTEHCUBHOCTI Aedopmariiil &;. TemrepaTypa He BIUTMUBAE HAa BEIUYUHH &; (puUc. 6).

BucHoBku

MeTogoM CKIHUEHHHX €JE€MEHTIB CTBOpEHa MaTeMaTH4HI MOJell Ta TMPOBEICHO
KOMIT FOTEPHHI aHaJli3 MPOIIECiB 3BOPOTHOTO BHJIABIIIOBAHHS 3 OCA/DKYBAaHHSIM B YMOBaX Tapsyoi i
HaIiBrapsuoi riactuyHoi nedopmartii. Bu3HadeH1 3alle)KHOCTI 3yCHJIb BHJIABJIIOBAHHS Bif
MepeMIlleHHs ITyaHCOHIB, BCTAHOBJICHO PO3MOIUIM MUTOMHX 3yCHJIb Ha KOHTAKTYIOUUX MOBEPXHSIX
3neopMoBaHOro HamiBpaOpUKaTy 3 IHCTPYMEHTOM Ta PO3IMOAUIM TEMIEpaTypH 1 IHTEHCHBHOCTI
nedopMartii.
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Hot and semi-hot extrusion of a hollow semi-finished product from high-
carbon steel

V. Kalyuzhny, A. Tytarenko

Abstract: The paper simulates the process of hot and semi-hot reverse extrusion of a hollow semi-finished product using
the finite element method. The extrusion force, the distribution of specific forces on the deforming tool, the stress-strain
state and the temperature distribution in the deformed metal of the semi-finished product were determined.

Key words: finite element method, hot and semi-hot extrusion, hollow semi-finished products, forces, specific forces,
deformations.
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

VK 621.7.043

KoHCTPYKTOPCHKO-TEXHOIOTTYHU N KIACHPIKATOP TEXHIYHUX pPillIeHb

KOHCTYPKUIil Jionatku BeHTuiasitopa I'T /]
I'apanenxo T.P., Kiticko A.B.
KIII im. Irops CikopchKkoro

EdextuBHIM BUPIMICHHSIM aKTyaJlbHUX JUIS JABUTYHOOYIyBaHHS 3aBJIaHb € CTBOPCHHS
ciMeicTBa IHMPOKOXOPTHUX JIONMATOK BEHTHIIATOPIB TYpOOPEAaKTUBHHUX JIBOXKOHTYPHUX JIBUTYHIB
(TPJ) 13 3acTocyBaHHSM HOBUX MaTepiajiiB 1 TEXHOJIOTIH, IO BKIIOYAIOTh OpPHUIIHAIbHI
KOHCTPYKTOPCHKO-TEXHOJIOTIYHI pileHHs. B maHuii yac 3aBIsIKM BUKOPUCTAHHIO MIMPOKOXOPTHIX
jgonarok B BeHTwisTopax TPJ/IJl miaBuIlyeTbCs CTYNIHb CTUCHEHHS Ha OJHIM CTyHeHl IpH
OJIHOYACHOMY ITiIBUIICHH] aepoJWHAMIYHIA CTIMKOCTI 1 CTIMKOCTI A0 BiOpamii. IligBumieHHs
ra3o/lMHaMI4HOi €()eKTUBHOCTI MPU 3aCTOCYBAHHI JIOMATOK TaKOl KOHCTPYKIII J1a€ MOKJIMUBICTb
MOMITHO 3MEHIIIMTH 3arajbHe YHCIIO JIOIATOK B BEHTHIIATOPI.

BinMoBa Bin aHTHBIOpaliMHUX TOJHLb 1 BHUKOPUCTAaHHS MOPOXKHUCTUX METAIEBUX
koHcTpykitiii (Rolls-Royce, Pratt-Whitney, General Electric), THTaHOBHX CIUTaBiB 1 KOMIIO3HIIIHHUX
MarepiaTiB Ha TOJIMEpPHIM OCHOBI B Jsomatkax BeHTwiIsiTopa TPJJl 103BOJSAIOTH MOJETTIUTH
JIOTIATKH 1 BCIO CTYIIHb B IIJIOMY, 3HU3UTH MIBUAKOCTI KOJIOBI [ 3MEHILIEHHS PIBHS IIyMY.

AHai3 mokasye, 10 BiIMOBa TUIBKH BiJ aHTUBIOPAIIMHUX TOJHIL CHPHSE: TIIBUIIECHHIO
ra3olMHaMI4HOi €(QEKTUBHOCTI BEHTWISATOpa J0 6%; 3HIKEHHS MUTOMUX BUTpAT TalluBa,
HaMpUKIAJ, Ha KpelcepcehbKuX pesknuMax Ha 4%; 30UIbIIeHHS] BUTPAT MOBITPS 4epe3 BEHTUIISATOP.

Benuky ponp y BUpINICHH]I 3aBAaHHS TOIIYKY HOBHUX METOJIB BHTOTOBJICHHS €JIEMEHTIB
MOPOXKHUCTUX JIOMATOK Tpae Kiacu@ikaimis TEXHOJOTIYHUX PIMIeHb. 3aBHaHHSA Oyab-sKol
knacudikaiii moyisrae He TUIBKM B CHCTEMaTH3yBaHHI ICHYIOUHMX (GOpM, KOHCTPYKIH aje 1 B
MMPOEKTYBaHHI HOBHX IPOIIECIB Ta €JIEMEHTIB, SKI HE 3aCTOCOBYIOTHCS Yepe3 BIJCYTHICTh HOBHX
TEXHOJIOTIYHUX PIIICHb.

OCHOBHOIO 3a7jauei0 YAOCKOHAJCHHS BEHTWISATOPHUX JIOMATOK € 3HIKEHHA Macu Iepa
JIOTIATKH 32 PaxyHOK KOHCTPYKTHBHO - TEXHOJIOTTYHUX DIllIeHb MpH 30€peKEeHHI eKCIUTyaTal[liiHIX
napameTpiB (BJACTUBOCTEH CTATUYHOI Ta JMHAMIYHOT MIITHOCTI).

Jlomatku 3 HaOOpPOM JIOHXKEPOHIB CKIAJAlOThCS 3 MeETaleBOl OOIIMBKM 1 HECY4YHX
HABAaHTAXXCHHS CTPWXKHIB 3 OJHOCHPSAMOBAHUX-apPMOBAHOIO KOMIO3MIIHHOTO Marepiaidy, TOOTO
00'eTHAaHHST METAJICBUX CILIABIB 1 KOMITO3HMIIIMHKUX CIUIaBiB. B SIKOCTI Marepiany HECy4YnX CTPHIKHIB
BHCOKOMIIIHI 1 BHUCOKOMOJYJIbHI KOMIIO3ULINHI Marepianu (BYIJICIJIACTUK, BYIJICAITIOMIHIMH,
Ooporactik, OopamioMiHil, amOMiHIA apMOBAaHMN KEPHOBHUMH BOJOKHAMU KapOilly KpEeMHIilo,
TUTaH apMOBAHUI BOJOKHAMH KapOiny KPEeMHII0).

[TopoxkHKCTa MeTaneBa JIoMaTKa XapakTepU3yeThCs JBOMA KOHCTPYKTUBHUMU €lIeMEHTaMH -
«HAMoOBHIOBaY» 1 «o0mmuBKay. KilbKiCHI 3MIHM OJHOTO 3 KOHCTPYKTUBHUX EJIEMEHTIB 3MIHIOE
dopmMy 1 QyHKIII, O crpusie 10 MpUAOAHHS HOBUX SIKOCTEH. 3MiHA KOHCTPYKTUBHUX €JIEMEHTIB
6e3mocepeIHbO BIUIMBAE HA XapaKTEPUCTHKHM MIIIHOCTI JIETajll, HA OCHOBY T€XHOJIOTTYHOTO MpOIiecy
1 Ha MeToau (hOPMOYTBOPEHHS.

Ha ocHOBiI y3aranbHEHHsI eTamiB €BOJIONIl KOHCTPYKIII BEHTHJISATOPHOI JIOMATKH
PO3po0IeHNN KOHCTPYKTOPCHKO — TEXHOJIOTTYHMNA KIacu(IKaTOp TEXHIYHMX pillleHb KOHCTPYKIT
nonatku BeHTwisstopa I'TJ (tabn. 1.). Knacudikatop nae B3aeMO3B’M30K CXEM MOINEPEYHOTO
nepepizy JIOMaToK 3 OCHOBHUMHU KOHCTPYKTUBHHUMHU O3HakamH. [loka3aHo, M0 MaKCHUMAallbHY
e(EeKTUBHICTh 3HIDKCHHS Macu KOHCTPYKI[Ii MalTh TMOPOXKHHUCTI JIOMATKH 3 JINCTOBUM
HaroBHIOBaueM (4 kiac). BcTaHOBJIGHO, IO MOPOKHUCTI METAJIEB1 JIOMATKH KOMIPYACTOTO THITY
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OUIBII CKJIQIHINII B TEXHOJOTTYHOMY acleKTi Ta MaloTh OUIBIIY Bary, HDK JIOMATKH TO(GPOBOTO
THUITY.

MertazneBa MOpOKHUCTA JIOTIATKA B 3aJI€KHOCTI BiJl HAIIOBHIOBaYa PO3PI3HAETHCS HA rO(GpoBHid
a0o0 xomipuacTuii Turl. Jlomatka rogpoBOTro THUITY MOXe MaTh pedpa KOPCTKOCTI MpsMi, TOXHII abo
S — ooOpasHi. Koudirypamiss TodpoBoro HamoBHIOBaYa 3aJCKHTh Bi IIMPUHU 3 €IHAHHS
HaIlOBHIOBaYa 3 OOIIMBKOIO Ta BIICTAHHIO MDK 30HaMH 3’€IHaHHS. 30UTHIIYIOYHM BiACTaHb MDK
30HaMH 3’€JHAaHHS Ta 3MEHIIYIOUM 30HY 3BapioBaHHS peOpa Outemn moxwii. HamoBHiOBau
ropoBOTro TUITY MOXKe OyTH 3 OJTHOTO a00 JIBOX JIUCTIB.

Tabmuns 1.

Kaacudikanis TexHiyHnX pilieHb KOHCTPYKIii BEHTHJISITOPHUX JIONATOK

Ne | Tumnose Tunose TeXHIYHE PIICHHS OcHoBHa BignocHa maca
KJIacy | TEeXHIYHE KOHCTPYKTHBHA KOHCTPYKIIii
pillIeHHs O3HaKa

0 Benrtunsropna ——n AmnTHUBIOpaIiiini 110%
JOTIaTKA 3 e ] | HOJIKH 3HIKYIOTB
aHTHUBIOpaLliitH T T BIOpOHAIPYKEHHS
UMHU MOJIKAMH et

1 CyminsHa o JlonaTku MaroTh 100%
JonaTKa > > | BeHKY KOPCTKICTh
(LIHPOKOXOPIH | <77 .

g/
a)

2 IMonermena _— — Bucoxa BitHoCcHa 85-
J0MaTKa 3 Pr. . / TOBIIKHA POPis, 90%
KaHaJlaMH o BB AKa oOMexeHa
(XaOTHYHUMH, | - pobounm
MTO3/IOBKHIMH ) IHCTPYMEHTOM Ta s

TEXHOJIOTIEF0 g
BUTOTOBJICHHS =

3 [onermena P P Bukopucranss 60- 5
Jomnarka 3 ; P OKpemux 70% =
HabopoOM | " | TonepeyHux Ta &
JIOH)KEPOHIB [IOB3I0BXHIX

CHJIOBHX CJICMCHTIB
HIPUBOJIUTH JI0
30UIbIIEHHS MacH Ta
TPYAOMICTKOCTI 32
pPaxyHOK 3’€JHaHHSI.

4 ITopoxHucra - Konctpykitis, sika 50%
JIOTIaTKa 3 = | MIiCTUTB IMCTOBUI
JTUCTOBUM 6. P\ | HaTOBHIOBAY, €
HANOBHIOBAYE | HaANOLTBII
M ONTUMATIBHUM

BapiaHTOM, 110
3abe3neuye
CTaTUYHY Ta

TUHAMIYHY MIIHICTh
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

Jns. TMOPOKHUCTHX JIONATOK KOMIPYacToro THUIY BapiaHT 3’€JHAHHA HAlMOBHIOBaYa 3
000JIOHKaMU OOMMBOK Oimbin crmagHimui. [TopoXKHHCTI JOMAaTKW KOMIPYacTOro THUITy OLIBII
CKJIQJHIIII B TEXHOJIOTIYHOMY acmekti. HeoOXigHi JOMOMDKHI OTBOpPH JUIsl TMOAA4i THCKY MiX
KOMipkamMu. SIKIIO KOMIpKH HE OJHAKOBOTO pO3MIpy, HEOOXINHO peali3yBaTH MOJAady pPi3HOTO
TUCKY 10 HHUX. Y TOPOXXHHCTIM JIOTIATKW KOMIPYacTOro THITY IIONIAa 3’€IHAHHS HANOBHIOBAauYa 3
OOIMIMBKOIO 30UTBIIYETHCS, IO TPUBOIUTH JO 30UIBIIEHHS MINHOCTI Ta HamidHOCTI, ane
30UTBIIYETHCS Maca.

BcraHOBHTH B3a€MO3B'SI30K MDK ICHYIOUMMH TEXHOJIOTTYHMMH TIPOLIECAMH BUTOTOBJICHHS
MOJIETIIEHUX BEHTWJIATOPHUX JIONATOK CKJIAJHO, BHACIIAOK PI3HOMAHITHOCTI BUKOPHUCTOBYBAHUX
MeToaiB 1 MarepianiB. OJHUM 3 OCHOBHMX HANpsIMKIB BUTOTOBJIEHHSI MOPOKHUCTUX JIONATOK €
3HaXO/DKEHHST crocoOy 3'elHaHHS OOIIMBKU 1 HaroBHIOBaya. B ocHOBI kiacudikarlii crmocoO6iB
BUTOTOBJICHHSI TOPOKHUCTUX JIOTIATOK BUCTYNAIOTh MpolecH (popMyBaHHS OOMIMBKHU 1 BHYTPILIHIX
MTOPO’KHUH JIOTIATKH.

Po3poOnenuii kaacu@ikaTop € OCHOBOIO JUIsl BUOOPY KOHCTPYKTUBHO-TEXHOJIOTTYHUX PIIICHb
IpU TPOEKTyBaHH1 JjomaTtku. KokeH 3 KiaciB Mae CBOi PI3HOBUAHOCTI (OpM Ta EJIEMEHTIB
KOHCTPYKIIIi.
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of manufacturing such a blade / Jean-michel Franchet and other; proprietor SNECMA MOTEURS - Ne10/847860;
date of filling 19.05.2004; date of publication 06.01.2005.

