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Bseoenue. Wccnenyercs mporiecc OOBEMHOI INTaMIIOBKH
(OLll) HOKOBKHM CIIOXHOTO CEUCHHUs B OTKPHITOM IITaMIIe.
Lens paboTel — onpeneneHne GOpMBI U YHCIa TEXHOIOTHYE-
CKHX IHEPEeX0JI0B MITAMIOBKH JUIS JOCTH)KEHHUS YCIIOBUH orpa-
HUYCHUS 110 MPUHATHIM IapameTpam. [Ipu mpoBeneHHn U3bIc-
KaHUH ONpeNesINCh CICAYIOUINe CHIDKaeMble apaMeTphl:
HEpPaBHOMEPHOCTH J1e()OpMHUPOBAHHOTO COCTOSIHUS B paccMar-
pHBacMOM CEYCHMH TOTOBOHM IIOKOBKH; Pacxoj MeTajla Ha
00JIOHHYIO YacTh ITOKOBKH; OTHOCHUTENbHAs IPOTSHKEHHOCTh
CTaJ1H AOIITAMIIOBKH (T€YEHHE METaIa TOJIBKO B 00JIOH).
Mamepuanet u memoowi. ViccnenoBanust 6a3upyroTcst Ha MPHU-
MEHEHUH YUCICHHOTO METOAa KOHEUHbIX teMeHToB (MKD) k
PEIICHHI0 TPSMBIX W OOpaTHBIX 3a1a4 (HOPMOU3MEHEHHS B
npouecce 00bEMHON MITaMIIOBKU. B KadecTBe mporpamMMHOro
CpencTBa UCTIONB30BaH KoMIuIeke QForm.

Pesynomamor uccredosanus. TlokazaHo, 4T0 pacxoji MeTalIa
MOXeT OBITh CHIKEH ¢ 13—17 % oT 00beMa IOKOBKH B BHI-
O6panHOM cedennu 10 1,8-3,5 %. OTHOCHTENbHAs MPOTSHKEH-
HOCTh CTaJI{H JOIITAMIIOBKH MOKET OBITH COKpaiieHa ¢ 17 %
1m0 0,4 %. HepaBHOMEPHOCTH pacIpeneNeHns] HAKOIUICHHOH
nedopmanyy Mo CEYeHHUIO OLIEHUBANIACh IO COOTBETCTBYIOLIE-
My Kputepuro. OH MOXXET OBITh CHIKEH IO TIPENENIOB, Xapak-
TEPHBIX JUIS 3aa4 ONTHMHU3ALHOHHOTO YPOBHS (IIPU HCIIOIb-
30BaHUM 3arOTOBKM (acOHHOW ()OPMBI) WM YPOBHS palyo-
HaJIBHBIX 3HAYEHHMil (IIPU BBEACHUH OJIHOTO 3arOTOBHTEIHLHOTO
Mepexo/ia).

Obcysrcoenue u 3axmouenusi. PaccmatpuBaemasi B paboTe KO-
JIMYECTBEHHAs] CHCTEMa OLIEHKH MPOLECCOB IITAMIIOBKH MO-
KET TPUMEHATHCS B 000OIMIEHHOM BHAE K JIIOOBIM (opMam
n3pemuii Ol D10 mo3BOIsAET MOBBICUTH KAUECTBO MOKOBOK M
CYIIECTBEHHO CHH3HUTh UX TEXHOJIOTHYECKYIO Ce0EeCTOMMOCTb.

KiioueBble ciioBa: 00beMHas IITaMIIOBKA B OTKPBITBIX
mTaMIax; MeTox KOHeUHbIX 31eMeHToB (MKD); HepaBHOMED-
HOCTh pacrpesiefieHus 1e(OPMUPOBAHHOTO COCTOSIHUSI; OTHO-
CUTCJIbHAsA MPOTAXKCHHOCTb CTaJUU OOLITAMIIOBKH, pacxoq
MeTaia Ha 00JI0i.

Introduction. The die stamping (DS) process of the compound
cross-section in an open die is considered. The work objective
is to determine the form and number of operating steps to ob-
tain the limiting conditions by the adopted parameters. During
the investigation, the following lower parameters are deter-
mined: uneven strained condition of the considered section of
the finished forging; metal consumption on the forging flash-
es; relative length of the stage of stamping finishing (metal
flow only to the flash).

Materials and Methods. The study is based on the use of the
numerical finite element method (FEM) for the solution to
direct and inverse problems of the component forming under
die forging. QForm package is used as a software tool.
Research Results. It is shown that the metal consumption can
be reduced from 13-17% of the forging volume in the selected
section to the values of 1.8 to 3.5%. The relative length of the
stamping finishing stage can be reduced from 17% to 0.4%.
The nonuniformity of the distribution of the cumulative de-
formation along the cross-section is estimated by the corre-
sponding criterion. It can be reduced to the limits typical for
optimization-level tasks (when using a profile piece-part) or a
level of rational values (under the introduction of a single
blanking pass).

Discussion and Conclusions. The quantification of stamping
processes considered in this paper can be applied in the
generalized type to any form of DS products. This allows
improving the quality of forgings and significantly reducing
their production cost.

Keywords: bulk forming in open dies; finite element method
(FEM); deformed state uneven distribution; relative length of
stamping finishing stage; metal consumption on forging flash.
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Beenenme. {1 pa3Butus mporeccoB o0paboTku MeTamwuioB AasieHueM (OMJI) MCHONB3YIOTCS MPOCKTHO-
TEXHOJIOTHYECKHE PEIICHUs, CBA3aHHbIE C OJJHOBPEMEHHBIM MOBBIIIEHUEM KaueCTBa MPOIYKIMU U JOCTUKEHUEM DKO-
HOMHH METaJUIO- U SHepro3atpat. B o6semuoit mrammoske (OIL) nmeHHO 3TN MTOKa3aTenn HanOojee IMOJIHO YIUTHIBa-
10T crienu(UKy OpraHU3alui TEXHOJOTHI KY3HEYHO-ITaMIOBOYHBIX Tpou3BoacTB (KIIT) (mpexme Bcero, ux Clox-
HOCTb M MACIITAGHOCTB) ¥ MO3BOJISIOT KOHKYPHUPOBATH C APYTHMH HAMPABICHHSIMH METAYPrHH M MAITHHOCTPOCHHS .

Hapsimy ¢ mporieccamu OILl B OTKPBITHIX MITaMIIaX IIAPOKOE PACIIPOCTPAHEHUE TIOTYYHIIA CXEMBI IPOIIECCOB
3aKpBITOH TaMIOBKA. OHM TIO3BOJISIIOT CHIDKATh MOKA3aTeNH pacxoja INTaMITyeMOro MeTaylla mpu Ooiiee paBHOMED-
HOM pacIpe/eicHiH 1e()OpMUPOBAHHOTO COCTOSIHHS MO 00BhEeMY MOKOBOK 3a CUCT MOBBIIICHHUS CPETHUX TOKa3aTeien
HAMPSKEHHOTO COCTOsHUS. KpoMe Toro, maHHBIN Moaxoa oOecrmeyrBaeT OoJjiee NIMPOKYIO JIMHEHKY CIIOXKHBIX (HOpM
TTOITyYaeMBbIX H3ICITHHA.

Iporneccer oTkpeiToit OILl B HacToOsIIEEe BPpEeMs IIUPOKO PACIPOCTPAHEHBI, 0COOCHHO B 001aCTH MPOU3BOICTBA
MMOKOBOK C OOJIBIIIMMU MacCOTa0apUTHBIMHU MOKA3aTeIIIMU. DTO 00BICHIETCS psiaoM (hakTopoB. Bo-mepBhIX, 3aKphITas
OLI npexssBisieT Ooiee KECTKUE TPEOOBAHUS K TOYHOCTH 3aTOTOBOK. BO-BTOPHIX, CYIIECTBEHHO BO3pacTaioT Tpebo-
BaHUS K YCHIIUSAM IPOIECCOB IITAMIOBKH OIMHAKOBBIX TI0 CJIOXKHOCTH M Macce MOKOBOK. Kpome Toro, Ha mTaMmoBoM
HHCTPYMEHTE BO3HUKAIOT KOHTAKTHBIC HANPSIKCHUs OOJbIIciH aMIIuTymsl [2]. DTH (GakTopbl 00YCIOBIMBAIOT BHIOOD
000pyI0BaHUs OOJNBIICH MOIIHOCTH M CIIOCOOCTBYIOT YBEIMYCHHUIO YaCTOTHI KPUTHYECKOTO M3HOCA IITAMIIOBOTO MH-
CTPYMEHTA.

OTMEUCHHBIC TEXHOJOTHMYCCKUE CIIOKHOCTU PEIICHBI JIHIIh YaCTUIHO. [IpobiieMa MOBBIIICHHONH 3HEProeMKO-
CTH TPOIIECCOB OCTAETCs aKTyajlbHOW, 1 MMEHHO OHA OKAa3hIBAaeT BJIMSHUE HA MapaMeTpbl OTHOCUTEIHLHON SKOHOMUYE-
CKoH oueHku TexHosoruid OLL.

Kpowme Toro, mpu paccmorpernu mporecco OILl cpaBHUBArOTCS SBHBIC M KOCBEHHBIC MOKA3aTeId KadyecTBa
MITAMITYEMBIX TIOKOBOK, B YACTHOCTH JKCILTyaTallMOHHBIE CBOMCTBA MOJIydaeMbIX W3 HUX nertaieil. Ha uznenue cyme-
CTBCHHO BJIHSICT HEPaBHOMEPHOCTH pacmpelelicHus IehOpMUPOBAHHOTO COCTOSHHS MO 00bEeMy MOKOBOK. DTOH 0OCO-
OCHHOCTH yIeJSIIOCH BHUMaHHE B UCCIENOBaHUAX [3, 4]: OBUTO TOKa3aHo, 4To mporecchl oTkpeiToid OLL B 3TO# wacTn
Oosee ysi3BUMBI. B yCIOBHSIX MPOW3BOACTBA MOI0OOHBIE TOKA3aTENH OLIEHUBAIOT TI0 (aKTy IKCIEPUMEHTAIBHOTO BHEI-
peHusl TEXHOJOTHI U MOCIENYIONIET0 CTPYKTYPHOTO aHanu3a o0pasioB npoaykiuu. OIHAKO aHaTu3 Makpo- U MHUKPO-
CTPYKTYPHI B 00beMaxX Bcel TOKOBKU JOCTaTOYHO YacTO CBOAMTCS K CyOBEKTHBHOM OIICHKE TPYIII KOHTPOJIBHBIX 00Ja-
CTEl, TOATOMY TPeOYeT OT HKCHEPTHOTO NIEPCOHANA OTIBITAa U BEICOKOW KBATU(HUKAINA, & OT TEXHOJIOTOB — OBICTPBIX U
KOPPEKTHBIX PEIICHUN N0 N3MEHEHHUIO TEXHOJIOTUN 1 MTapaMeTPOB YXKe M3TOTOBIEHHON mTaMnoBoi ocHacTkH [5]. Oco-
OCHHO aKTyaJleH 3TOT BOIPOC U H3IeNHH HOBOH (DOPMBI, OTHOCSIIMXCS K IIOKOBKaAM OTBETCTBEHHOTO HAa3HAYCHHS.
Takum 006pa3om, BeCbMa aKTyalbHBI TEXHOJOTHUYECKUE PEIICHHS, KOTOPEIE:

— W3HauYaJbHO HANPABIIEHBI HA 3aJJaHHBIE TTOKA3aTENN MPOIIECCOB;

— TOJIYY€HBI ellle Ha CTaJUuH MPOECKTHPOBAHUS;

— OCHOBAaHbI Ha MPUMEHEHUH PACUETHBIX NOJIXO0J0B C CUCTEMON KOJIMYECTBEHHON OLIEHKH PE3yJIbTaTOB;

— TMO3BOJISIFOT UCKITFOYUTh WM CHU3UTH KOJIMYECTBO UTEPAIIHOHHBIX KOPPEKTHPOBOK CPOPMHUPOBAHHON TEXHOIOTHH.

Js mpouieccoB OILl B OTKPBITBIX IITaMIIaX XapaKTEpPHO BBITECHEHHE M30BITKOB MeTauia B oOsoi. Ero 3a-
y)KEHHas IepBasi 4aCTb — MOCTOBas (cM. epuQepHuitHbIC JIEMEHTHI CIeBa H CIIpaBa Ha puc. 1, 6) B mporiecce cOmmxke-
HUS MHCTPYMEHTa 00ecreurnBaeT NOANOp (MOBBINICHUE THAPOCTATHYCCKOTO HAMPSDIKCHHS) METallia, HaXOJSAIIErocs B

pyube, — TakuM 00pa3oM, BEITIOIHETCS 3a1anHoe popmMooOpazoBanue (MoIydaeTcs 3a1anHas Gopma).

! AktyansrocTh OM/I B OT/IETBHBIX HAaNIPABIEHHAX MAITHHOCTPOUTETFHOTO MPON3BOJICTBA TIOATBEPIKIAETCSA, B YACTHOCTH, IPHMEPOM H3TOTOBIIEHHST
OUI cpepuyeckoro MHCTpYMEHTA JUIsl TOPHO-TIepepadaThIBAIOLICH MPOMBIIIICHHOCTH [1].