6. Pat. 6739049 United States Patent, Int. Cl.> B 23 P 15/00. Method of manufacturing an article by diffusion
bonding and superplastic forming /Stephen Nicholson; proprietor ROLLS-ROYCE plc London - Ne 0754586; date
of filling 10.02.2003; date of publication 25.05.2004.

7. Pat. 5240376 United States Patent, Int. CI.5> F 01 D 5/18. SPF/DB hollow core fan blade / Alexander Velicki and
other; proprietor McDonnell Douglas Corporation - Ne 738270; date of filling 31.07.1991; date of publication
31.08.1993.

8. Pat. 5826332 United Stats, Int. C1.5 B 23 P 15/00. Method and manufacturing a hollow turbomachine blade /
Mathieu Plilippe Albert Bichon and other; assignees Societe Nationale d Etude et de Construction de Moteurs
d"Aviation, Societe Dassault Aviation - Ne 721352; date of filling 26.09.1996; date of publication 27.10.1998.
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VJIK 621.73.011.001.5

Ouinka 1e)opMOBHOCTI IPH 3MIIlTHEHHI 3ar0TOBOK 0aH/IaKHUX Klilel b
TypOoreneparopa

CaBunncbkuii I. T}, CuBak P. 1.2
1 — BiHHWIBKUH HAIIOHATBHUN TEXHIYHUNA YHIBEpCUTET, M. BiHHUIISA
2 — Ilomnicbkuii HAIIOHATTBHUH yHIBEPCUTET, M. JKutomup

bannaxui kuiblisl TypOoreHepatopa NpHU3HAuYEHl Ui YTPpUMaHHSA JIOOOBUX YacTHH
EJIEKTPUYHOI OOMOTKH Ha poTopi. Marepian 3aroToBok OaHMaKHUX KUIEIb MOBHHEH MaTH BUCOKY
MirHicTh (co2 = 1150 MIla), nocraraio mnactuynicts (6 = 20 %, v > 35 %). Texnomoris i
MaTepiajl, IO 3aCTOCOBYIOTBCS B JaHWUH dYac [al0Th MOXKIIHMBICTE OTPHUMYBATH 3arOoTOBKH
0aHJ@KHMX KUIElb 3 HEJOCTaTHhO BHCOKOIO MilHICTIO (co2 = 900 MIla). Tomy HeoOXxigHa
po3pobka croco0y OTpHMaHHS 3aroTOBOK OaHNAXHUX Kb TypOOTeHepaTropa IIiABUIIEHOT
MIIIHOCTI NUIIXOM iX TuTacTHYHOi aedopmaliii B yMOBax YCECTOPOHHBOTO CTHUCKY PIIUHOIO
BHCOKOTO THCKY. Jledopmarlisi B yMOBaxX yCECTOPOHHBOTO CTHUCKY JIO3BOJISIE HE TUTBKH 30UTBIITUTH
IPaHULI0 TEKY4YOCTi, aje 1 CYTTEBO NOKpAUIUTH CTPYKTYpy naedopmoBaHoro merany [1]. dusa
MIIBUIIEHHS MITHOCTI MaTepially 3aroToBOK OyB po3poOJieHWN Crmoci0 3MIITHEHHS 3aroTOBOK
OaHTKHUX KUTelb TiIpopo3TsaroM. s 1iporo Oynau CpOeKTOBaHI 1 BUTOTOBIICHI MPEC 3yCHUIUISAM
300 MH 1 ycraHoBKa isl 3MIIIHEHHST 3aTrOTOBOK OaHAaKHHUX KUICIh PiAuHOIO mij TuckoM g0 300
MIla. Jlns migBUIIEHHS KOPO3IMHOT CTIMKOCTI TpH 30epekeHl BUCOKOT MIIHOCTI 3aroTOBOK
OaHTKHUX KUIEIb MPOTIOHYETHCSI BUTOTOBIIITH iX 13 a3otuctoi cTami 12X 18 AI'1 811 [2].

HoBi oOmamHaHHs 1 cooci0 3MINHEHHS Hajdd MOMKJIMWBICTE BHUIOTOBJISITU 3arOTOBKH
OaHTKHUX KUIEIb, MaTepial sSIKUX MaB HEOOXITHUN piBeHb MIHOCTI (Go2>1150MIIa).

TexHomnoTiA MICTUTh JB1 TOCHIZOBHI ormepariii aedopMailifHoro 3MIITHEHHS METOJIOM
rigpasiiuHoro posrsry. [Ipu npomy 3poctae BiTHOCHA TOBIIMHA CTIHKH KUIbIIEBOT 3arOTOBKHU MEPE]]
MepIIMM 3MIITHEHHSM 1, BIIMOBiIHO, HEOOXiAHWHU i naedopmariii THCK poOOUYO0i PITMHU MOXKE
nepeumuty 3HadeHHs 300-350 MIla. B npomy Bumanky HeoOXigHO Oyae a00 BHUTOTOBIISITH HOBY
HAacOCHY YCTaHOBKY 3 MakcuMaibHUM THCKoM 400 Mlla, a6o po3pobutu crocid Oe3HacoCHOi
riApopo31adi KiITbIIEBUX 3aTOTOBOK.

[IpononyeThcst pobuTH 110 omeparnito 0e3 3aCTOCYBaHHS HACOCAa BHCOKOIO THCKY IIJISIXOM
BIIPOBA/PKEHHS Y BHYTPIIIHIO MOPOXKHUHY 3aTrOTOBKH, MOMEPEIHHO 3alIOBHEHY POOOYOI0 PIIUHOIO,
JIBOX OJHAKOBHX KOHIYHHUX TUT 3 TaKOK YTBOPIOIOUOIO KOHIYHOI IMOBEpXHI, sKa 3abe3nedye
abopaTOpHE MOCITIHKEHHS MpHU AeopMariii MOJENe 3aroToBOK IO TaKi CXeMi MOKasald, IO
dbopMa yTBOPIOIOYOI KOHIYHOI MOBEPXHI IHCTPYMEHTA 3alleKUTh BiI CTYNEHIO HEOOXITHOT
nedopmMariii 1 BiJHOIIEHHS BUXIIHOI BUCOTH 3arOTOBKH JIO il BHYTPIIIHBOTO JiameTpy. Jis KoxxHOT
KOMOIHaIil IUX MHapamMeTpiB Mo)ke OyTh BHOpaHHMH CBIf KyT KOHYCHOCTI IHCTPYMEHTA, KU
3a0e3neuye OTPUMaHHA MPSAMONIHIAHOT 1 HWIHAPUYHOI (OPMHU 3arOoTOBKM MiCas 3aAaHol
nedopmariii.

Ha ocHoBi 1a00paTOpHUX JOCIIKEHb PO3pOOJICHO MPUCTPIl 1 6e3HACOCHOT Tipopo3aayi
3aroTOBOK OaHJaKHUX KUIelb TypOOreHepaTopiB B XosoaHoMy cTaHi Ha 20 - 30% mo BHYTpilIHIN
noBepxHi 1 Ha 15 - 20 % - mo 3oBHimHIA. Taka nedopmanis 3a3Bu4ail BUKOPUCTOBYETHCS IS
HakJieny 3arotoBok i3 ctani 12X18AI' 1811 nepen pekpucraiizaniiHo TepMiuHOI 00pOOKOIO, 10
3aCTOCOBYEThCS JJISl 3HIDKEHHS BEJIMYMHU 3€pHA 1 TMOKpAIIeHHS CTPYKTYypH 3aroToBku. Ilepen
nedopmariiero Taki 3aroTOBKM 3a3BHYail MalOTh BHYTpIIIHIN Jiamerp Outbine 550 MM i BiTHOCHY
BUCOTY (BIZIHOIICHHS BHCOTH 3arOTOBKM IO il BHYTPIIIHBOTO Aiamerpy) B mexax 1,9 + 23. V
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MalnHOOyayBaHHA

3B’S3KY 3 TAKUM 3HAYCHHSAM BiJTHOCHOI BUCOTH BHKIIOYA€THCS MOMKJIMBICTh HAKIJICNY LIUX 3aTOTOBOK
cocoOOM KOBaJbChbKOi po3kaTku Ha ompasii. Ilpuctpiii ans  Ge3nacocHoi ripopo3naui
BCTaHOBIIOEThCS Ha Tipeci 300 MH.

Hedopmartis 30% Ha BHYTPIIIHIN MOBEpXHI Oye TOCTATHBOIO JJISi BCHOTO 00 €MY KUTBIA 1
HEOOX1IHUX CTPYKTYPHHX IIEPETBOPEHB B 3arOTOBIII MPU PEKPHUCTAII3AIIiHIN 00poOIIi, a 3HAYCHHS
BIJTHOIIICHHS CEPEHHOI OCEBOT AedopMartii 10 MaKCUMAIBHOT TAHTEHITIANIBHOT Teopmartii Kitbs 3
= 0,35 npwmiiaaro i3 gocBimy nedopmarii Kiulemb Ha BUPOOHMIITBI MPH pO3Jadi 3aroTOBOK 3a
JIOTIOMOT'OF0 HAacoca BUCOKOTO TUCKY [3].

IIpu ©Oe3nacocHil rigpopo3aaul nedopmaiiis 3aroTOBKM BiIOYBa€eTbCsl 3a PAXyHOK
BIIPOBA/KEHHS Y BHYTPIIIHIO TIOPOKHUHY 3arOTOBKH, TIOMIEPEHBO 3alI0BHEHY POOOUYOI0 PiHHOIO,
JIBOX KOHIYHUX TU1 3 TaKMM KYTOM KOHYCHOCTI, SIKMM 3a0e3rneuye 30epekeHHS MpSIMOIIHIHHOT
YTBOPIOIOUO1 B 1e(hOpMOBaHii Ha 3aJjaHy BEJIMYUHY 3arOTOBLIL

3arotoBka mepesa AedopMalli€l0 BCTAHOBIIOETHCS MDK BEPXHIM 1 HIDKHIM KOHYCaMH, fKI
LEHTPYIOThCS MK COOOI0 3a IONOMOTOI0 ONPAaBKH, 10 KPIIUTHCS HA BEPXHHOMY KOHYCI, 1 BTYJKH,
BCTAHOBJICHOT Ha HIWKHbOMY KOHycl. OmpaBka 1 BTyJIKa € 3MIHHUMH JI€TaJIAMH 1 iX JOBXHHHU
3aJiekath Bim po3MmipiB  nepopmyemux kinern. Jledopmariis kiTenb Ha 3aJaHy BEJIMYUHY
3/IIACHIOETHCS 32 OJMH X1 IIpecy. Pe3ynbraTi po3paxyHKiB MOKa3ylOTh, 110 MaKCUMalbHa BIIKpUTA
BHICOTA IITamMIIa JOPIBHIOE 2634 MM, a MaKCUMaJIBHUIN poOoUnit Xix - 745 MM.

Jiis ouiHKY 1e()OPMOBHOCTI 3arOTOBKH PO3PaxyHKH BUKOHAHI B HACTYIHII MOCTIJOBHOCTI:

1. BusHaueHHs KOMIIOHEHT TeH30pa MIBUAKOCTeW Jeopmamiii 3 BHKOPUCTAHHSIM

3MILIAHUX €iJIepeBUX 1 JJarpaHKeBUX KOOPAMHAT Ta allpOKCUMaIllli eKCIIepUMEHTAIbHUX
JTaHUX KyOIYHUMH CITafHAMH.

2. BusHaueHHs XapaKTEPUCTUK Marepiany IUIIXOM MNOOYIOBH KpHBOi Tedil oGp(ey),
BHU3Ha4YCHHS QYHKIIII, M0 XapakTepusye edekt baymmurepa B(ey) i ciaakoBoi GyHKILT
(pée —6013.

u u

3. Bu3HayeHHS KOMIIOHEHT JeBiaTopa HANMPYKEHb 3 BUKOPUCTAHHSIM MOJIEbh aHI30TPOITHO
3MIIHFOBAHOI'O TLIA.

4. Bu3HaueHHS BEIMYMHH BUKOPUCTAHOTO PECYPCY IUIACTUYHOCTI HA OCHOBI TE€H30PHOL
MOJIENI MPOIEeCy HAKOTTMYCHHS TOIIKO/HKEHB, SKa BKIIOYAE B MUIIHTETpaIbHY (YHKIIIO
KOMIIOHEHTH HaIlpaBJISIIOYOT0 TEH30pa MpHUpolleHb JedopMaliiii BUpaKkeHI uepes
napametrp Hapnai-JIoge 1 TakuM 4MHOM BpaxoBYe BIUIMB TPETHOIO IHBapiaHTa TEH30pa
HaIpy>KeHb Ha MIACTUYHICTH [4, 5].

B pesynbTati oniHku 1eOPMOBHOCTI 3arOTOBKH 3a BKa3aHOIO MOCTIJOBHICTIO PO3PAXyHKIB

MaKCUMaJdbHE 3HAYCHHS BEJIMYMHU BUKOPHCTAHOTO PECYpCY IUIACTUYHOCTI cepell OoOpaHuxX B
MepHIi0HAILHOMY Tiepepi3i Touok ckiano \y=0,42.

BucHoBkM

Ha OCHOBiI eKCHEpUMEHTAIBHUX 1 TEOPETUYHHX JOCTIHKEHb TiIPOPO3TATY 3aroTOBOK
O0aHT@KHUX Kilelb TypOoreHepaTtopiB 0e3 BUKOPHCTAHHS HAcoca BHUCOKOTO THCKY BCTaHOBIIEHI
obnacti 3 BHUYEpPHaHHSIM pecypcy IIacTHYHOCTL. [Ipu po3paxyHKy BHKOPHCTAHOTO pECypCy
IJIACTUYHOCTI HANpY)XEHUH CTaH BU3HAUEHO 3 ypaxyBaHHAM BIUMBY edekty baymmurepa i
CMaJKOBOTO BIUIMBY ICTOpii HaBaHTaxeHHs. KOMIOHEHTH TeH30pa MIBUIAKOCTEH Aedopmartiii
BHU3HAYCHI 3 BUKOPUCTAHHIM 3MIIIAHUX JIATPAH)KEBUX 1 elnepoBux koopauHat. [Ipu po3paxyHkax
BUKOPHUCTAHOTO PECYPCY IUIACTUYHOCTI \J 3aJIEKHICTh TUIACTUYHOCTI BiJl CXeMH HANPY>KEHOTO CTaHy
3aJjaBajid MOBEPXHEI0 TIpaHUYHUX JAedopmaliiif, a ICTOpPiIl0 HABAHTAXXEHHS TPAEKTOPIAMU B
KOOpJuHaTax 0e3pO3MIpHUX MOKA3HUKIB HAMIPYKEHOTO CTaHY 1, L Ta HaKOMUYeHOI Aedopmariii ey,
10 JIO3BOJIWJIO BPaxyBaTH BIUIUB 00 €MHOCTI CXEMU HANIPYKEHOTO CTaHY.