MaIHI/IHOCTpoeHI/Ie 1 MallIMHOBEACHUEC
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Puc. 1. Cxema «7» 35KOHOMUYHOI IITAMIOBKY MOKOBKH 32 OJWH TIEPeXo/ (IaHHbIE MPSMOT0 KOHEYHOIIEMEHTHOTO MOICTHPOBAHKS):
HavajbHas cTaaust (a); KoHeYHas cTaaus (6); GparMeHT Mara3uHa o00JI0MHON KaHABKU YKCTOBOTO Pyubs (6) HE MOKa3aH Ha 1o3. (a), (6)

Fig. 1. Scheme “7” of efficient forging stamping in a single pass (data of direct finite-element modeling): initial stage (a); final stage
(6); fragment of flash gutter magazine of finishing die (8) is not shown on position (a), (6)

B pabote [4] moka3aHo, 9TO 00BEM OOJIOSI B CYIIECTBECHHOH Mepe 3aBHCHT OT (POPMBI HCXOIHOM 3aroTOBKH,
MOCTYMAIOIIEeH B OKOHYATENIbHBIA (4uCcTOBOIT) pydeid. [IpuMeHeHre (acoOHHBIX 3arOTOBUTENBHBIX (POPM MO3BOJISET CO-
KpaTUTh 3TOT 00beM (CHU3UTh METAIO3aTPAThl) A0 PAllMOHAIBHBIX 3HAUEHHH — «II0JIE3HBIX», B Ipeesnax 00I0iHOro
MocTHKa [4].

Bropoii HeraTuBHBIN acmekT (HEOOOCHOBAHHOE MOBBINICHUE YCHIIMN M pabOThl 1eOPMHPOBAHUS) CBSI3aH C
(hopMHpPOBaHUEM JIOKAJILHOIO MHTEHCHBHOTO TEYCHUsI MeTayuia B 00Jiol [3]. B mpou3BOACTBEHHBIX YCIOBHAX HEKOP-
PEKTHEII BBIOOP pa3MepoB H (OPM 3aTOTOBOK WK MONy(haOpHUKaTOB (ITOTydaeMbIX HAa MPEOIICCTBYIOUIMX 3arOTOBU-
TENBHBIX NIepeX0/1aX) MPUBOAUT K MOSBICHHIO NEePEeKTa «HEBBHITIOTHEHHE (POPMBI», COTIPOBOXKIAIOIIETOCS BHITCCHEHHEM
9TOrO Xe 00BheMa MeTallla B Mara3uHHYIO 9acTh 00710 (puc. 1, 8). UpeamMepHbIii H30BITOK BEITECHIEMOTO MeTaia 0e3
3HAYMMOTO TEUCHHUS HETIOCPECTBEHHO B 00bEMe pyUbsl IPUBOAUT K MOSBICHUIO HETATUBHOTO A (eKTa JOMTaMIOBKH.
JlomraMnoBKa COMIPOBOKAAETCS MOBBIIIEHHEM HEOOX0IUMOTo yermus MUHIMYM Ha 60 % [4] u oOycioBimBaeT J1oka-
JU3AIMI0 eopMaIlii He [0 BceMy 00beMy H3/IeiHs, a HEITOCPEACTBCHHO B IMH3000pa3HOM 00JIaCTH, PACIIONIOKCHHOM
B IUIOCKOCTH 00JIOWHOT'O MOCTHKA (IUIOCKOCTH pa3bema Iramia, o AanaeiM E. Y. Cemenona) [4]. 1o nmaryOHO BiusieT
Ha CTPYKTYPY ¥ IPOYHOCTHBIE CBOWCTBA IIOKOBKH, YTO HATJISTHO MPOJAEMOHCTPUPOBAHO B [3].

Takum 00pazoM, ciregyeT KOMIUIEKCHO PeIIaTh MPo0ieMbl SKOHOMUH IITAMITyeMOT0 METallla, CHUKEHHS TeX-
HOJIOTMYECKHMX DHEPro3arpar U MOIyYeHHUs TIOKOBOK C PABHOMEPHBIM paclpeiesieHHeM 1e(hOpMHUPOBAHHOTO COCTOSHHUS
(v xak cnencTBue — CTPYKTYpHI). [lpennonaraercst BHIOOpP paliMOHANBHBIX WM ONTUMAIBHBIX (hOPM 3arOTOBOK M HEOO-
XOIMMOTO KOJIMYIECTBA 3aTOTOBUTEIIHFHBIX MIEPEX0/I0B, MTO3BOJIIIONIETO 3Ty (hOpMy MOIYIUTH [6].

B craTpe mpeacTaBieHB pe3yNbTaThl ONpPEACTCHAS PAlHOHAIBHBIX Pa3MepoB U GOPM 3arOTOBOK H Moy(had-
PHUKaTOB. YUHUTHIBast 3TH JaHHBIC W HCIIONB3Ysl KOHEYHODJIEMEHTHOE MOAETHPOBAHUE UL aHANN3a 3a/1a4 (popMom3me-
HeHus [7], MOXKHO JOCTUYD 0003HAUECHHBIX BBIIIE TIOKAa3aTelIeH.

B »ToM cMmBIciTe mpencTaBiseTcs MEPCIeKTHBHBIM PEIICHHE MPOOJIeMBl COBEPIICHCTBOBAHMS MPOIECCOB OT-
kpeiToi OIII B yacTu MOBBIIEHNS TaKUX €€ MoKa3aTeel, Kak:

— SKOHOMHMSI METAJLI03aTpaT (3a cHeT YMEHBIIECHHS pa3Mepa 00I10s1);

— CHW)KEHHME TT0Ka3aTeleil MPOTsHKEHHOCTH CTa/IuH AOIITaMIIOBKH (U, KaK CJIEICTBUE, DKOHOMHHU SHEPT03aTpar);

— TNOBBILIEHNE KAYeCTBEHHBIX CTPYKTYPHBIX IOKa3aTeeil TOTOBBIX M3/IENHNi, OlIEHMBaeMbIX IO 00bEMHOMY pacrpe/ie-
JIeHU10 1e(OpMUPOBAHHOTO COCTOSIHUS B HUX.

HccnexyeTcss BO3MOKHOCTh PAIlIOHATBHOTO TOJXYYEHHUS MOKOBKH 3aJaHHOW CIIOKHOW (DOPMBI CEUEHHS I10-
cpenctBoM oTkpbITol OIIl. C 3TOH 1enbio pemaroTces MpsSMble ¥ 00paTHBIC 3a7add MOCTATUHHOTO (POPMOU3MEHEHHS
YHCICHHBIM METOIOM KOHEUHBIX 37eMeHToB (MKD). B kagecTBe nmporpamMmmMHOro npoaykra uctonssyercs QForm [7].
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B kauectBe MozenpHOrO Marepuana paccmarpuBaetcs Pb mpu ¢ =20° C. B uccnenoBaHun panyoHaIbHOCTD
pa3paboTaHHBIX CXEM OIIEHWBACTCS II0 PAMY TEXHOJOTHYECKUX MapaMeTpOB M ITOKa3aTelNel, XapaKTepHBIX IS MOyda-
€MOT0 M3CIHS:

— CHIDKCHHBIN pacxo]l MeTalljia Ha 00JI0i;
— HHU3Kas HepaBHOMEPHOCTH paclpeaesicHNs] HaKOIUICHHOW Ae(opMaIiii BHYTPH ITOKOBKH;
— COKpaIIeHHast MPOTSHKEHHOCTH CTaINH IO TAMITOBKH.

Jlnis aHanm3a pe3ysibTaToB IPUMEHSIOTCS (M COBEPIICHCTBYIOTCS) METOIMKN KOJIMYECTBEHHOM OLICHKH:

— T€OMETPHYECKON CIIOKHOCTH I0Jy4aeMOi TOKOBKH;
— HEpPaBHOMEPHOCTH pacrpeieeHus qeopmanuy BHyTpH Hee;
— MPOTSDKEHHOCTH CTAUN TOIITAMIIOBKH.

I'eomeTpuueckast CI0KHOCTH (POPMBI TOTOBOI! MMOKOBKH (pHcC. 1, 6) olleHUBaNACh TOCIIE UCKIIOYEHHUS 00105 IO
METOJMKE, PACCMOTPEHHOH B [§], — mo kpuTepuio Sy, KOTOPHIH UII paccMaTpuBaeMoi MOKOBKH (puc. 1, 6) cocTtaBm
Sr=2,55. B pabote [6] omucaHbl 0COOEHHOCTH MPUMEHEHHS JAHHOW METOANKH [T aCHMMETPHIHBIX CEUSHHH.

Marepuansl n MeToabl. MeToaNKa OLeHKH pa3MepoB 00J1051. Pazmepsl 00105 TIpH MITaMIIOBKE Ha KPHUBO-
HIMIHBIX ropsyerramMinoBouHbix npeccax (KI'ILIT), cornacHo cipaBouHBIM peKOMEHIAusIM [2], OlleHUBAIOTCS 10 €T0
tommuHe (7) u 00peMy (V,), KOTOPEIi B 00IIeM cIy4ae COCTOHUT U3 00beMa MOCTHKA (Vyocr) TOMMIHHON Ayer B OOBEMA
MarasuHa (Vy,.) TOJMITUHON Ay

VO = VMOCT + VMal'" (1)

B obmem ciygae obOinoitHas kaHaBka B pydbe mramma KI'TIIT MoxeT uMeTh Kak HOPMHUPOBAHHYIO IIAPHHY
MarasuHa (puc. 1, ), TaK 1 HCHOPMHUPOBaHHYIO. B cilygae mpuMeHeHHsT KaTHOPOBOYHBIX PYYbEB ITUPOKO pactpocTpa-
HeHa (opma ¢ MabIM 00beMOM 001051 B BUE INIaJKOT0 MOCTOSIHHOT'O 33a30pa, BBICOTa KOTOPOro cocrasisier 56—70 %
OT TOJILIMHBI MOCTHKA B Py4bsIX C Mara3uHHBIM 00JIOEM.

IMpu mrramnoske Ha KI'THIT ycunuem 16 MH pexoMeHayeTCst BRIOUPATh BHICOTY MOCTHKA My oer = 2,0...2,5 MM,
a mupuHy b =15...6 MM. Mcnonb3yeMble B MOJETUPOBAHUU MAPAMETPBI PYUbs Ayocr = 2,4 MM U b =10 MM HCXOITHO
MPUMEHSUINCh Ha MIPOM3BOJICTBE U OCTAIOTCS HEM3MEHHBIMU JI0 HACTOSIIEr0 BpEMEHHU. DTU pa3Mephl ONPEEIOT MaK-
CHUMaNbHBII 00BeM 001105 (V,) ISl yCIOBHOTO CiIydas ero IOJHOTO 3amoiHeHus (cM. puc. 1, 6): B npenenax 34 % ot
06BeMa MOKOBKH® 6e3 067105 (xyma BKIIOUEH W 00BeM MocToBO# dactu — 2,13 %). [locnennee B mpaKTHKE paryo-
HAJIBHOW OpTaHM3alliy MITAMIIOBKU MPOMCXOINUT KpaitHe penko. TpaauIioHHO Mara3uHHAs 9acTh PaIllioHAIBHO 3aI0JI-
HseTcs Ha 1/3—1/2, 9To BMecTe ¢ MOCTOBOH YacThIO COCTABIIET MPHONMM3UTENHHO 13—17 % MOMONMHUTENTFHOTO 0TX0Aa
MeTaIa mpu oGpeske 061105 (0T MacChl FOTOBOI MOKOBKH)®.

ParoHansHOCTE NMPECTaBICHHBIX 3HAYEHUH MOATBEpxAaeTcs ApyruMu pabotamu. Hampuwmep, B [9] npuso-
IATCS TAaHHBIC [T 00jiee MPOCThIX ()OPM OCEBBIX CEUCHMH ABYX MOKOBOK cO 3HaueHusmu Sy= 1,31 u Sp=1,01. [{ns
9THX MOKa3aTejiel aBTOPhI UCCICIOBaHMI CHU3MWIN 00beM 00105 (V) ¢ yrapom metamia ¢ 30 % mo 12 % u ¢ 38 % 1o
22 % COOTBETCTBEHHO.

Kak cienyer U3 oTMeueHHOro, 3Ha4eHHEe MPHHATOrO0 pacxojia MeTaa Ha 00JION ¢ YaCTUYHBIM 3al0JIHEHHEM
Mara3MHHOW YacTH CYIIECTBEHHO MEHBIIE, YeM B MPUBEACHHBIX JABYX IpUMepax mpu Ooliee CIOKHON (hopMe MOKOBKH.
Ho naxe 3Ti mapaMeTpbl MOKHO CHH3HUTh, IPUMEHHUB METOAUKH PAIMOHAIBHOTO MPOSKTHPOBAHMS.

[IpuHSsATas B HACTOAIINX UCCICIOBAHUAX METOHUKA 110 JaHHBIM YHCICHHOTO MOJEIUPOBaHHS Oa3upoBaiach Ha
MOJIOKCHUAX OpTaHU3aIH (GOopMOOOPa30BaHMS TOKOBKHU, IPHU KOTOPOH IIAaHHPOBAIOCh, YTO PACX0 00bhEMa IITaMITY-
€MOT0 MeTayia Ha 00JIOH MPHUAETCS UCKITIOYNTEIHHO Ha MOCTOBYIO YacTh, TO €CTh

Viar = 01 Vo = Viger. 2)

B mosrygeHHBIX BapHaHTax CXeM IITAMITOBKH TI0 Pe3yJIbTaTaM MpsSMOTO YHCICHHOTO MOJCITHPOBAHUS, YaCTh U3
KOTOPBIX IIPEJCTaBICHA Hajiee Ha WILTIOCTPAIHIX, BHIIIOJHUTH TOYHO yCIOBHE (2) HE yJalloch, HO OKa3aJoCh BIIOJHE
BO3MO>KHBIM IPUOTM3UTHCS K 38JaHHBIM TIOKA3aTEIISM.

Crenyert 3aMeTHTh, YTO COKpalleHHe 00beMa MOKOBKH Ha BEJIMYHHY V. MPHUBEIIO K HEOOXOAUMOCTH OpraHH-
3al[K PallMOHAIBHBIX CXEM 3aIlOJHEHHs YUCTOBOTO Py4bs C BBINOJHEHHEM ()OPMBI IOKOBKHU 10 MJIM BO BpEeMs 3aroJi-
HEHHs MOCTOBOH 9acTH O0JIOIHOM KaHaBKH. Takum 00pa3oM OblIa MCKIIOYEHA BO3MOXXHOCTD YIPABJICHHUS BHIIOIHEHH-
eM (opMblI 3a CUeT yBEIMYEHHsI pa3Mepa 3aroTOBKU, (POPMHUPYIOIIETro CTa 10 O TAMIOBKH.