OOPYM IHXXEHEPIB MEXAHIKIB 57



Xl MHTK “TeopeTu4Hi Ta npakTU4Hi npobnemu B 06pobui maTepianiB Tuckom”, 2023

Chnucoxk giteparypu

1.

2.

Aliiev 1., Aliieva L., Grudkina N., Zhbankov I. Prediction of the variation of the form in the processes of
extrusion. Metallurgical and Mining Industry. Dnepropetrovsk. 2011. 3. 7, pp.17-22.

Lin, L., Peng, W., Zhu, S., Oleksandr, M., Titov, V. Cross wedge roll bonding process for laminated shafts
forming: Interface microstructure, bonding mechanism, and parameter influence. Journal of Materials Processing
Technologythis link is disabled, 2023, 317, 117971.

Grushko A.V., Kukhar V.V., Slobodyanyuk Y.O. Phenomenological model of low-carbon steels hardening during
multistage drawing. Solid State Phenomena. 2017. 265 SSP, pp.114-123.

Titov A.V., Mykhalevych V.M., Popiel Peter, Mussabekov K. Statement and solution of new problems of
deformability theory. Proc. SPIE 10808, Photonics Applications in Astronomy, Communications, Industry, and
High-Energy Physics Experiments 2018. 108085E (1 October 2018).

Sivak R. Evaluation of metal plasticity and research of the mechanics of pressure treatment processes under
complex loading. Eastern-European Journal of Enterprise Technologies. 2017. 6/7 (90), pp. 34-41.

58

OOPYM IHXEHEPIB MEXAHIKIB



Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

VJIK 621.7

TexHos0rii BUTOTOB/JICHHA NPO(iTHLOBAHUX BUPOOiB METOAAMH XO0JIOJHOI0
IVIACTUYHOIO 1e(pOpMyBaHHA

1.A. CeniBepcros, 11.0.Imutpies, ’1.M.Makcumis
1Xepconchkuit HaiOHALHUI TEXHIYHKI YHIBEPCUTET
?HamionansHuii TexHidHuMiA yHiBepcuTeT Ykpainu «KuiBchKuii oTiTeXHIYHMIA yHIBEPCUTET»

CyuacHa mnpoMHCIOBICTh YKpaiHM 1 CBITYy MNOTpeOye YAOCKOHAJEHHS ICHYIOYHMX Ta
pPO3pOOKH HOBHUX TEXHOJIOTIA Ta OTpUMaHHS naeranedl HaackiaaHoi ¢opmu. OcobnuBe Micie B
bOMY 3aiiMalOTh NpPO(UILOBAHI BHPOOM OTPHUMaHI METOJAMU XOJIOJHOTO IUIACTUYHOTO
nedopmyBaHHS 3 TPO(DITLOBAHOIO BHYTPINIHEOI MoBepxHE0. Cepell TaKuX BUPOOIB PO3PI3HSIIOTH
TpyOUacTi €JIeMEHTH, AeTall UUIIHAPUYHOT (GOopMHU, CKIaaH1 TpodiaboBaHi BUpooH [1].

JlocuTh NepCreKTUBHOO TEXHOJIOTIEI0 OTPUMaHHS TpyOdacTuX BUPOOIB 3 MPO(LUILOBAHOIO
BHYTPIIIHBOIO  TOBEPXHEKD €  30BHINIHE OOTHCHEHHS  HENPUBOJHUMHU  pOJIMKAMH 3
MPOIITOBXYBAaHHSAM JeTasll Ha PO uIbHIK ompasii [2]. JJIs OO BUKOPHUCTOBYIOTHCS TPH- a00
YOTHUPHUPOJIMKOBA BOJIOKA, Mpo(uUIbHA ONpaBKa BKJIaJeHAa B ILIIHAPUYHY TPyOuacTy 3aroTOBKY
MO/IA€THCS 32 JOMOMOTIOI0 MPECy Kpi3b LWIIHAPUYHUN OTBIp, 110 YTBOPIOIOTH HETIPUBOAHI POJIUKU
Ha peryiboBaHUX omnopax OezcraHuHHoro TUMy (puc 1). Taka TexHosoris nependadae 3HAYHUX
3yCWIb MPOTATYBaHHS ab0 IITOBXaHHS 1 CYTTEBUX 3yCWJIb JIIOYMX HA POJIMKM € IMOBIPHICTH
HEPIBHOMIPHOTO THUCKY IO KOHTAKTHIN MOBEPXHI1 y310BXK npodimio [3, 4].

a) 6 B
Puc.1- a) CAD-monens npuctporw; 6) cirka KiHl.Ie)BI/IX eJIeMeHTIB; B) CHJIOBe HaBaHT::)KeHHﬂ HA POJITUKHU

Ha nmanuit yac KOJEKTUBOM aBTOPIB MPOBOJUTHCS poOOTa MO YAOCKOHAICHHIO 1 PO3poOIIi
ICHYIOUHX 1 HOBUX TEXHOJIOT1 OTpUMaHHs ieTallel 3 BHYTPIIIHbO0 PO LILOBAHOIO TOBEPXHEIO.

3anpornoHOBaHa cxema MpPOQUIIOBaHHA BHYTPINIHBOI TMOBEpPXHI JeTali MEeTOJA0M
MOB3JIOBXXHBOI MpOKaTKU. [l IIbOrO BHUKOPUCTOBYBABCS JBOBAJIKOBHW MPOKATHUH CTaH 3
MPUBOJHUMHU BaJIKaMH SKi MarOTh CIelliajdbHi KauiOpoBaHI piBYaKM HA 3OBHINIHIA ITOBEPXHI.
BHyTpimHs nosiroHaneHa (Mpo@uibHA) ONpaBKa TAaKOX MONEPEAHbO BKJIaJalach B TpyOdacTy
LWIIHAPUYHY 3arOTOBKY.

B pesynaprari 0OpoOKM OTpHMaHi JeTall Malu BHCOKY pPO3MIPHY TOYHICTh, 3HA4yHE
MOB3/I0BXHE BUTATYBAHHS, 110 € TPAJUIIMHUM JUIs JaHOTO crocoOy, a A OTpUMaHHS MOBHOTO
00THCKYBaHHS OyJI0 JOCTaTHBO JIBOX a00 TPHOX MPOXOIIB.

He3Baxaroun Ha MpocCTOTY 1 MEpeBaru 3anpornoHOBAaHOI TEXHOJOTIT — 3MEHIIEHHS 3YCUJIb 1
MOTY)KHOCTI, 30UIBIIICHHS NPOAYKTHBHOCTI IMpOIECy, ICHYIOTh CYTT€BI Henoliku. B mporeci
00poOKH criocTepiraeThesl 3HayHa Aedopmallis Bici 3arOTOBKH B MOB3/IOB)KHBOMY HAalPSMKY ( BUT1H
BiCi), II0 Hajaji MPU3BOJIUTH O 3HAUYHUX 3yCHJIb BWIIyYEHHS NMPO(LILHOI OMpaBKH i3 TOTOBOL
JeTall.
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Jlnist yCyHeHHs BKa3aHHMX HEJOJIKIB 3alpONIOHOBAHO NMPOQLTIOBaHHS BHYTPIIIHBOT MOBEPXHi
JeTali METOJOM IIOTEePEYHO - TOB3JOBXXKHBOI MPOKATKH HA TOKAPHOMY BEpCTaTi, Ui YOTO
npo¢iiboBaHa ONpaBKa BCTAHOBIIOETHCS B IMATPOH BepcTara i 3aaHiil LIEHTpP, a peryibOBaHUMN
MPUCTPi OOTUCKYBAaHHS 3 HENPUBOJHUMH BAJIKAMH MOHTYETHCS HA CYMOPTi TOKapHOTO BEPCTaTy
(puc.2). OOTHUCKYBaHHS 3arOTOBKHU MPOBOJMIIOCS OJTHUM BaJKOM 3 BJIACHUM TBUHTOBHM IIPHBOJOM
IHIIMH BaJIOK BUKOHYBAaB (DYHKIIIO MIAMIPHOTO. 3aBISKH TaKUH CXEMi 3arOTOBKa 3 OIPABKOIO
3aBXKIM repedyBae Ha Bici 00epTaHHs TOMY AedopMaltist micis MPOKATKH BiCYTHSL.

[liamipranit
BATOK

3aroToBK

Onpaska

Iatpon
BepcTaTa

3aauii
HEHTP

DOTHCKH Hit
BAJIOK

Puc. 2— Cxema 00THCKYBaHHSI 3 BHKOPHCTAHHSIM TOKAPHOT'0 BePCTaTy

B po60Ti BUKOpUCTOBYBaIM HMIECTUTPAHHI OMpPaBKU JlaMeTpoM 13 MM. 3 IpSAMUMHU TpaHIMH
Ta TBUHTOBUMH TpaHsSMU 3 KpokoM 350MM, y SKOCTI 3aroToBOK — TpyOuacTi 3aroTOBKH 3
BHYTPIIIHIM JiaMeTpoM 13 MM 1 TOBIIMHOIO CTIHOK 2,5 MM, Matepiai ctaib 20.

3a pe3ynbTaTaMu JIOCHIIKEHb OTPUMaHI MoIepeiHi pe3yabTaTH, BU3HAYEHO, 0 TEXHOJOT 1]
oOKaTyBaHHSI Ha TOKapHOMY BepcTaTi TpyOuyacTUx BHUpPOOIB 3 TPOQiIbOBAaHOK BHYTPIIIHBOIO
MOBEPXHEIO 3abe3medye TOCTaTHIO pO3MIpHY SKicTh (puc.3), s JOCSATHEHHS pPe3yJbTaTy
JOCTAaTHRO 5-6 MPOXO/IiB, BUTIH BiCl BIACYTHIH, 110 TPU3BOJAUTH JO MIHIMAJIBHUX 3YCHIIb BHIIY4YEHHS
onpaBku Ha piBHI 150-300H. Ilomepennbo y Bcix cxeMax naedopMyBaHHS BIJIyYEHHS OIpPaBKU
BiOyBajoch Ha BUIPOOyBanbHI MamuHi PM-5 3i cremianbHO po3poOJIEHUM MPUCTPOEM st
IBUHTOBHX OIPABOK.

a) 0)

Puc. 3. leranasp mic/isi 00po0Ku: a)3arajibHUi BUTJISI , 0) MONepeYHnii BUIJISIT

Jns  gocnipkeHHs mpoueciB  IuacTuyHOi aedopmartii, Oyaud BHUTOTOBJIEHI 3pa3Kd 3
Bignanenoi crami 20 TBepamictio 83HRB, BcranoBieno: HampsMok nedopmarii BigOyBaeThCs
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MalIMHOOYyAyBaHHsA

MEPEeBAXHO TMEPIEHIMKYIIPHO BiCi oOepTaHHs 3aroToBKHU (puc.4), CIOCTEPIraeThCsi CYTTEBE
migBumienas TBepaocti 3 83HRB mo 89HRB mo Bceomy mepepidy naetami i BIAMOBIIHO
30UTBIICHHIO MEXaHIYHOT MIITHOCTI.

Crnin 3a3HauuTH, TPH BCIX MepeBarax JTaHOTO METOMY, HEIOJIIKOM € 3acTOCyBaHHS
WITIHAPUYHUX BaJIKIB HE3HAYHOI TOBIIMHU (20MM), IO BHKJIMKAE 3HAYHI KOHTAKTHI HANPY)KCHHS
Ha TOBEpPXHI BUPOOIB 1 BIAMOBITHO MPU3BOAWUTH IO YACTKOBOTO BiIIIAPOBYBAHHS 30BHIIIHBOTO
MTOBEPXHEBOTO IIIapy, 0COOIUBO B yMOBaX 0araTopa3oBUX MPOXOIIB .

Puc. 4. Mikpoctpykrypa ctasi 20 micas Bigmamxy 920C x 500: a) mepepi3 10 miactuunoro xegopMmyBaHss . 6) nepepis micJist
IIACTHYHOTO JehopMyBaHHS

BucHoBku. 3a pesynbraTamMu aHalizy TEXHOJOTIM OTpUMaHHS MPO(LILOBAHUX OTBOPIB,
BCTAHOBJICHO, IO HA SKICTh OTPUMAHUX BUPOOIB BIUIMBAE CXEMa peallizallii mpoIecy, TEXHOJIOTIIH1
pexumu, (opma BaikiB. TOMy HACTyIHHUM €TalioM JOCHIDKCHHS TIJIaHYEThCS BUKOPHUCTaHHS
BAJIKIB CKJIAHOT (DOPMU 3 peasi3alli€o TOTO X NMPHUHIIMITY Ha TOKQPHOMY BEPCTaTi, BUTOTOBJICHHS
MPUCTOCYBAHHS JJI1  TPOLIECIB  XOJIOMHOT TacTU4YHOI aedopmarlii  Jis MOMEpPedyHoro 1
MOB3/I0BXKHBOTO TPOKATYBaHHSA POJMKAMH Ha OIpaBIll, BUBYCHHS BIJIACTUBOCTEH MaTepialis,
nedopmariii 3epeH 1o nepeTuHax HaJACKIaHUX BUPOOIB.

Chnucoxk Jiteparypu
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VJIK 539.3

MogaesoBaHHA NPoOLECy iIHKPEMEHTHOr 0 (popMyBaHHS JTUCTOBHX JAeTaJIel
HaniBcgepuuHoi popMu B nporpaMHoMy KoMIuiekci Abaqus

A.Jl. JlappinenkoB, M.O. ABepkoB, H.K. 3;10ueBchbka, A.B. Kiicko
KIII im. Iropst Cikopcbkoro, M. KuiB, Ykpaina

Anomauin: B pobomi posensinymo npoyec iHKpemenmuo2o opmyeansi demani naniscgepuunoi opmu 3 aucmosor
3a20Mo6KU. 3a HAA6HOI0 MEemMOOUKol OYI0 PO3PAX08AHO MPAEKMOPII0 pPyXy Oedopmylouozo iHcmpymenmy. byio
npPO6eOeHO MOOENIOBANHS NPOYecy IHKPEMEHMHO20 (QOPMYSAHHS MEeMOOOM CKIHYEHUX eleMeHmi8 Ol GU3HAYEHHS.
3YCUNLIS OeOPMYBANHS, MOBWUHY CIIHKYU RICSL POPMYBAHHS, HANPYICEHO 0ehOPMOBAHO20 CINAHY.