? JlaHHOE 3HAYEHME MPUBOJUTCA B COOTBETCTBHH C PACCMATPHBACMBIM KOHTPOJIBHBIM CEYCHHEM TIOKOBKH (IO TLTOMIA/IAM).

? OrpannueHHe IeHCTBUTENBHO, €CIH TPH (JOPMHUPOBAHMU KOHTYPA YHCTOBOI MOKOBKH HET APYTHX CTaTell pacXojia MeTallla — TAKUX, KaK ylaleHHe
TepeMbIYeK TPH MPOIINBKE H IIp.

* 3HaueHus 0TXOMA METalIa PMBOJIATCS OTHOCHTEIBHO MACCHI TOTOBOH TIOKOBKH Yike 63 0671051 PaccMaTpuBaeMble IPUMEpPb! H3TOTOBJICHHS TOKO-
BoK uccnenoBanuch T. Anran, H.-J[)x. Xennunr, A. M. Cabpossim (KomymoOuiickas naboparopust uactutyta uM. barria, CIHA) u X. TonkueHom
(I'epmanus). Kpurepun reoMeTpHIecKoil CII0)KHOCTH YIIOMHHAEMbIX IOKOBOK PACCUMTHIBAIIMCH aBTOPAMH HACTOSIICH CTAThH O YepTexKaM CeUEHHIH,
MpEeACTaBICHHBIM B [9].
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MeToanka aHa/M3a HEPABHOMEPHOCTH pacripefesieHnsi 1e()OPMUPOBAHHOIO COCTOSIHHS. YUUTHIBas pe-
3ynbTaThl paboTsl [10], olleHKa HEPaBHOMEPHOCTH paclpeielieHHs] HAKOTUIEHHOH e(OopMaIiy 10 CEYESHHUIO BBITIONH -
Jlack 10 mapamerpy Js, MUHIMHU3alusi KOTOPOTO ONpe/eNisila BApUaHT TEXHOJIOTHYECKOTO Ipoliecca MITaMIIOBKH M Me-
TOJHKY €r0 pacyera:

n
Z‘I gcp - 8i| ’ Si
— 1=
JS - n : (3)
S,
i=1
3meck €; U S; — COOTBETCTBEHHO WHTCHCHUBHOCTH CTEIICHH AeopManyi Ha TPOHU3BOJIBHOM (i-M) ydacTKe CEYeHHUS U

TUIONIA/k 3TOTO Y4acTKa; €., — CPeJHEB3BEIIEHHOE MO miomany (00beMy) 3HaU€HUE HHTEHCUBHOCTH cTereHn aedop-
Mall{H 110 CEYEHHIO MOKOBKH. B paccmarpuBaeMoM citydae mapaMeTpsl S; onpeessuIiCh INIOMaabio ss9eeK, 00pa3oBaH-
HBIX JIUHUSAMH JlarpaHKeBbIX KOOPIUHAT.

Lens pacyeToB — oIpeaeIeHUe 3ar0TOBUTENBHEIX (hopM noydadpukaroB (M Kak ciencrsue — Qopm 3aro-
TOBHTEJIbHBIX Py4YbEB LITAMIIA), MOCTYIAIOMIMX B YUCTOBOW pyueil. [l HUX BbIpakeHue (3) B paccMaTpUBaeMOM ceve-
HHUH TIOKOBKH IIPHHUMAET MUHUMAaJIbHOE 3HAUYCHHE!

J, > min. @)

B cootBercTBHU ¢ naHHBIME paboThl [11], nprMeHseMBblil OLIEHOUHBIN MOAX0 00JIalaeT 3HAYUTENILHOM 001I-
HOCTBIO HE TOJIBKO 110 Pa3sHOBUIHOCTAM mpoueccoB OM/I, HO ucnonb3yeTcs U B 3aJadax 0ojiee BBICOKOro ypoBHsl. Peub
HICT O 3aJlavaX ONTUMU3AIU TEXHOJIOTUH, PEHIACMbIX METOJOM JUHAMUYECKOI'O IMPOTrpaMMUpPOBaHU.

VYnpasnerne mpoueccoM (GpopMooOpazoBaHUs OCYMIECTBISUIOCH MOCPEACTBOM OTPAaHMYECHUS MHHHUMAIbHOTO
YHCIIa CTENeHEH CBOOO/IBI TEUEHH METala Ha PACUETHBIX CTaJMsIX YHCTOBOTO MEPEXoaa MTaMIOBKH. [Ipu sToM y4u-
THIBaJlach JeopMannoHHas ucTopus GopMooOpazoBaHus UCTIONB3yeMoro nonydabdpukara. Ha puc. 1, a 3t cTemeHn
cBOOOIBI OTIpeIeIeHBI CEMbIO BO3MOKHBIMH HATPaBICHUSIMH TEUCHUS B 9UCTOBOM pyube (I-VII).

MeToauKa OLEHKH NPOTS:KEHHOCTH CTAaIWH JOLITAMIOBKH. lccienoBaHus HampaBiIcHBl HA ITOJTHOE HC-
KIIFOUEHUE CTaJUU JOIITAMIIOBKU M3 mporecca. OHAKO B OTKPBITHIX MITaMIaX AOCTHYb 3TOIO CJIOXKHO, MOXHO JIUIIb
COKpPaTUTh OTHOCHUTENIBHYIO MPOTSKEHHOCTh AOIITaMIOBKU. Ilo3TOMy B HCCIEeOBaHUSAX HCHOIB3YETCS METOMIUKA,
npeaiokeHHas B [12]: KONIMYECTBEHHO OILCHMBAETCS 3HaYE€HHE BEIMYHMHBI NEPEeMEIICHHs] NOABMXHOW YacTH HITAMIIA.
[Tpouecc conpoBoXaeTcsi TEYEHUEM MeTajlla B paccMaTpuBaeMoM o0beMe (TTOJIOCTH IITaMIIa) B OJJHOM HaIpaBJICHUH
U OTHOCHUTCSI K OOIIEeMy NepeMeNIeHNI0, OTCYUTHIBAEMOMY C MOMEHTa KOHTaKTa ¢ 3aroToBKoH. [Ipu Hammumu omHOU
OCHOBHO¥ ITOJIOCTH B 00beMe OCECUMMETPHUIHON MTOKOBKH IPUMEHSIIOCH BEIpakeHHe Bra [12]:

; h h
AR =l | o] | [x100%, (5)
hmax HOR max /yER
h N . .
rac h_ — 3HAYCHHUEC OTHOCHUTCIBbHOU BCIMYHMHBI KOHTAKTHOI'O pa60qer0 X0Ja BCPXHCHU (HOZ[BI/DKHOI/I) 4acTHu
max / HOR

mTaMIiia, COOTBCTCTBYIOMICC TEYCHUIO METa/la B TOPHU3O0HTAJIbHOM HAIpPaBJICHUU B paCCManHBaeMOﬁ IIOJIOCTH,

h

e — TO K€, HO B BEPTUKAJIBHOM HaIllPABJICHUU TCUCHUA.

max /JyER

3HaueHue Mr000H U3 ABYX BEITUYUH BUIA L OTIpEJIeINIIETCS 3aTIOTHEHUEM MOJIOCTH PYUbsl C YIETOM 00b-
max

eMa OOJIOIHOM JacTH B Tpesenax o0noitHoro Moctuka. CiefyeT 3aMeTHTh, 4TO B Iporiecce GOpMOM3MEHEHHS OHA U3
IIBYX KOMITOHEHT (5) Bceraa cootBeTcTBYeT 3HadeHUI0 100 % (Tak Kak OHO M3 TCUSHHI BCEria MPOUCXOINT 10 3aBep-
IICHUS TIpOIlecca MITAMIIOBKH), a BTOpas — B JydlieM (HACAITLHOM) Cliydae CTPEMHUTCS K ATOMY XKe 3HAa4eHHI0. B
OCTAJLHBIX CITydasx MPH 3aBEPIICHUH TEUCHHS METaJlJla B OJHOM W3 HAIlpaBJICHWH (HaMpuUMep, B BEPTUKAIHLHOM) pac-
COTJIACOBaHME MEKIY ABYMs KoMroHeHTamu BospactaeT: Ah') > 0. TI03TOMy ITHTENBHOCTD TEYSHHS TOIBKO BO BTOPOM
HAIpaBJICHUU (Yallle B TOPU3OHTAIILHOM) CUHTACTCS HETaTUBHBIM SBICHHEM, HMCHYEMBIM CTAJHEH IOIMTAMIIOBKU. B
cily4yae OCTaTOYHOI'O TEUEHHUsl MO BEPTHKAIM TAaKOE SIBJIEHHE COOTBETCTBYET CXEME BbIJABIMBAHMS U HE SIBISIETCA CTa-
nueid momraMmnoBku. OHO TakyKe COMPOBOXKIAETCS POCTOM Mapamerpa Js, TOITOMY CUHUTAETCS HETAaTUBHBIM, HO MPHO-
PHUTETHBIM B OTHOIIIEHUH TOPU30HTAIHLHOTO OCTATOYHOTO TCUCHHUS.

Kak BuHO M3 (OpPMBI ce4eHHs TOKOBKH (CM. pHC. 1) B YCIOBHSX IIIOCKOTO Ae()OPMHUPOBAHHOTO COCTOSHHS,
paccMmarpuBaeMasi KOHQUTYpaLHst XapaKTepU3yeTcst IBYMsI KPYITHBIMH ITOJIOCTSIMH — B JIEBOHM M NPABOM YacTsSX KOHTY-
pa (ux obpasytoT pparmentsl rpasiopsl pyubs: 11, VII; 111, V). B artoii cBsi3u BepaxeHue (5) MOXKET TPaKTOBATHCS I10-
pasHomy. UneanbHblii ciydaid, GopMHUPYIOIUI yCIOBHS MUHUMAJIBHBIX SHEPro3aTpar, — 3alOoJHEHHE YHCTOBOTO Y-
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9bs, KOTJIa METAI B KOHIIE Ipomecca TedeT Bo Beex HampaBieHusx (I-VII). MeHHO Takue cXeMbl JOIDKHBI ONpere-
JSITh TTIOCTAHOBKY 3a/a4d oOpaTHOTO MojenupoBaHus. Ho B pe3yibTare MOTPEHIHOCTEH NMPH HMPOBEPOYHOM IPIMOM
MOJIETTMPOBAaHNH YacTO BBIABIIACTCS PACXOKACHHUE YHCIIA HANPaBICHUH TedeHus. (Peub MIeT 0 MOrpemHocTsX, CBsI3aH-
HBIX C UCXOAHOW HEKOPPEKTHOCTHIO 00OpaTHBIX 3a7ady [13], a TakKe ¢ MPUMEHEHHEM ISl X PEIICHUS METOAA M alro-
puT™Ma obpareHus ABmkeHns aedopmupoBanus [14].) B 9Toit cBsI3M BO3MOXKHBI IBE TPAKTOBKH BBIpaXKeHHS (5).

1. Bemmunna Ah') onpenensercst U3 ycIOBHiA 3a0THEHNS [ITAMIIA, TIPH KOTOPHIX MOMUMO FOPH30HTATBHBIX
OOJIOWHBIX TCUCHHH MPHUCYTCTBYET BEPTHKAIBHOE TCUCHHE XOTA OBl B OJHOW M3 JABYX OCHOBHBIX IOJIOCTEH — BBEPX
WU BHU3.

2. Bemmanua Ak ONPENENAETCA U3 YCIOBUH 3allOIHEHUS IITaMIIa, IPU KOTOPBIX MOMUMO T'OPU30HTAIBHBIX
(0OIOWHBIX) TEYEHUH MPHUCYTCTBYIOT IO KpalHEH Mepe IBa BEPTHUKAIBHBIX: IO OJHOMY OZHOBPEMEHHO B Ka)KIOH M3
JIBYX OCHOBHBIX HOJIOCTEI — BBEPX MIIH BHH3.

Taxkum 06pa3om, B IEPBOM CiIydae pedb WAET O MPOTSHKEHHOCTH JBYHAIIPABICHHOTO TCUCHHMS IITAMIIyEMOTO
MeTajjla B OJIHOM M3 JABYX KPYIHBIX IIOJIOCTEH, KOTAa BTOpasl CUUTAETCS YXKE 3alojJHEHHOW. Bo BTopoMm cityuae peub
WJIET O NPOTSDKEHHOCTH JIBYHAIPaBJICHHOI'O TEYEHHs INTAMIIyeMOTO0 MeTajula B JIByX OCHOBHBIX IIOJIOCTSIX OJXHOBpE-
MeHHO. [ToaToMy /U1 0THOTO M TOTO K€ Mpoliecca OlleHKa NPOTSHDKEHHOCTEH Beeraa OyaeT COOTBETCTBOBAThH YCIOBHSIM
CpaBHEHUS:

AR > ARD. (6)
[Ipuyem ycnoBue paBeHCTBa OyaeT MPUMEHUMO TONBKO Ul clIydas HJCaJbHOTO — MHOTOHANpPaBJIEHHOTO (II0 BCeM
HaTpaBJIEHUsIM) TEUEHHsI JO CaMOro KOHI[a Ipoliecca.
WHbIMU cTIOBaMU, yCIIOBHE MUHUMU3AIUH
AR?; ARY — min (7
IIPU TIOHMCKE PallMOHAIBHBIX BAPHAHTOB IITAMIIOBKH 110 MUHUMAJIbHOW NPOTSHKEHHOCTH CTaAMHU JIOLITAMIIOBKH MOXET
OBITh CBEJICHO K 0oJjiee mpocToii hopme:
AR® = min. (8)

CreiyeT OTAenbHO OTMETHT, YTO 3HAUCHHs MOKasaTens Js u mapamerpo AA') B cymecTBeHHOM Mepe ompe-
JIEITSIFOTCST CIIO’KHOCTBIO TE€OMETPUYECKOH (POPMBI TOJTydaeMbIX MOKOBOK: 4eM ciokHee (opma mszpenust (Sy—> max),
TEM BBIIIIE NIpe/IeNIbHbIC 3HAUCHHSI YKAa3aHHBIX NEPEMEHHBIX U TeM CIIO’KHEee JOOUTHCS UX CHHKEHHS B COOTBETCTBHU C
ycnoBusaMmu (4) u (8).

W3BecTtHa npuOmmkeHHas: (pyHKIMOHAIBHAS 3aBUCHMOCTD BIHMSHHS CJIOKHOCTH T€OMETPHUYECKOH (hOPMBI T10-
KOBKH Ha ITOPOTOBBIC 3HAYCHUS KPUTEPUSI HEPAaBHOMEPHOCTH PacCIpeeNieHns] HaKOIIeHHOH nedopmannu. OHa mpen-
CTaBISIETCS B BUJIE CTATUCTUYECKH MOTYYEHHBIX TOJIMHOMHAIBHBIX YCIOBUH Js > f(S7), Meromumxcs B IBHOM BHJE JUIs
nuanazoHa Sre[1...3] [15] (B coOTBETCTBUH ¢ KOTOPBIMH ONTHMAaJbHbIC 3HaUeHUA Js pu St~ 2,55 He MOIKHBI Ipe-
Beimath 0,402, a panmoHajgbHbIe — 0,484)5. Opnaxo 11 ycnoBus (8) TakuX BBIPaXKEHUH HET, T. K. TAHHBIA TapaMeTp
MIOJIEXKHUT 0053aTeIbHON a0COMIOTHON MUHUMM3ALINH, YTO B PEATBHBIX YCIIOBUSAX BBITIONHACTCS PeaKO.

PesyabTaThl HMcciaenoBanms. IlpencrasiseMble pe3ynbTaThl MOMy4YeHB MojenupoBaHueM mpoueccos OIII
YHUCJICHHBIM METOJIOM KOHEYHBIX JJIEMEHTOB IIPU JACHCTBYIOLIEM 3HaueHHU (akTopa KoHTakTHOro Tpenus 0,3 u riry-
oune ceueHns mokoBku 40 M. Mcmone3oBaH nporpaMMHEL kommuieke OForm [7].

[IprMeHeHne IBYX pacdeTHBIX METOANK OOYCIOBHIIO PA3CNICHNE PE3yIbTaTOB HA JIBE TPYIIIIHI.

1) laHHBIE, NOTYyYESHHBIE TPSMBIM MOJAEIUPOBAHNEM (HOPMOOOPa30BaHKA. DTO ANATHOCTHIECKUH IOIXO MPH
3apaHee MPUHATON (OpMe CEUECHUs 3arOTOBKU: PACUETOM OMPEEIIETCSI BOSMOXXHOCTh M PE3YJIbTATUBHOCTD TIOJTyYECHUS
13 Hee MOKOBKU.

2) JlaHHbIe, NOJNyYEHHBIE 00PaTHBIM MOJICIMPOBaHKEM. B aToM citydae Mcxonas u3 GopMbI TOKOBKH PacCUHThI-
Basiach (popMa panMoOHaIBHOI 3arOTOBKM Ha INPEABAPUTEIILHOM IEpexoJie ITAMIIOBKU IPU c(HOPMYJIMPOBAHHBIX Ipa-
HUYHBIX ycloBHsX. OOpaTHBIN pacueT MPOBePseTCs MPSIMBIM.

IlepBas rpymnma DaHHBIX pa3lenseTcs HAa TPH HMOATPYIIBI — B COOTBETCTBHH C HCCIIEOBAHHBIMH CXEMaMHU
IITAMIIOBKM W3 3arOTOBOK: MPSIMOYTOJBHOW (KBaapaTHOH) Gopmel (Hampumep, puc. 1); daconHorr H-obpasznoit (u30-
TponHOH) (OpMEI (eciy Takasi 3aroTOBKa MOCTYNala HEMOCPEACTBEHHO B YHCTOBOM pydei); H-o0pasHoii (annzorpon-
HOH), TIOJIy4eHHOH Ha 3arOTOBUTEIBHOM IIEpeXo/ie ITaMIOBKU (pHC. 2, 3) B 3TOM Xe IuTaMne (ee mapaMeTpsl aHalo-
THYHBI IPEANICCTBYIOMUM QopMam).

’ B paGorax [6, 15] 3Hauenue kputepus Js B 3aBUCHMOCTH OT PUMEHSEMBIX MPOLEYP TMOMCKA CXEM PACYETHOH U SKCTIEPMMEHTAIBHOMN ITAMIIOBKY
KJIacCH(UIUPYeTCca Kak ONTUMH3AIOHHBIE METO/IbI, METO/IbI PAIIMOHANBHOTO MOKUCKA U MPOYHeE (IPOMBIIITICHHBIC H HEPAI[MOHAIBHEIC).
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Puc. 2. BapnaHT «13+» mTaMITOBKH MTOKOBKH B JIBa I€pexoaa 1o JaHHbIM IIPAMOr0 KOHEYHOSJIEMEHTHOI'O MOACIIMPOBAHUA

3arOTOBHMTENBHBIN (a); YnCcTOBOH (0)

Fig. 2. Option “13+"” of forging stamping in two passes according to direct finite element modeling data: blank (a); finishing (6)
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Puc. 3. BapuanT «14+» mrraMrnoBKy MOKOBKH B [[Ba IIEPEX0/(a MO JAHHBIM IPSIMOTO KOHEYHOIJIEMEHTHOTO MO/ICITUPOBAHUSL:
3arOTOBUTEBHBIN (@); YUCTOBOM (6)

Fig. 3. Option “14+"” of forging stamping in two passes according to direct finite element modeling data: blank (a); finishing (6)
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a) 0)
Puc. 4. Bapuant «3» mTaMnoBKY TOKOBKH B /IBa IIEPEX0a, MOJIYYSHHBII IIOCPEICTBOM penieHus ooparHoit 3axaun OLL u mpen-
CTaBJICHHBII 110 TaHHBIM IPSIMOTO KOHEYHOIIEMEHTHOT'O MOZICIMPOBAHNS: 3aTOTOBUTEIBHBIH (a); YNCTOBOH (6)

Fig. 2. Option “3” of forging stamping in two passes obtained by DS inverse problem solution and according to direct finite element
modeling data: blank (a); finishing (6)

Pe3ym>TaT1>1 HCIIOJIB30BAaHUA MCTOAUKHN O6paTHOFO MOACIMPOBAHUA TIPECACTABIICHBI NPUMEPOM INITAMIIOBKH
(cM. puc. 4) nokoBkH U3 nonydabpukara ¢ cedeHneM B opme napaienorpamma. OOpaselr TaMIIoBaics Ha 3aroTo-
BUTEJILHOM IEPEeXo/ic U KaHToBajCcs Ha 90° Mpu YCTaHOBKE B YHCTOBOH pyucil. Bce mooxuTenbHbIe pe3yIbTaThl ObLTH
KJaccH(UIIMPOBaHbI [0 YETHIPEM MOJATPYIINAM U MPECTABICHBI B Ta0I.