Knrouoei cnosa: inkpemenmue (hopmyeants, Memoo CKIHYEHUX eleMeHmis, HaAnpyiceHo-0eopmosanuil cman

®opmyBaHHA HamiBcEepUYHUX JAeTajedl € JOBOJI CKIaAHUM MPOLECOM MJIsi KJIACHYHOTO
IITAMITyBaHHS, BHTSHKKH. TOMy TIpOBEIEHO MOJICIIOBAHHS OUTBII CY4aCHHM METOJIOM,
OJIHOTOYKOBUM IHKpEMEHTHUM (QopMyBaHHSAM. [IpuHIUIN iHKpeMeHTHOro (GopMyBaHHS MOJSATae B
TOMY, IIIO 3 JOTIOMOTOFO JIOKQJIbHOTO HaBaHTAXKEHHS MaTepialy IHCTPYMEHTOM, SIKHH PYXa€eTbCs 3a
TIEBHOIO TPAEKTOPIEIO BIIOYBAETHCS Aedopmaris.

st moniemroBarHs Oyna oOpaHa miBchepruyHa netans 13 ¢iannem paaiycom 50 mm (puc. 1).
MopentoBanHs Oy/i0 MPOBEACHO B MPOTpaMHOMY KoMruiekci Abaqus. Cxema mporiecy rnmoka3aHa Ha
puc. 2.

Mertoto 11i€1 poOOTH € OIIHKA HAINPYKEHO-Ie(hOPMOBAHOTO CTAaHy J€Tajli Ta TOBIIUHU CTIHKH
netami micas  neopMyBaHHS MOJCIIOBAaHHS TPOIECY IHKpEeMEHTHOro QopmMyBaHHS aeTani
niBcepuaHoi popmu.

Puc 1. [liBcepuuna geranp Puc. 2. Cxema nponecy:
1 — neopmMyrounii iHCTpyMeHT; 2 —3aroToBKa; 3 —
NPUTHCKAY; 4 - MATPHLS

HapaMeTpH MOJCIIFOBAHHA:

- lIBuakicTs popmyroyoro iHcTpyMeHTY Vo = 30 MM/c;

- Koediuient Teprs u = 0,15;

- Martepian - ALUMINUM-7075, ToBuuHo0 2 MM (anasor B95);
- Moayns FOnra = 70 I'Tla;

- Koedimient ITyaccona = 0,33;

- HlinpHicTs = 2,7 T/CM?

Ha puc. 3 300pakeHO TpaekTOpilo pyxy HAepOpMYIOHOro iHCTPYMEHTY (BiH aOCOJIOTHO
KOPCTKE TiNo), kUil OyB po3paxoBanuii B mporpami MathLab. Tak sk mporec mopaentoBaHHS
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KOHTAKTHOI 3a/a4i JOBOJII TpUBaIMi, OylnOo NpHIHATE pPIMICHHS B SKOCTI THIy CKIHYCHHOTO
eJIEMEHTY 00paTH MeMOpaHy i3 aHATITUYHUM PO3paxXyHKOM TOBIIMHU Martepiany (puc. 4).

Puc. 3. TpaexTopist pyxy iHcTpyMeHTYy Puc. 4. Cxinueno exeMeHTa MOJIeTb HA MOYATKY AepopMyBaHHS

B pe3ynbraTi MOJIeNIfOBaHHS OYJI0 BCTAHOBJICHO, 110 HAHOUTBII 3yCHILIS HA (POPMYIOYOMY
IHCTPYMEHT1 CTAaHOBIISITh:

o oci X rmokasano Ha puc. 2, F= 4032 H;

1o oci Z nokazano Ha puc. 3, F= 7293 H;

o oci Y noka3ano Ha puc. 4, F= 4132 H;

Ha puc. 5 ta puc. 6 mnpencraBieHi rpadikud 3MiHH 3ycwiuis JedOpPMYBaHHS Mia dYac
nedopmyBaHHs. 3ycusuis AedopMyBaHHS NTPUHMae MaKCUMaJIbHI Ha CepeIMHI MPOTIKAHHS MpoIiece,
MOTIM TIOYMHAE 3MEHINTYBAaTHCA. J3MEHIICHHS 3yCHWUIS JaeOpMYyBaHHS MOXHA TMOSCHUTH
MOCTYITOBUM MOTOHIIIEHHSM CTIHKH 3arOTOBKH

HasaHtamenna F, H HananTamestdi Ha MeTEYMeHT
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Puc. 5. HaBanTaskeHHs Ha iHcTpyMeHTi mo oci X Ta Y
HanarTanoesmn F, M Hamarrraseri i b Ty
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Puc. 6. Hanpy:xennsi Ha incrpymenri nmo oci Z

[ToroHmenHs cTiHkM BinOynoca 10 1 MM puc. 7. Ha BinMmiHy BiJ mpoliecy OTpUMaHHs JTaHOi
JeTani B IITaMIi 32 OAMH XiJ C(EepUYHOIrO IyaHCOHY, /i€ MOTOHIIEHHsS CTIHKUA BiIOYBa€eTbCs B
HIWOKHIM Toull HamiBchepuyHoi paerani (MakcuMaibHe TMOTOHIIeHHS — 1,57 wmwm), npu
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IHKpEMEHTHOMY LITaMITyBaHHI BiIOyBa€TbCs MOTOHIIEHHS OUI pajiycy MaTpuii i O HIKHBOL
TOYKH JICTaJIl MOYHHAE 30UTITYBATHUCH JIO 2 MM.
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Puc 7. Po3noaisi TOBINMHH CTIHKH JeTAJ

Ha puc. 8-11 nokazano posnozain H/IC marepiany netai.

Puc 10. Po3nogin MakcuMaJIbHUX IUIACTHYHHX JedopMmaniii

Puc 11. Po3nonin miacruunux gedopmauiii

gmax

Bucnosxku

PyliHnyBaHHS 3arOTOBKM HE B1IOyBa€TbCs, HAWOUIbIIE NOTOHIICHHS Bi1OYBaeThcsa Ha OOKOBIM
YacTUHI JeTani, a HailMeHme B JOHHIM dYacTHHI. I[HKpeMeHTHe (opMyBaHHS € JIOCHUTH
NEPCHEKTUBHUM IPOLECOM, 3a JOMOMOIOI0 SIKOTO MOKHAa OTPUMYBaTH JeTalli CKJIaJHOI
KoHQirypamii i3 aucroBoro wmartepiany. OTpumaHi pe3yabTaTh OyAyTb BHUKOPHMCTaHI NpHU
IIPOEKTYBaHH1 JaOOpaTOPHOI YCTAaHOBKHM JUIs peaizallii mpoiecy iIHKpeMeHTHOTo (popMyBaHHs

Modeling of the process of incremental forming of hemispherical sheet parts in
the Abaqus software complex
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

A. Lavrinenkov, M. Averkov, N. Zlochevska, A. Klisko

Abstract: The paper examines the process of incremental forming of a hemispherical part from a sheet blank.
According to the existing methodology, the trajectory of the deforming tool was calculated. Modeling of the incremental
forming process using the finite element method was carried out to determine the deformation force, the wall thickness
after forming, and the stress-deformed state.

Keywords: incremental forming, finite element method, stress-strain state
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UDC 621.77.043

Research of different deformation schemes for
obtaining a fine-grained structure of the material

Nataliia Zlochevskaya, Anton Lavrinenkov, Oleksandr Us, Andrii Klisko
Igor Sikorsky Kyiv Polytechnic Institute, Kyiv, Ukraine

Abstract: The task of modeling was to establish the degree of filling of the matrix channel. The most complete filling
occurs with the screw widening pressing scheme. The percentage of filling is 90-95%. With the polygonal pressing
scheme, the filling of the matrix channel was 50-60%. With the screw widening pressing scheme, we can talk about the
plastic deformation of the workpiece material along the entire cross section of the workpiece. The smallest plastic
deformation corresponds to the middle of the workpiece. For the maximum processing of the workpiece material in
order to obtain a crushed microstructure, pressing requires work in two passes.

Key words: screw widening pressing, polygonal pressing, multi-angular pressing, shear deformations, plastic
deformation, workpiece

The use of materials with a fine-grained structure in modern machinery and aircraft
construction is promising due to the improvement of mechanical properties after processing.
Currently, the methods of intensive plastic deformation (IPD) are known all over the world, they
include equal-channel angular pressing [1], torsion under pressure [2], screw extrusion [3], screw
widening pressing [4], etc.

Depending on the pressing scheme, the amount of plastic deformation of the material will
be different. Accordingly, working out the structure of the material of the workpiece will be
different, which in the real process will affect the microstructure of the workpiece.

The goal of the work research of different deformation schemes for obtaining a fine-
grained structure of the material.

b)
Fig. 1. Schemes of pressing
a) - SWP; b) - PP; c) -MP

The following pressing schemes were selected for modeling: screw widening pressing
(SWP), polygonal pressing (PP) and multi-angular pressing (MP) (Fig. 1). In fig. 1 shows cross-
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sections of areas of the matrix where intense plastic deformations occur. Modeling was carried out
using the finite element method (FEM) in the QForm program. Parameters of the modeling process:
type of operation - deformation taking into account thermal processes; workpiece material - VT-22;
workpiece temperature - 920°C; equipment - screw press hammer with a force of 250 tons; the
number of blanks (except for angular pressing) is two (the second acts as a counter-pressure).

The task of modeling was to establish the degree of filling of the matrix channel. For better
filling of the matrix channel, the blanks are pressed continuously(the previous blank acts as a
counter pressure). The most complete filling occurs with the SWP scheme. The percentage of filling
IS 90-95%. With the PP scheme, the filling of the matrix channel was 50-60%. With the BP scheme,
it was not possible to implement the scheme of continuous pressing. Plastic deformation occurs at
the first corner transition. To fill the second corner transition, it is necessary to apply back pressure
with a hydraulic cylinder, since the previous workpiece does not create the necessary force. Given
this, the most effective pressing scheme is the SWP itself. According to the simulation results (Fig.
2), it can be said that the pressing scheme in which plastic deformation of the maximum volume of
metal occurs corresponds to the scheme of SWP.

1.90 I >0
. 7 45
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i ; 15

' S 1.0

' 05
0.10

0.30
a) b) 0)
Fig. 2. Distribution of effective plastic deformation en; in the deformation cell:

a) - SWP; b) - PP; ¢) - MP

It was established that with the PP scheme, effective plastic deformation of the material
occurs near the surface of the workpiece. The depth of deformation propagation is 1.5-2.5 mm.
With the SWP scheme, we can talk about the plastic deformation of the workpiece material
along the entire cross section of the workpiece. The smallest plastic deformation corresponds to
the middle of the workpiece. The depth of propagation of plastic deformation is 6-9 mm. But
due to the peculiarities of the matrix channel, intense plastic deformation occurs with the SWP
scheme(changing the cross-section of the matrix circle-ellipse-ellipse (90°C rotation)-circle) the
working of the material takes place on both sides of the workpiece, and at an angle
corresponding to the angle of change in the cross-section of the matrix (Fig. 3). For the
maximum processing of the workpiece material in order to obtain a crushed microstructure,
pressing requires work in two passes. Also, in order to prevent repeated deformation of the same
parts of the workpiece, at the entrance to the matrix, the workpiece must be turned by 90 ° in
relation to the first pass of the workpiece. If this condition is met, the processing of the
workpiece material during pressing according to the SWP scheme will be maximum. The same
condition must be observed when pressing according to the MP scheme (Fig. 1, c).
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According to the SWP scheme, the depth of plastic

deformation is 3-6 mm. But if two corner transitions of the
matrix are completely filled with material, then the depth and
magnitude of plastic deformation of the material will be
increased. If we compare pressing schemes by the amount of
plastic deformation, the most effective is the scheme of multi-
angle pressing, followed by screw widening pressing. The least
effective pressing scheme is the polygonal pressing scheme.

Conclusions

1.

It was established that with the PP scheme, effective plastic
deformation of the material occurs near the surface of the
workpiece. The depth of deformation propagation is 1.5-2.5
mm

. The smallest plastic deformation corresponds to the middle of

the workpiece. The depth of propagation of plastic
deformation is 6-9 mm.

6.0
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2.3
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3. For the maximum processing of the workpiece material in
order to obtain a crushed microstructure, pressing requires =
two passes. Also, in order tc_) prevent repeated deformation _of Fig. 3. Plastic deformation of the
the same parts of the workpiece, at the entrance to the matrix, workpiece according tothe SWP
the workpiece must be turned by 900 in relation to the first scheme
pass of the workpiece.
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JocaigkeHHs pi3HUX cxeM JAedopMyBaHHS 1/l OTPUMAHHS APiOHO3EePHUCTOI

CTPYKTYPH MaTepiany

3aoueBckas H.K., Jlapinenkos A./l., Y¢ O.B., Kiicko A.B.

Anomauyin 3adauero moodento8anus OYI0 BCHMAHOGNEHHS CMYNEHs 3aNOSHeHHs Kauany mampuyi. Hailbinew noene
sanoguennsa 6iobysacmuvcs npu cxemi I'VII Ilpoyenm sanoenenns ckradac 90-95%. Ipu cxemi I111 3anoenenns kanany
mampuyi ckaano 50-60%. Ipu cxemi I'VII mosicna eosopumu npo naacmuuny deghopmayilo mamepiany 3a20mo6Ku no
8CbOMY nonepeuHomy nepepizy 3acomoegku. Hativenwa nnacmuyna degpopmayis 6ionogioae cepeduri sazomosxu. /lns
MAKCUMATILHO20 NPONPAYIOBAHHS MAMEPIANy 3a20MO6KU 3 Memol OMPUMAHHA NOOPIOHEeHOI MIKpOCMPYKMypu,
npecys8anHs NOmpioHO pobomu 3a 08a NPOXOOU..
Kntouosi cnosa: ceunmose yuwiupawoue npecy8amus, NONCOHANbHE NPeCy8anis, 0A2amoKymose Npecy8amHs, 3CY6HI
Odepopmayii, niacmuuna degpopmayis, 3a20mosKa.
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VK 621.73.16, 621.983.07

MogaesroBaHHA NPOLECY BUTATYBAHHA 3 NOTOHIICHHAM HaniBgaOdpukaTy micias
IITAMIYBAHHA 00KOYYBAHHAM

, B.A. Muponenko, A./l. JlaBpinenkos, A.B. Kiticko

KIII im. Irops Cikopcbkoro, M. KuiB, Ykpaina

Anomauin: B oaniii pobomi po3ensinymo npoyec eumsaey8ants 3 NOMOHUIEHHAM HANIGhabpuxamy nicis WmamnyeanHs
ooxouysanusm. LlImamnysannsm 00kouy8anHsim 6ya0 nOnepeoHbo CHOPMOBAHO OOHHY YACUHY CMAKAHYUKA. 3a680KU
MOOCIOBAHHS.  GUMSAZYBAHHA 3 NOMOHUIEHHAM OYI0 NPOAHANI308AHO 3MIHA (Hopmu OOHHOI uACMUHU RiOYAC
BUMAZYBAHHS.

Kniouogi cnosa: wmamnysants 0OKOYY8AHHAM, GUMASYEAHHS 3 NOMOHUEHHAM, MOOCNIOBAHHSA, MemOO CKiHYeHHUX
enemenmie

B momepenniit po6OTI pO3TISHYTO MOXKIMBICTH OTPUMaHHS CKJIQJHOI JOHHOI YaCTUHU
ITaMITyBaHHSIM OOKOYYBaHHSIM I11J] HACTYITHE BUTATYBAHHS 3 TOTOHILIEHHSIM.

Ha puc.l. mpencraBieHo KpecineHHS BHXIIHOI JeTajll Ta €CKi3y 3 TMPUIIYCKOM Ha
00pi3yBaHHSIM.

Puc.1. a- xpecienHs aeraji; 6 — KpecjJeHHs JeTaJli 3 IPUIYCKOM Ha 00pi3yBaHHs

BpaxoByroun Te 1o kiHmeBa ¢opma nerani Oyme OTpUMYBATHCh BUTSATYBaHHSIM 3
MMOTOHIIICHHSAM, MOTPIOHO M0JaTH TMPHUITYCK Ha OOpi3yBaHHS skuii ckimanae 4,5 mm [1], po3mip
BUX1IHO1 3aroToBKU 68,64 MM, TOBIIMHA 3aTOTOBKM 5 MM. Po3mipu HamiB(aOpukaTy miJ HaCTyImHe
BUTATYBAHHS € HACTYIHUMHU JliaMeTp OTPUMAaHO1 3aroToBKU 84 MM Ta ii TOBIIMHU 3,1 MM.

Jlis  moJanbIIOT0 MOJENIOBaHHS IMPOLIECY BUTATYBAHHS 3 MOTOHIICHHSIM PO3PaxyeMo
KUTBKICTb MepeX0AiB, MPUOIM3HUMA JIaMeTp Micisl po3KouyBaHHs 84MM. 3HAIOUH JiaMeTp 3arOTOBKU
Ta KIHILEBOI IeTali, po3paxyeMo KOe(illi€eHT BUTSKKU.

d 396
m=—= =047
Ds 84
m = 0,46 — 0,50

KoedimieHT BHUTSATYBaHHS 3HAXOJUTHCA B JIOMYCTUMOMY Jiama3oHi, BUXOISYH 3 IBOTO
JiaMeTp micis mepuioro nepexony craHoButh d=0,47-84=39,48 MM, neranb MOXHa OTpUMATH 3a
OJIMH TIEPEeXi/l BUTATYBAHHSA 3 TIOTOHIIIEHHSIM.

Jl7is BU3HAUYEHHS MapaMeTpiB BUTATYBaHHS 3 MOTOHIICHHSM, OylO 3IICHEHO YHCEIbHE
MoO/IeI0BaHHA B iporpamHoMy koMmiuiekci K DEFORM-3D».

[TapameTpu siki Oys10 3aJaHO PU MOJIETTIOBAHHI:

- Martepiai — AlSI 1035 (anasor crasi 35);
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- koeoimient tepra u=0,12;
- temmeparypa nporecy — 20 C;
- IIBHJKICTh MEPEMIIICHHS IHCTPYMEHTY 2 MM/C.

Ha puc.2. npencrapiieno HamiBhaOpUKat Micisl MTaMITyBaHHS 0OKOYYBaHHSM 111 HACTYITHE
BHUTSATYBAHHS 3 IIOTOHIIICHHSIM.

Puc.2. Hanisgadpukar nicjs iraMimyBaHHsl 00KOYYBaHHSIM

Pe3ynbraTtu MoientoBaHHS BUTSTYBAHHS 3 TOTOHIIEHHSM MPEJCTaBIlIeH1 Ha puc.3.

Rtrain - Effartive (sr'vers)

000491 Win
0823 Max

0.000 94 3 3’8 473

5 18? 3.
Stroka {mm)

B r
Puc.3. Pe3yabTaTH MO/IeTIOBAHHS: 2 — IHTEHCHUBHIiCTD e opmanii; 0 — kpuTepiii pyiiHyBaHHs; B — HANPY:KeHHS HA
IHCTPYMEHTI; I — 3yCHJL/ISI BUTSITYBAHHS
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OTtpumani pe3ysibTaTH MOKa3aJd, IO B 30HI JOHHOI YaCTMHU MNOOIM3Yy Cc(POPMOBAHOTO
OypTHKa MOJIMBA pyHHAIlis 3arOTOBKH. Tako)X MOJICIIOBAHHS IMOKAa3aJI0 BIpOTIAHICTH pyHHamil
OypTHKa, SIKIIO TMOPIBHATH PE3yAbTaTH Ta BHUXIJHY 3arOTOBKY TO JIOHHA YaCTHHA CTAa€ IUIACKOIO
X04Ya MOBMHHA HE BTPayaTu CBO€T GopMHU 1 BimoBigatu ¢popmi KiHIIEBOT JeTalIi.

3 OTpUMaHHUX pE3yJIbTaTiB MOXEMO 3pOOMTH BHCHOBOK, IO TaKa CXeMa BHUTATYBaHHSI,
KUIBKICTh TIEPEXOJiB HE MIAXOIUTH JUIsl OTPUMAaHHs SKICHOI mpoMikHOI nerani. Jnst Toro, mo0
MOKHA OyJI0 OTpUMATH TaKy JeTalb 1 3MEHIIUTH 3YCHJIJIS BUTATYBAaHHS, 30UTBIIYEMO KUTBKICTBH
MEePexodiB 3 OJHOTO HAa TPHU, THM CAMHUM 3MEHIIYEMO HaBAaHTAXCHHS Ha JOHHY yacTuHy. lleprmii
nepexiy BUTATYBaHHs Oyzae BiZOyBaTHCh IUIACKMM IyaHCOHOM, JIBa IHINI MAaTHMYTh CHEpUIHY
dopmy.

Ha puc.4. npeacraieHo iHTEHCHBHICTH JieopMallii Ha KO)KHOMY 3 TIEPEXO/IiB.

Puc.4. IntencuBHicTh gedopmanii:
a — nepuuuii nepexina; 6 — Apyruii nepexia; B — TpeTiii mepexinx
Ha puc.5. npeacraBieHo kpuTepiid pyHHYBaHHS Ha KOKHOMY 3 TIEPEXO/IIB.
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Puc.5. Kpurepiii pyiinyBanus:
a — nepumii nepexin; 6 — npyruii nepexina; B — TpeTiii mepexinx

Ha puc.6. npeacraBieHo HapyKEHHs Ha IHCTPYMEHT1 Ha KOXKHOMY 3 MIEpeX0/1iB.
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Puc.6. Hanpyskenns Ha iHcTpyMeHTi:
a — nepumii nepexia; 6 — Apyruii nepexin; B — TpeTiii mepexin

Ha puc.7. npencrapiieHo 3ycuiuis BUTATYBaHHS Ha KOKHOMY 3 TIEPEXO/IB.

¢
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Puc.7. 3ycuiliis BUTATYBaHHS:
a — nepuuii nepexina; 6 — apyruii nepexia; B — TpeTiii mepexinx
BucHoBku

OTtpuMaHi pe3ynbTaTd MOKa3alu, KO 30UTBIIUTH KUIBKICTh MEPEX0aiB Ta 3MIHUTH (opmy
IyaHCOHAa Ha MEpUIOMY IMEepexojl Ha IUIacKy, JOHHA YacTHMHA MEHIIE BTpayae CTiikicTs. Lle
MOSICHIOETHCS TUM, 1110 3MEHIIYEThCS 3yCUILIS BUTATYBAHHS T4 HABAHTA)KCHHS HA JOHHY YaCTUHY.
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MalnHOOyayBaHHA

Modeling of the drawing process with thinning of the semi-finished product
after rolling stamping

S. Gozhii, V. Myronenko, A. Lavrinenkov, A. Klisko

Abstract: In this work, the process of drawing with thinning of the semi-finished product after stamping by rolling is
considered. The bottom part of the cup was preformed by rolling stamping. Thanks to the simulation of drawing with
thinning, the change in the shape of the bottom part during drawing was analyzed.

Key words: rolling stamping, detail drawing, sketch, process diagram, trimming allowance, drawing with thinning,

modeling.
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VJIK 621.7

TexHo10risi BUTOTOBJICHHS KOPIYCY 'PAHATH IiIBUILEHOI 0CKOJIKOBOCTI
KaJgiopom 40mm

Iimanos B.B. !, Opmoxk M.B.}, CaBuenxko JI.B.2.
1. KIII im. Irops Cikopebkoro, M. Kuis
2. ITT «Yxpoboporcepsic» M. KuiB

Opnumu 3 epeKTUBHUX BUIIB OOempumaciB Ajs BeICHHS BOTHIO Ha BiacTaHi Big 400 meTpis
1o 2000 meTpiB € TpaHaTOMETHI OCTpUTH. HallO1b1 po3MOBCIOKEHUMHU CEepell HUX € OOenpunacu
crannapry HATO ockosikoBo-¢yracHoi Ta KyMmyisaTHUBHOI Ali kaniopom 40mMm. Taki Goenpunacu
MOXYTh 3aCTOCOBYBAaTHCS HE TUIBKM B aBTOMAaTHYHUX, a 1 B PYYHHX YH TiJCTBOJIbHUX
rpaHaTOMETax.

3arajbHa KOHCTPYKIIisl OO€MpuUIacy CKIaJaeThCsl 3 TpaHaTH, 110 Ma€ MiAPUBHUK, Ta TUIb3H 3
MetanbHUM 3apsgaom [1; 2]. TlimpuBHHUK € HaWOUIBII CKJIAJHOIO OJWHHUIICIO BUpOOy, aiie Ha
e(eKTUBHICTH JIii TpaHaTH TaKOX BIUIMBAE KUIbKICTh BUOYXOBOT pEYOBUHH Ta KOHCTPYKIiS KOPIYCY
rpaHatu [3]. EdexTuBHICTh nii caMoi rpaHaTH 3aleKUTh Bl MapaMeTpiB OCKOJIKOBOTO IOJIsI, Macu
ta (opMu ockoikiB [4]. Caix BIAMITUTH, IO y PI3HUX KpaiHax Ta y PI3HUX BUPOOHUKIB € CBOI
KOHCTPYKTHBH1 OCOOJIMBOCTI, fIK1 YK€ 3aJIe’aTh BiJl TEXHOJOTTYHUX MOXJIMBOCTEH BUPOOHUIITBA
[4; 5]. € mocuTh BenMKa KUTbKICTh PI3HUX TEXHOJIOTIH, 10 J03BOJISIOTH OTPUMYBATH 3arOTOBKH ab0
HaBITh TOTOBI KOPIYCH T'paHar [6].

Ha croromuinmHiil 1eHb OUTBIIICTh BUPOOHHUIITB BUTOTOBIISIOTH KOPITYCH IpaHAT MEXaHIIHOIO
00poOKo10 3 Kpyrioro mpokary i3 craii 35...50 abo crami 40X Ha TOKapHMX aBTOMAaTax, SKi
3a0€31evyI0Th BUCOKY MTPOJTYKTUBHICTh. Take BUPOOHHUIITBO € MAaCOBUM 1 OTpeOy€e BIPOBAHKCHHS
HOBHUX a00 BIOCKOHAJIEHUX TEXHOJOTIIH, fAKI J03BOJATh HE TUILKU ITIABHUIIUTH €KOHOMIYHICTH
BUPOOHUIITBA, a i XapaKTePUCTUKU BUPOOY B LLUIOMY. Y BUNAAKY OTPUMAHHA JIeTajlell MEXaHIYHUM
pi3aHHAM 3 MpyTa HEAOJIKOM € Majui KoedillieHT BUKOPUCTaHHS Marepiandy, OCKUIBKH 3Ha4yHa
HOro yacTMHA WJae y BiAXiJ y BHUIJISAAI CTPYKKWH. B maHiii poGoTi 3amporioHOBaHW BapiaHT
BUT'OTOBJICHHS KOPIYCIB METOIaMU IJIaCTUYHOTO (POPMOYTBOPEHHSI.

MeTtoro po6oTH € 3a TorIoMoror mporpamHoro komriekcy DEFORM po3poOuTu TeXHOJIOT10
BUTOTOBJICHHSI KOpITycy TIpaHaTu Kajniopom 40MM. 3 HpOTHO30BAaHUM YTBOPEHHSIM €JIEMEHTIB
YpasKeHHSI.

Jl7is mpoBeieHHs JOCTiIKEeHb Oyn0 00paHo JiI0uy KOHCTPYKIIIO KOPIYCY TpaHaTH KaixiOpom
40MM 10 rpaHatoMeTHOro mocTpity 3paska HATO (puc. 1, a) Ta BBeIeHO KOHCTPYKTUBHI 3MIHH
(puc. 1, ©0), 3 ypaxyBaHHSIM TEXHOJIOTii BUTOTOBJICHHS, JJs MIiABUIIEHHS €(QEKTUBHOCTI
OCKOJIKOBOCT1 BKa3aHOI I'paHaTH.

OcoOnuBICTIO JAHOTO KOPIIYCY € Te, 110 BiH Ma€ Ha BHYTPIIIHIM MOBEpPXHI KOHIEHTPATOPU
Ui OUTbII PIBHOMIPHOTO JpOOJIEHHS KOpHYyCy 3 €(EeKTUBHOIO MAacOoK OCKOJIKY. 3a paXxyHOK
HaHECEHUX KOHIIEHTPATOPIB MOXKIIMBO MTPOTHO3YBATH KUTBKICTh, POPMY Ta Macy OCKOJIKIB.
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
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Puc. 1. Ecki3u xopmycis

TexHoJOTis BUTOTOBJICHHS KOPITYCY 3arOTOBKH Iepeadadae OTPUMaHHS KOHIIEHTPATOPiB Ha
HOro BHYTPILIHINA NOBEPXHI HUISIXOM (POPMOYTBOPEHHS TUIACTUYHOIO JIeopMalli€ro.

Jlisa oTpumaHHs Kopriycy rpaHaTH 70 40 MM IpaHaTOMETHOTO IMOCTPUIY 3alpOINIOHOBAHO
HACTYIMHUHN TEXHOJOTTYHUH JIAHITIOT: BUPYOKa 3 JINCTA UM 31 CMYTH IUIOCKOI 3aroTOBKH (pHC. 2, a),
rapsye npouIIOBaHHS IUIOCKOI 3aroTOBKH (pHcC. 2, 0), TpaBJieHHs Bil OKaIMHU Ta (ochaTyBaHHS
MOBEPXHI 3aroTOBKM I1iJ] HAHECEHHs 3MallleHHs, KapOyBaHHS Ha IUIOCKIH CTOpPOHI 3aroTOBKHU
KOHIICHTPATOpiB (puUC. 2, B), XOJIOJHE BUTATYBAaHHSA 3 TOTOHIIEHHSM 3aroToBKH (puc. 2, T),
MexaHi1uyHa oOpoOKa 710 KiHIeBOi popMuU Ta po3MipiB (pHc. 2, 1).

Jl1st BUTOTOBJICHHS JIeTaii Oy0 3ampornoHoBaHo BUKOpHCTaTH cTaib 10 [7]. Bukopucranus
Marepialy 3 MEHIIOI0 MEXEI MIIHOCTI 1 OUIbII BHUCOKOK IUIACTUYHICTIO, HDK TpaaMIliifHI
Marepiany JJi1 BUTOTOBIICHHS KOPITYCIB TpaHaT, JO3BOJISE CKOPOTUTH KUIBKICTh TOOIEPAIIiHUX
MePEX0/IiB BUTATYBAHHS, 3MCHIITUTH 3yCUJUIS MPOIIECIB, MIIBUIIUTH CTIHKICTh IHCTPYMEHTIB, 1, IPH
bOMY, OTPUMYBaTH BHUPOOHM 3 IPOTHO30BAHUMH MEXAHIYHHMHU BJIACTUBOCTSAMHU 32 PaXyHOK
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Puc. 2. Iloonepaniiini nepexoau (opMo3MiHIOIOYNX ONepaliii OTPUMAHHS JeTaTi

3MIIHEHHS B TIPOIIEC XOJIOJHOT ITaCTUYHOI Aedopmartii [8].

@®opmy Ta po3Mipu npoinbOBaHOI  3aroTOBKM  MiAIOpaHO  €KCHEPUMEHTAIBHO
po3paxyHKOBHUM ILIsixoM [9] B mporpamuomy komiekci DEFORM [10]. Tlporpamuuii KoMIuiekc
DEFORM 2D/3D no3Bouisie MofentoBaTH (popMO3MiHHI orepallii, 1a€ MOXKIIUBICTb TPOTHO3YBATH
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OTpUMaHHS BHUPOOIB HEOOXigHOi (GopMH Ta pPO3MIPIB, TO3BOJSE BHU3HAYUTH EHEPrOCHUIIOBI
mapaMeTpu MpOIECiB, a TaKOXX HaNpyKeHO-IePOPMOBAHUI CTaH, SKUH XapaKTepH3ye SKiCHI
BJIACTUBOCTI BUPOOIB.

Byno mnpoBeneHe uwncenbHE MOJENIOBAHHS ISl MPOIECIB raps4oro mpoQiuIroBaHHSA,
KapOyBaHHS KOHIEHTPATOPIB Ta BUTATYBaHHA. JlJIi MOJIENIOBAaHHS BHKOPHCTOBYBAJM MaTepial
AISI-1010 (3akopnonnuii ananor crani 10). Mogens matepiany miactuuna. Kpurepiii pyliHyBaHHs
Brozzo. B mpomeci BiINOBITHO A0 TEXHOJIOTIYHOTO TMEPEXOAY BpAXOBYBATH TEPTA MK
neOpMYIOUMM IHCTPYMEHTOM Ta 3aroToBkor mo 3ibemro 3 koedimieatom 0,12, Takox s
raps;idoro  TMpoIecy BpaxoOBYBaIM TEIUIOBIIAA4y HArpiroi 3aroTOBKM MDK  HAaBKOJIMIIHIM
CepeIoBUILEM Ta poO0YnM IHCTpyMeHTOM. IIIBUIKICTh IEpeMILIEHHS ITyaHCOHa — 5 MM/C.

lapsiue npoduTtoBaHHA 3IIMCHIOETHCS 32 PaXyHOK OCQ/KEHHS (IaHUEeBOi YacTUHU
3aroTOBKM MEPEMIHHUM Hepepi3oM (KOHYCHOIO (hOpMOIO), BHXIIHI PO3MIpU SKOi IMOKa3aHl Ha
puc. 2, a. PozpaxynkoBa cxema rpoiiecy nmpoduiroBaHHsS 3arOTOBKY HaBeJIeHA Ha puc. 4.

[Ipu wmonemoBanHi Oyna 3amaHa IMOYaTKOBa Temmeparypa 3arotoBku 860-750°C, a
temmneparypa aepopmyrouoro iHcTpymeHTy 300°C. PoOouwmii Xim myaHCOHAa CTaHOBHB 1,8 MM,
3ycuiutst nepopmyBanHs ckimanae 2,78 MH.
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Puc. 4. Po3paxyHkoBa cxema npouecy rapsiuoro npogiiroBaHHs 3ar0TOBKH:
a) y BUXiJHOMY IO/10KeHHi; 0) y KiHIIeBOMY M0JI0KeHH]

B nporneci MmoaentoBanHs Oys10 BCTAaHOBJICHO 3MIHY TeMmIlepaTypu B 00’eMi 3meopMoBaHOi
3arotoBku Big 800 mo 650. Ilpu mpoMy MakcuManbHI 3Hau€HHS KpuTepito pyitHyBanHsa K,
ckiagaoTh g0 0,1 y Micii MiHIMQJIBbHOI TeMIiepaTypy. Y HAWTOHIIOMY MICIl KOHIYHOTO (iaHIsd
IHTEHCUBHICTH nedopmartii gocarae 3nadeHHs 0,7. Ha muockiif 4acTHHI MOTOHIIEHOTO KOHIYHOTO
(bnaHI, TPU MaKCUMaIbHOMY 3ycuiuti mpouecy 2,78 MH, MakcumaibH1 3HaUY€HHS IHTEHCHUBHOCTI
HanpyxeHb aocsratotsh 350 Mlla.

[Ticnst oTpumanHs crpodiibOBaHOT 3aTOTOBKM HAHECEHHS KOHIIEHTPATOPIB MPOMOHYETHCS
mpoBecTy KapOyBaHHSM y X0J0JHOMY cTaHi. Po3paxyHkoBa cxema mporuecy kapOyBaHHSI HaBe/leHa
Ha puc. 5. [Ipu nepemimieni myancona 0,45 mm 3ycuimis qegopmyBanHs ckiuano 2,3 MH.
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Puc. 5. Po3paxyHkoBa cxema npouecy KapoyBaHHsI KOHLEHTPATOPiB Ha 3ar0TOBIII:
a) y BUXiIHOMY NOJ10:KeHHi; 0) y KiHIIeBOMY M0JI0KeHH]

3a pe3ynbTaTaMH MOJICNIOBAHHS KapOyBaHHsS BCTaHOBJIEHO, IO Y MiCISAX KapOyBaHHA
KOHIICHTPATOpiB, MaKCUMaJIbHi 3HaYeHHs KpuTepito pyiHyBanHa K, nocsrators 0,15. B nupomy x
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

MICIIi MaKCUMaJIbH1 3Ha4eHHs HanpyxeHHs ckianators /00 MIla. ¥V HaliToHIIOMY Miclli KOHIYHOTO
(dnanIs iIHTEHCUBHICTH Aedopmariii nocsrae 3nadenss 0,65.

HactrymHoro omepari€o € BHUTATYBaHHS 3 ITIOTOHIICHHSM Y JBOXKOHYCHY MAaTPHIIIO.
Po3paxyHkoBa cxema mpoliecy BUTATYBaHHS HaBeZeHa Ha puc. 6.
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Puc. 6. PospaxynkoBa cxema npouecy BUTATYBAHHSI 3 TOTOHIIEHHSM:
a) y BUXiJHOMY II0/10:KeHHi; 0) y KiHIIeBOMY I10JI0KeHHI

[Ipn MojnentoBaHHI MpOLECY BUTATYBaHHS MakcuMmanbHe 3ycuiuis ckiano 250kH. Taxox
BCTAHOBJICHO, IO 3HA4YeHHS Kputepito pyiHyBaHHsS K, B 00’emi nedopmoBaHOi 3aroToBKU
nocsratoth 0,8 B 30BHIMIHIA pajiyCHI dYacTHHI Ta B MICHSAX KOHIIGHTpaTtopiB (puc. 7).
MakcumanbpHe 3HA4YCHHS IHTEHCHBHOCTI Aedopmarii ckimamae 1,1 (puc. 8) y BepxHii YacTHHI
LMJTIHIPUYHOT 3aTOTOBKHU.

-710.9

S34) :’ Strain - Total - Von Mises (mmémm)
Damage p 13 1.20
08 I8 y Bl 105 '
5 : b
d ( 090
07 ' i

075

oo

045

0.30
o8 l
0.0p

06
0s

o 8

03
02
0.1 I
00

0.000 48 0.000 248

Puc. 7. 3navenns kputepilo pyiinysanns K, B 00’ emi Puc. 8. Po3nonis inTencuBHocTi Aedopmanii B 06’ emi
nedopMoBaHOI 3aroTOBKH 31edopMoBaHOi 3aroTOBKHI

Bka3zani mapameTpu JO3BOJISIOTH IPOTHO3YBAaTH SKICHI XapaKTEpUCTUKM MaTepiainy micis
nepopmyBaHHs, sKi OyIyThb BUKOPUCTOBYBATUCh B MOJANBIIMX JOCIHUDKEHHSAX I10 BIUIMBY
TEXHOJIOTTYHUX MapaMeTPiB Ha OCKOJIKOBICTb KOPITyCY IPaHaTH.

Bucnosknu
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3a pe3ynbTaraM# MPOBEACHUX JOCIIHKEHb MOXHa 3pOOHMTH BHCHOBOK, IO 32 BKAa3aHOIO

TEXHOJIOTIEI0 MOKHa OTPUMATH 3aroTOBKY KOPITyCY IJIsi OCKOJKOBOi TpaHatu Kamiopom 40mMm
3pazka HATO 3 mporHo3oBaHMMHU eJ€MEHTaMH YpakeHHs. B pesynbrari MopenroBaHHS Oyso
OTPUMAHO TIPOTHO30BaHI MEXaHIuHI BIACTHBOCTI Marepiady KOpHYyCy TpaHaTH, sKi OyIyTb
BUKOPHUCTOBYBATHCh B TOJAIBIIMX JOCIIDKEHHSX IO BIUIMBY TEXHOJIOTTYHHX IIapaMeTpiB Ha
OCKOJIKOBICTh KOPIYCY TPaHaTH.
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VIIK 621. 983.07

Ocoo6auBocTti Bukopuctanust deform 2d nuisi Moge1I0BaHHSI BUTATYBAHHS 3
NOTOHIICHHAM 4Yepe3 OJHY Ta ABI MATpUII

Op.iok M.B., Ilimanos B.B.}, CaBuenxo J.B.?, Ciinbko H,0.1, Mosoa O.B.}, ly6inina
H.M..

1. KIII im. Irops Cikopctkoro, m. Kuis

2. ITT «Yxpoboporcepsic» M. Kuis

CepiiiHe BUTOTOBJIEHHS HOPOKHUCTUX TOHKOCTIHHUX BICECUMETPUUHUX BUPOOIB 31 3HAUHUM
CHIBBIIHOIIIEHHSIM TOBIIMH CTIHOK Ta JHA, 10 SKUX BITHOCSATHCA U TUIb3U CTPUICIIBKUX Ta
apTUiepiichkuX HabOIB, HE MOXIIMBE 0€3 3aCTOCYBAHHS BUTSATYBAHHS 3 MOTOHIICHHIM [1-3].
He3Bakaroun Ha MpOCTOTY CXEMHU BUTATYBAHHS 3 MOTOHIICHHSIM KIHLIEBUN Pe3yIbTaT BUTSTYBaHHS
3aJIeKUTh BiJl BEIUKOT KUTBKOCTI (akTopiB [4, 5], TAKHMX SIK TEOMETPIsl TyaHCOHA Ta MaTpuIl,
MEXaHIYHUX BIIACTUBOCTEN MaTepiaiy, o AeGopMyeTbCs, FTeOMETPii BUX1THOT 3arOTOBKH, CIIOCO0Y
BUTATYBAHHS (Yepe3 OJHY MATPUI[IO, OJJHOYACHE a00 MOCIHIJOBHE BUTITYBaHHS Yepe3 Bl MaTPHI],
MOCJIIZIOBHE BUTATYBAHHS Y€pe3 JIB1 B PI3HUX LITamMIax 6e3 MpOMBKHOT TepMIYHOT 00poOKH) Ta iH.

Po3poOka HOBuX ab0 BAOCKOHAJIEHHS ICHYIOUHMX TaKuX 0aratoakTOpHUX TEXHOJOTIH Ha
Cy4acHOMY €TaIll pO3BUTKY MallTMHOOYTyBaHHS HE MOKJIMBE 0€3 BUKOPUCTAHHS IPOT PAMHHX
KOMIUIEKCIB JJIs aHAJi3y TpolieciB 00poOku MetamiB TUCKOM (QForm, Deform Ta in.). Ognax 111
MPOTpaMHi KOMIUICKCH He YHIBEpCaIbHI 1 IX BUKOPUCTAHHS /ISl MOJICTFOBAHHSI Ta aHAJIi3y TOTO YH
1HII0TO TIpoIiecy AedopMyBaHHs MOTPEOyeE MONMepeaHbOT OMIHKU €(hEKTHBHOCTI Ta BIAMOBIAHOCT1
OTpUMAaHMX pPe3yabTatiB [6, 7].

Merta poOOTH — OIIHUTH MOKJIMBICTh BUKOPUCTAHHS ITporpamMHoro komiuiekey Deform-2D
JUTSl aHAJTI3y MPOIIECIB BICECUMETPUYHOTO BUTATYBAHHS 3 MIOTOHIIICHHSIM Yepe3 OJIHY Ta Bl MaTPHII
Ta BCTAHOBHUTH O0COOJIMBOCTI MOJICITFOBAHHS, IO MABUIIYIOTh €()EKTUBHICTh HOTO BUKOPHUCTAHHS
JUTSl OITUMI3AIlii ICHYIOUHX Ta pO3POOKH HOBUX TEXHOJIOTTYHUX MPOIIECIB BUTATYBAHHS 3
MOTOHILICHHSIM.

MonentoBaHHs NpoIleCcy BUTATYBAHHS 3 MOTOHIICHHSIM BUKOHAHO 32 TPhOMAa CXEMaMHU - Yepe3
OJIHYy MaTpPHIIIO, a TAKOXK OJHOYACHE Ta MOCI1JI0BHE BUTATYBAHHS 4epe3 Bl MaTpulll i3
BUKOPHUCTAHHSIM SIK MIACTUYHOI, TaK 1 IPYKHO-TIACTUYHOT MoJienielt marepiany (puc. 1).
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Puc. 1. CxeMH BUTATYBaHHS 3 HOTOHIIEHHSM: Puc. 2. TloposxkHucTa 32ar0TOBKA
a —yepe3 OIHY MATPHIIO; 6 — OIHOYACHO Yepe3 /IBi MATPHILLi; B - OCJIiJ0BHO
yepe3 aBi MaTpuui

Ecki3 3aroToBKH JI71s1 1TOAJIBIIIOTO BUTSTYBaHHS 3 MOTOHIICHHM MPEICTaBIeHO Ha puc. 2. B
SKOCTI MaTepiany Juid MoJientoBaHHs BuKopucTaHo ctanb AISI-1010 (ananor crami 10).
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JUnist BCTAaHOBJICHHS! KPUTHYHUX 3HAYEHb KPUTEPIt0 PYIHYBaHHS (B HAIIOMY BUIIAJIKY 1€
Normalized Cockcroft-Latham) gocnimkyBanuck npoiiecH 3i cTyreHs Mu aepopmaltii, OTM3bKUMHU
710 MaKCUMaJIbHO gomyctuMuX [2-5]. Ins crami 10 mpu BUTATYBaHHI 3 TOTOHIICHHSIM Yepe3 OJHY
MmaTpuio 1e 55%, gepes nBi — 70%. Kyt matpums — 12°.

Cunm TepTst pO3paxoBYBAIHCH 3a 3aKOHOM 3i0ersi, IKHil peKOMEHJOBAaHO BUKOPUCTOBYBATH
JUTS BpaXyBaHHS TePTS B orepalisix 00’ emaoro mramiryBanus [8], dakrop Teprs 3a 3i6enem - 0,12.
[IBuaKicTh MepeMimmeHHs myancoHa — 10 mm/c.

PesynpTaT MOIeTIOBaHHS BUTATYBAHHS 3 IOTOHIICHHSM MOPOKHHUCTOI 3aTOTOBKH Yepe3
OJTHY MaTPHITIO TipeicTaBieHi Ha puc. 3 Ta 4. Crymnine aedopmartii npu npoMy craHoBmia 54,2%
(TOBIIMHA CTIHKU BUTSTHYTOTO HamiBpadpukary S1 = 2,3 mm).
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Puc. 3. Pe3yabTaT MOIe/TIOBAaHHSI BUTSTYBAHHS 3 OTOHIIEHHSIM Yepe3 OIHY MaTPHIIIO

3 BUKOPHUCTaHHSM MPYKHO-TUIACTUYHOT MOJIEITI MaTepially: a- po3Mo il iIHTEHCUBHOCTI Aedhopmartii;
0 - KapTUHA PO3MOALTY 3HAYeHBb KpuTepito pyiiHyBaHHs Normalizet C&L; B - giarpama 3ycusuis
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Puc. 4. Pe3ysibraTn Moj1e/II0BaHHS BUTSATYBAHHS 3 NOTOHIIEHHSIM Yepe3 OIHY MATPHIIO
3 BUKOPUCTAHHSAM ILUIACTUYHOI MoJIeJli MaTepiaJty: a- po3noiij iHTeHCHBHOCTI e opmanii;
0 - KapTHHA PO3MOJiy 3HAYeHb KpuTepit pyiinyBanus Normalizet C&L; B - giarpama 3ycuJiist

Sk BuaHO 3 puc. 3 Ta 4, TUN MOJeNi MaTepiany (IIPpYKHO-TUIACTUYHA Ta IUIACTHYHA) B TAHOMY
BUIQIKy MPAaKTUYHO HE BIUIMHYB Ha KIHLEBI pe3yiabTaTu. B 000X BHIaJKax MaeMo MPAaKTUYHO
IIGHTUYHI KapTUHU DPO3MOALLY IHTEHCUBHOCTI Aedopmalii Ta 3HA4E€Hb KPHUTEPIIO pPYHHYBaHHS.
InTencuBHicTs nedopmanii y cTiHI 37epopMOBaHOrO HamiBpaOpHUKaTy 3HAXOAUTHCS B MEXax
0,85...1, MakCUMyM 3HaXOJUThCS y JOHHOI YacTUHM HamiBgaOpukary i nopisHioe 1,37. 3HaueHHS
KpUTEpilo pylHYBaHHA Yy CTiHII HamiBgaOpukary B 000X Bumaakax He nepeBuurye 0,4.
MakcuManbHi 3Ha4eHHs, PO3TalloBaHi y JHA HamiB(abpukary ctaHoBisATh 0,95 a1 mpyxHO-
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iacTuaHoi mojeni marepiany ta 0,51 ansg mnactuuHoi. Takok MaeMO NPaKTHYHO OJHAKOBE
MaKCHMaJbHE TEXHOJIOTTYHE 3ycruIs BUTATYBaHHs (187 kH mist npyxHO-mmactuyHoi 3ama4i Ta 181
kH nns mioacTuvHO¥).

Crnin 3ayBaXWTH, MIO MaKCUMallbHI 3HAYEHHS KpUTEpil0 pyHHYBaHHS, OTpPHMaHI 3a
pe3yibTaTaMi MOJICIIOBAHHSI BUTATYBAaHHS 3 MOTOHIIEHHSIM 4Yepe3 OJHY MAaTPULIO i3 CTYNEHEM
nedopmarii, OMU3BKMM 10 MAaKCHMAaJbHO JOMYCTUMOTO, CIIBIAAAOTh 3 AHAJOTIYHUMH
3HAYCHHSIMH, OTPUMAHUMU /ISl BUTATYBaHHS O3 TIOTOHIICHHS [6].

JlonatkoBo OyB NpPOBEAECHUI YMCENBbHUI EKCIEPUMEHT 0 BCTAHOBJICHHIO MaKCHMAaJbHOTO
cTyneHio nedopmarii (TEOPETUYHO MOXIMBOIO cTyneHwo aedopmanii B Deform), 3a sikoro B
Mporieci MOJEIIOBAaHHS MOJIMBE BHTITYBaHHs HamiBpaOpukarty uepe3 OJHY MaTpulio 0e3
pyliHyBaHHs. JlJid TOpyKHO-IUIACTUYHOI MOJENl MaTeplaly 3a3HaueHUd CTymiHb Jedopmartii
CTaHOBUTH 62,6% Ipu 3HAUEHHI KpUTepito pyiiHyBaHHs 0,7 (3HaYEHHSI KpUTEPIIO pyHHYBaHHS, 11O
nepenyBajio pyiHyBaHHI0, ctaHoBwiIO 0,8). Jlns mimactuuHoi mMojeni matepiany - 64,7% ta 0,76
BIJINOBIAHO (3HAUYEHHS KPUTEPII0 pyHHYBaHHS, 1110 MepeAyBaio pyiiHyBaHHI0, cTaHoBUIIO 0,86).

[Ipn MoznentoBaHHI BUTATYBAHHS 3 NOTOHILIEHHSM MOPOKHUCTOI 3arOTOBKH OJIHOYACHO Yepes
nB1 MaTpuli (puc. 16) B sSIKOCTI BXIAHUX OYyJIM HMPUMHSTI HACTYIHI MapaMeTpu Mpolecy: TOBLUIMHA
cTiHKM HamiBpaOpukaTy Ha BepxHiit MaTpuili S1 = 2,3 mum (cTymiab nedopmartii 54,2%), Ha HIDKHINA
—S2 =1,6 mm (ctyniap nedopmartii 31,8%); 3aranpanii cTymine aedopmartii - 68,8%

Pesynbraty MonentoBaHHS NpOIECY BUTATYBAHHS 13 3aCTOCYBAHHSM MPY)KHO-IIJIACTHUYHOL
MOJIeJll MaTepiany NpeCcTaBieHl Ha puc. 5
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Puc. 5. Pe3yiibTaTn Mo/IeTIOBAaHHSI BUTSITYBAHHSI 3 IIOTOHLIEHHSIM OTHOYACHO Yepe3 IBi MaTpuii

3 BUKOPHMCTAHHSAM NPYKHO-IJIACTHYHOI MOJIeJ1i MaTepiaJiy: a- po3nojisi iHTeHCHUBHOCTI 1edopmanii;
0 - KapTHHA PO3MOiJYy 3HaueHb KpuTepito pyilinyBanHsa Normalizet C&L; B - niarpama 3ycuiis

Sk BUAHO 3 puc. 5 IHTEHCHUBHICTH AedopmMalii y cTiHui 31edopMoBaHOTrO HamiBpabpuKaTy
3HAXOMUThCA y Mexkax 1,3...1,5, 3HaueHHsA KpUTEpil0 pyHHYBaHHS y CTIHIl HamiBpaOpukaty —
0,8...0,9 3a noKaIbLHOrO MAKCUMY B HIDKHIN YacTUHI CTiHKH 1,1.

3 ornsAy Ha pe3ysbTaTH MOMEPEAHBOTO MOJCIIOBAHHS (BUTATYBAHHS Yepe3 OJHY MaTPHIIIO)
MOXXHAa TPUITYCTUTH, [0 MaTepian HamiBhaOpukaTy npu aeGopMyBaHHI 3a JaHOK CXEMOIO
OnMM3bKUN 10 pYHHYBaHHS HaBiTh 3a pe3ylbTaTaMH MOJeNoBaHHS y cepepoBuili Deform-2D.
BianoBigHo y peaqbHOMY IpoOLeci 3a JaHOT CXeMHU BUTATYBAaHHS IPU JAHOMY PO3IOJIUTI CTYHEHIB
nedopmariii Mk MaTpuLsIMU AeOpPMYyBaHHS 3aBEPIINTHCS PYHHYBAaHHIM 3arOTOBKHU.

MojienoBaHHsl JaHOTO TpolLleCy NpHM BHUKOPUCTaHHI IUIACTUYHOT MOJeNi Mmarepiainy
MIATBEPIMIIO 3pO0JIeHEe MPUIYIIEHHS, OCKUIBKH MPOLIEC MOJENIOBAHHS 3aBEPLIUBCS PYyHHYBAaHHS
cTiHku HamiBaOpukaty. [Ipu 30i1bIIeHH] KiHIIEBOT TOBIIMHM CTIHKM HamiBgabpuxary S2 no 1,7
MM (3aranbHui CTymiHb Aedopmanii 3MeHmuBes 10 66,8%) MozjemoBaHHS BinOynoch 0e3
pyiiHyBaHHs. Pe3ynbraTi ekcriepuMeHTy npeAcTaBieHi Ha puc. 6.
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MaTepiaiy npeJCTaBieH] Ha puc. 8
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Puc. 6. Pe3yibTaTn Mo 1I0BaHHSI BUTSTYBAHHS 3 MOTOHIIEHHSIM OHOYACHO Yepe3 ABi MaTpuui
3 BUKOPUCTAHHSIM IUIACTHYHOI MOJeJi MaTepiajy: a- po3moiJ inTencuBHOCTI Aedopmanii;
6 - KapTHHA Po3MoiNy 3HaYeHb KpuTepit pyiinyBanns Normalizet C&L; B - niarpama 3ycuiist

3 puc. 6 BUAHO, IO IHTEHCUBHICTH Aedopmarlii y cTiHli 3aepopMoBaHOro HamiB(pabpukary
TaKOX 3HAXOJUThCA y Mexax 1,3...1,5, 3HaueHHs KpUTepito pyilHyBaHHA y CTIHII HamiBpaOpuKkaTy
— 0,7...0,8 3a JOKaJIbHOTO MakcCHUMy B cepenHiii yactuHl cTiHKK 1,0. Taki Benwki 3HaYeHHS
KpUTEPil0 pyilHYBaHHS CBiAYaTh MpO Te, L0 3a JAaHOI cxeMH AepopmMyBaHHsS BiAOyBaeTbcs 3
TEOPETUYHO MOKJIMBHUM CTyMEeHeM Jiedopmaliii.

[Ipy ™MopenroBaHHI MpOLECY BUTATYBAHHS 3 MOTOHIICHHSIM TIOPOKHHUCTOI 3arOTOBKH
MOCIIIOBHO 4epe3 ABlI Marpuill (puc. 1B) B SKOCTI BXITHUX OyJIM NPHHHATI Taki X IMapaMeTpu
mporiecy, K 1 y TMONepeaHhOMY EKCIIEpUMEHTI: TOBIIMHA CTIHKM HamiBpaOpuKaTy Ha BEPXHIH
Matpuui S1 = 2,3 MM (cTyninb aegopmanii 54,2%), Ha HukHINA — S2 = 1,6 MM (cTyninb aedopmarii
31,8%); 3aranbpHuit cTyniHb qedopmartii - 68,8%

Pe3ynbraty MonentoBaHHS IMPOLIECY BUTATYBAHHS 13 3aCTOCYBaHHSIM

NPYXHO -TUIACTAYHO1
MOJIeN MaTepiany NMpeAcTaBeHI Ha puc. 7
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Puc. 7. Pe3ynbTaT MO€/IIOBAHHSI BUTSITYBAHHSA 3 OTOHIICHHSIM MOCTi0BHO Yepe3 ABi MaTpuui
3 BUKOPHMCTAHHSIM NPYKHO-IJIACTHYHOI MO/IeJIi MaTepiaJy: a- po3nojisi iHTeHCHBHOCTI 1edopmanii;
0 - KapTHHA PO3MOiY 3HAYeHb KpuTepit pyiinyBanus Normalizet C&L; B - giarpama 3ycuJiist

PGSYJ'ILTaTI/I MOJCIIFOBAHHA IIPOLCCY BUTATYBAHHS 3 34CTOCYBAHHAM IUIAaCTUYIHO1 MO,Z[eJ'Ii
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Puc. 8. PesyasTaTn MoeII0BaHHS BUTSITYBAHHS 3 IOTOHIIEHHSIM MOCJTIIOBHO Yepe3 ABi MaTpHi
3 BUKOPUCTAHHAM IIACTUYHOI MOJieJIi MaTepiajy: a- po3noain iHNTeHCHBHOCTI e opmanii;
6 - KapTHHA PoO3MOoJiNy 3HaYeHb KpuTepit pyiinyBanns Normalizet C&L; B - niarpama 3ycuiist

[TopiBHIOIOUM OTpHMaH1 pe3yabTaTH CIiJ] 3a3HAUYMTH, 1110 3HAYEHHS KPUTEPII0 pyHHYBaHHS,
OTpUMaHi NMpU BUKOPHUCTAHHI NPYKHO-TUIACTUYHOI Ta IUIACTUYHOI MOJIeNeld Mmarepiaay CYTTEBO
BIJIPI3HAIOTHCSA, XOUa 3HAUYEHHS IHTEHCUBHOCTI Jiehopmallii Ta TEXHOJOTTYHOTO 3yCHILIS MPAKTUYHO
CIIBIIAIAI0Th.

AHani3 OTpUMaHHMX pe3yibTaTiB IOKa3aB, IO Taka 3HA4YHA PI3HUI 3HAYEHb KPUTEPIIO
pyHHYBaHHS TIOB’Si3aHAa 3 THM, IO TPW BUKOPHCTAHHI MPYXHO-TIACTUYHOT MOJET MaTrepiany B
mporeci MOJCNIOBaHHA BiaOyBajgack mepelynoBa CITKM CKIHUYCHHHUX CIIEMEHTIB, a TMpH
BUKOPHUCTAHHI TJIACTUYHOI MOJENi BiIOYyJOCh 3HAYHE CHOTBOPEHHS BHXIAHOI CiTkH 0e3 1l
nepeOy10BH.

[Ipu mogaTkoBOMY MOJIEIIOBaHHI MPOIIECY BUTATYBAHHS 13 MPUMYCOBOIO MIEpeOyI0BOIO CITKH
JUIsL TUTACTUYHOT MOJIeni Marepiany Oyla oTpuMaHa KapTHHA pO3MOAUTY 3HA4eHb KPHUTEPIIO
pYHHYBaHHS, IJICHTHYHA MPY>KHO-TUIACTUYHIN 3a71a4i.

3HavYeHHS KPUTEPII0 pyHHYBaHHSA Yy CTiHII HamiB)aOpuKaTy 3HaXOJAThCS B MeEXax
0,55...0,57, nokansuuii Mmakcumym — 0,63...0,64.

OTpuMaHi 3HaYEHHS KPUTEPi0 PYWHYBaHHS CBiI4aTh, IO 3a JAHOI CXeMHU JePOpMyBaHHS
TEOPETUYHO MOJIMBHM CTymiHb naedopmanii He OyB pocsarHytuil. [lim dvac momarkoBuUX
€KCIIEPUMEHTIB TEOPETHUYHO MOXJIMBHI CTYMiHb Aedopmarnii ckiaaB 78,9% (TOBIIMHA CTIHKM Ha

HWKHIA Marpuii S2 = 1,1 mwm). 3HaueHHs KpPUTEPir0 PYHHYBaHHS 3HAXOIWJIOCh Y MeXkax
0,85...0,95.

BucnoBkn

B po6orti mpoBeneHO TOPIBHSJIBHHEM aHai3 KOMII FOTEPHOTO MOJCIIOBAHHS IPOIIECIB
BUTATYBAaHHS 3 TIOTOHIICHHSM IIOPOYKHHCTOI 3aroTOBKM Yepe3 OJHYy Ta /Bl Marpumi Ta
eKCIIEPUMEHTAIBHUX JaHUX. BCTaHOBJIEHO, 1110 MPUHIIUIIOBOI PI3HUII y pe3yJIbTaTaX MOJICIIOBAHHS
IpOIeCY BUTATYBaHHSA 3 NMOTOHIIEHHSIM, OTPUMAHMX MPU BUKOPUCTAHHI MPYKHO-IUIACTUYHOI Ta
IUTACTUYHOT MOJeJed marepialy He Mae€, a MOJICJIIOBAHHS IPOLECIB BUTATYBAHHS 31 CTYNEHSIMHU
nedopmartii, mo nepeBuiyoTh 50%, 6axaHo BUKOHYBaTH 3 KOHTPOJBOBAHOIO NepeOyI0BOIO CITKU
CKIHUEHHMX €JIEMEHTIB.

[TintBepmxeno, mo B Deform mnpu MmoaentoBaHHI (OPMO3MIHHMX HPOLECIB MOXKIUBE
nepopMyBaHHS Marepiany 3aroToBKM Oe3 pyiHHYBaHHsS 31 CTyHEHAMH Jedopmalii, 110 3HAYHO
MEPEBUIIYIOTh MAKCUMAJIbHO JOMYCTUMI Aedopmallii, BCTAHOBJIEH! eKCIIEpUMEHTalbHO. ToMy uist
MIPOrHO3yBaHHS HMOBIPHOCTI pyHHYBaHHS B peaJIbHUX Ipolecax HEOOXiTHO BHUKOPHUCTOBYBATH
IpaHUYHI 3HAYEHHS KPUTEPil0 pyHHYBaHHS. 3a pe3ylbTaTaMy MPOBEIEHHUX Y POOOTI MOCITIKEHb
MPONOHYETHCSL SIKOCTI TPAHUYHUX, 3a SKUX JAedopMyBaHHS BiOyBaeTbcsd 0Oe3 pyHHYBaHHS,
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BUKOpUCTOBYBaTH 3HaueHHA Kputepito Normalized Cockcroft-Latham 0,54...0,55 B. 3HadenHs
kputepito 0,75...0,8 MokHA BBaXaTH KPUTUIHHMH, TOOTO TAaKUMH, 32 SKHX B PEATBHHX MPOIEcax
BHUTSATYBAHHS 3 IOTOHIICHHSIM TapaHTOBAHO BiOYIETHCS PYHHYBAHHS 3arOTOBKH.
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Cekuis 1. TeopeTU4Hi Ta NpakTU4Hi Npo6nemMu nNnacTM4YHoro hopMoyTBOPEHHSI KOHCTPYKLIiN
MalnHOOyayBaHHA

VIIK.621.774.8

E¢exTuBHICTH 32CTOCYBAHHS AKTUBHHUX CHJI TEPTH NPH PSIMOMY Ta
3BOPOTHbOMY BH/IaBJIIOBAHHI

Caodoa C.®. k.T.H., Bopogaiii 10.11, k.1.H., Hazapyk T.O., marictp.

HarmionansHuii TeXHIYHUHN yHIBepcUTET YKpainu « KHiBChKUN MOJITEXHIYHUH IHCTUTYT IMeHI [ropst
Cikopcrkoro», Kuis, Ykpaina.

Anomauin:Memoio pobomu € niosuwenHs ehexmugHocmi GUSOMOBNIEHHS NOPOICHUCTHUX GUPODIE 8 Wmamnax Ha
OCHOSI  3ACMOCYBAHHS MEXHONOIYHUX CXeM GUOAGNIOBAHHA 3 AKMUGHUMU CUNAMU Mepms, wo 3abe3neuyioms
BMEHULeHHs. NUMOMO20 3YCULIL HA O0e@OpMYIOUOMY [HCMpYMeHmi ma nioguwyloms 1020 cmitkicme. B pobomi
nPOBEOEHO MOOETIB8AHNSL NPOYECI8 NPSIMO20 | 360POMHO20 GUOABNIOBAHHS NOPOICHUCTIUX 3A20MOBOK 6 WMAMNAX 3
aKmueHUMU  cuiamu mepms 6 npozpamuomy cepedosuwi Deform 2D. Ompumano 3anedcHocmi 3ycuiis 60
nepemiujennss pobouoco incmpymenmy. Posensmymo mpu  eunaoku 3 Ppi3HUMU  WEUOKOCTAMU  NepeMilyeHHs
oeghopmyroyoeo incmpymenmy. I[Ipoeedeno noOpigHANbHUL AHANI3 6EIUHUHU 3MEHIUEHHS 3YCUIb NPOYECY 8 3ANeHCHOCHII
610 3HAUEHHSI POZMALYBANLHUX HANPYICEHb BUKTUKAHUX OIEI0 AKMUSHUX CUTL TNEPMSL..

Knrouosi cnoea: xonoome 00’emne wimamnyeauus, npsme ma 360POMHE GUOAGNIOBAHHS, DISHOUMEHHA CXeMd
HANPYs#CeH020 Cmamny ;| 6UOABII08AHHS. NOPOICHUH,

Ha puc 1 mokazaHo cXeMH 3BOPOTHOTO Ta MPSIMOTO BHIABIIOBaHHA. [lpaBa yacTWHa SIKOT
UTIOCTPY€E TIOJIOKEHHS IITaMITy JI0 TIOYaTKy Ipoliecy aedopMyBaHHS (B MOYaTKOBOMY MOJIOKEHHI),
a JiBa YacTMHA IIOKa3ye TIOJOXKEHHS UITaMIly IICias 3IIACHEHHS JedOpMyBaHHS 3aroTOBKH.
[Tyancon 1 gedopmye 3aroToBKy 3, sika CIUPAETHCS HA OMOPY 4, Ta BCTAHOBJIEHA MK MaTpPHIICIO 2.
Martpuiist Mae 3MOTy TIEpEMIIIyBaTUCS Y BEPTUKAILHOMY HaIpsiMi B CTOPOHY Te4ii MaTepiaiy, 1o
neOpMY€ETHCSL.

Puc. 1 Cxema mpouecy 3BOPOTHOI0 Ta MPSIMOTO i BUAABIIOBAHHS MOPOKHUHHU 3 AKTUBHOIO
Ji€10 CUJI TepPTSl.

IIpu YoMy, B BUMAJAKy KOJM UIBUAKICTH MEPEMIIIEHHsS MaTpulli OuIbIla, HDK IIBHJIKICTH
MepeMilleHHsT MeTany Mo JAe(OPMYEThCS, BHUHUKAIOTh AaKTHUBHI CHIIM TEpTsA, SKI 3MIHIOIOTh
MEXaHIuYHYy CXeMy HampykeHOo-1e(opMOBaHOTO CTaHy mpoiiecy. Komu Bka3aHi MIBUIKOCT OHAKOBI
- TepTs Ha KOHTAKTHIM MOBEPXHI MATPUIlL- 3arOTOBKA BIICYTHE. B BUMaaky Hepyxomoi MaTpuili
Ma€EMO TPAJMIIIHHE BUIABIIOBAHHS.
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Xl MHTK “TeopeTu4Hi Ta npakTU4Hi npobnemu B 06pobui maTepianiB Tuckom”, 2023

Po3paxyHOK i MoenroBaHHS TpOIeciB Oyino 3A1CHEHO METOJO0M CKIHUYCHHUX CJIEMEHTIB Yy
MIPOrpaMHOMY cepeoBuIIi koMruiekca Deform 2D

JUi1st MOPIBHSUTBHOTO JTOCTIHKEHHS OYII0 0OpaHo i MpOBEACHO TPU TUITH MOJIECITIOBAHHS, KOJIH:

1. Marpuis He pyxoma

2. IlIBuaKicTh pyXy MaTpHIli JOPIBHIOE NIBUAKOCTI TeUii METaITy 3aTOTOBKH.

3. IIBunkicTe MaTpuili y 2 pa3u OUIbIIA, HDK IIBUAKICT 1€()OPMOBAHOTO METAIY.

Craisp 20, 6_0,2=320 (MIla). IBuakicts nehopMyr0d0ro iIHCTpYMEHTA MOCTIHA 1 JOPIBHIOE
0.5mm/c, xoedimient teprs 0,12

500,00
450,00
400,00
350,00

300,00

o
o

N
o
o

3YCUJLIA, TC
=
3

150,00
100,00
50,00

0,00
0,00 5,00 10,00 15,00 20,00 25,00 30,00

X4, MM
— 1. Matpuiist He pyxomMa

— 2. llIBUAKICTH pyXy MaTpHIli JOPIBHIOE MIBUAKOCTI T€Uil METAITY 3arOTOBKH

3. IIBuaKicTh MaTpHIll Y 2 pa3u NIBU/IIIC

Puc.2 T'padik 3aesxHoCTi 3yCHJLIs Bi/l X0/1y IPH 3BOPOTHOMY BH/IABJIIOBAHHS.
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3YCUJJIA, TC

150,00
100,00
50,00

0,00
0,00 5,00 10,00 15,00 20,00 25,00 30,00

XIJT, MM

— 1,Marpuis He pyxoma
— 2. 1lIBuaKicTh pyXy MaTpulli JOPIBHIOE IIBUIKOCTI TeUii METaTy 3arOTOBKU
— 3. llIBuAKiCTh MaTpHIll y 2 pa3H MIBU/IIIIC

Puc.3 I'padik 3ane:xHoCTi 3ycHiis Big Xony npu NpssMoMy BHIABJIIOBAHHS.

Ha puc.2 Ta puc. 3 npuBeaeHo rpadiku 3a1eKHOCT1 3yCHIUISL B1I IEPEMIIICHHS TTyaHCOHY IS
3BOPOTHOTO Ta MPSMOTO BUAABIIOBAHHS ISl TPhOX BHIIQJKIB: HEPYXOMa MATPHILI, LIBUIKICTH
MepeMIIIeHHsT MaTpHIll Ta 1e(OpMOBAHOTO MeTady OJHAKOBI. IIBUIKICTH MEPEMIllIEHHS MATPHIll B
JIBa pa3u OLIbIIA Bif] MIBUJIKOCTI MEPEMIIICHHS METaly 3arOTOBKH.

OtpumaHi pe3ynapTaTH AOCTIKEHHS MOKa3aiH, 10 3ycwuis nedopMyBaHHS Ha poOOYOMY
IHCTPYMEHT1 — IyaHCOHI, 3MEHILIYEThCS TMiJ BIUIMBOM Jii aKTUBHHX CHJI TEPTA, SKI BUKJIMKaH1
30UTBIIEHHSAM IIBHUJIKOCTI PYXY MEpeMillleHHs MaTpulli B OPIBHSAHHI 31 IIBUIKICTIO CTIHKA BUPOOY,
o BHUAaBIOeThCA. llpu YoMy, mpu nNpsIMOMYy BHIABIIOBAHHS €(EKTHBHICTH BUKOPHCTAHHS
aKTUBHUX CHUJI TEPTS 3HAYHO BUINA, HDK MPH 3BOPOTHOMY. Tak mpu 3BOPOTHOMY BHIABIIOBAHHI
MaKCUMaJbHE 3MEHIIECHHS CTaHOBHUTH 6,43%, B TOil uac sk npu npsimomy csarae 30,4%.

Chucok jgiTepatypu

1. KoBka u oO0bemHas mrammoBka: CrnpaBounuk. B 4-x1. / Pen. coser: E.M. CemenoB (npen.) u ap.. — T. 3.
Xononmuas oovemHas mrammoka / [Tox pen. I'.A. HaBpoukoro. - M.: MammnaocTpoenue, 1987. - 384c.

2. EscrpatoB B.A. Teopust 00pabOTKH METAIOB JaBICHUEM. YUeOHHK Ui CTYJACHTOB BY30B, O0YYAIOIIUXCS 1O

cretl. "MaIiHbl 1 TEXHOJIOTHs 00paboTKN MeTaioB naBieHueM'. — XapbkoB: Buma mkoma. U3n-Bo mpu Xapek. yH-
Te, 1981. — 248 c.
3. Cropoxe M.B., IlooB E.A. Teopus 00paOOTKH METayIOB AaBieHHEM. YUeOHWK JJIs By30B. — 4-€ W3,

niepepa0. u gorn. — M.: MammHOcTpoenue, 1977. — 423 c.
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