Tabmunal
Table 1
Pe3ynbpTaThl MaTEMaTHYECKOTO MOJIETMPOBaHMsl aHanu3upyembix cxem O (MKD)
Results of mathematical simulation of analyzed schemes of die forging (FEM)
Cevenie Ynero JlomrtammoBka, Ak, | Pacxon )
Ne % meramna Ha| Kpurepuit
3arOTOBKH, | IIEpPEXO0- . [Ipumeuanue
CXEMBI v 08 AR ARP 001011, Js
Vo, %
1. [IpsiMOyTOJIbHBIE 3aTrOTOBKH
7 56x60 1 0,66 1,91 2,65 0,565 Puc. 1. P,,,.= 0,49 MH; A =2,79 xJIx
9 58x%58 1 0,69 3,7 2,7 0,568 P,..=0,47 MH; 4 = 2,66 x[Ix
19 54x62 1 0,97 1,38 2,62 0,647 P,..=048 MH; 4 = 1,91 xIx
2. H-o6pa3Hble H30TPOIHEIE 3aTOTOBKH
13 Puc. 2, a 1 0,15 0,55 1,8 0,266 P,..=0,4MH; 4=1,9 xJIx
14 Puc. 3, a 1 0,12 0,606 1,88 0,268 P,..=0,4 MH; 4 =2,0 xJxx

3. C npomexyTo4HbIM 0OpazoBanneM H-o0pa3HbIX aHM30TPOMHBIX (POPM Ha 3arOTOBUTEIIBHBIX MEPEX0/1ax
Puc. 2. P,,,,=0,3/0,4 MH;
A=221+194=4,15kdx
Puc. 3. P,,,,=0,3/0,4 MH;
A=224+206=473 k[x

4. C nmprMeHEeHNEM METOUKHU HAaIPaBICHHOTO (00paTHOTO) MOICINPOBAHHS
Pax=0,162/0,162/0,52 MH;

13+ 58%58 2 0,15 0,39 1,8 0,488

14+ 58%58 2 0,12 0,5 1,88 0,537

1| 45x75,65 3,8 17,6 2,71 0,652 A= 203 5 0.8 = 4.08 e
P,o= 0,73/0,165/0,53 MH;
2 | 4 2 1 2,94 4 max = 0, 1570, 2070, :
5775,65 3 > 7.6 9 0,643 A =1,59+2,2+0,86 = 4,65 ]l
3 4085 2 0,12 2.4 35 0,483 Puc. 4. Py =0,275/0,5 MH;

A=2,46+4,52 = 6,98 kK
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HccnenoBanace Takke BO3MOXKHOCTH TPHMEHEHUs] 3arOTOBOK KPYTJIOTO IIONEPEYHOTO CEYEHHsS HENoCpen-
CTBEHHO B YHCTOBOM pPYyUbe C Pa3IMYHBIMH YCIOBUSAMH MO3UIMOHUPOBAHUS B HEM U IpeBapUTEIbHBIMH NepexoiaMu
OCaJIKH IUIOCKUM WJIHM (DACOHHBIM WHCTPYMEHTOM. ODTH HCCIEJOBAaHHSA HE JAalli IOJIOKUTEIBHBIX PE3YJIbTATOB IO BbI-
TIOJTHEHHIO ()OPMBI U OTCYTCTBHUIO PUIIOBEPXHOCTHBIX J1E(EKTOB.

[TouTn OTHOTHITHBI CXEMBI MITAMIIOBKH B OJIMH IIEPEX0]] U3 3arOTOBOK C MPSIMOYTOJILHBIMH ITOTIEPEYHBIMU CE-
yeHustMU 56x60 MM (puc. 1), 58x58 MM 1 54x62 MM. OHH TO3BOJISIOT CHU3UTH BEJIMYUHY OTXO0Ja MeTajuia B 000 10
2,7 % ¥ COKpaTHTh MPOTHKEHHOCTD J0TaMIIOBKH A/ 110 npenena — meHee 4 %. Ilpu aToM dopMupyemasi HepaBHO-
MEpPHOCTH 1e(hOPMUPOBAHHOTO COCTOSIHUA J5 cymecTBeHHO (B 1,17—1,34 pa3a) mpeBblmaeT pannoHaIbHBIA Mpeed.

[Ipumenenne 3arotoBok u30TponHoii H-o0pa3Hoii acuMMeTpudHON (GOpMBI, MOTYUYEHHBIX OTAENBHO Ha 3aro-
TOBHUTEIHHOM IPOHM3BOJCTBE (HAIIpUMEp, MPOKATHOM) M IPOIIEANINX MTOBTOPHYIO TepMooOpadoTky nepex OILI, mo3Bo-
JMII0 JOOUTHCA MaKCUMAIBHOTO CHIKEHHS TOKa3atels Js (Jake HIKe MaKCHMaJIbHOTO ONTHMHU3AIMOHHOTO IPENena).
OTO MOXKHO OOBSCHUTH HEIOCPEJCTBEHHBIM HCKJIIOUEHHUEM BIMSHUS 3aroTOBUTENBbHOH (opmMooOpasyromeld craaun
noxyadpuKara U3 HCTOPUH Ae(HOPMHUPOBAHHOTO COCTOSHHSI TOTOBOH ITOKOBKH.

[Mpumenenne nonyhaObpUKaTOB, aHAJOIMYHBIX 10 (opMe HpenmecTByonM 3arotoBkam (H-o0pas3HeiM), HO
HMEIOIINX aHU30TPOINHOE Ae(hOPMUPOBAHHOE COCTOsIHUE (pHC. 2, 3), chopMHPOBAHHOE HA 3arOTOBUTEJILHOM IE€pPEX0e,
CyIIECTBEHHO MOBHIIACT 3HaueHus kputepus Js (B 1,01-1,11 pa3a Beimie panuonansHOTO Tipeaena). [Ipu atom Al cHE-
KaeTcs 10 MUHUMAaJIbHBIX 3HaueHHH. CylecTBEHHO BO3pacTaeT U Pa3HOCTh B 3HAYCHUAX 3TOTO KpUTepus (TIIpH cpaBHE-
HHUH PACCMOTPEHHBIX BAPHAHTOB).

[TpumeHeHne METOJUKH pELIeHUs] 0OpaTHBIX 3a71a4 (OPMOU3MEHEHHS 0 aIrOPUTMY OOpaIleHHs IBHIKCHUS
neopMUpPOBaHHMS TIO3BOJIMIIO ITOJIYIUTh CXEMBI INTAMIIOBKU B TPH U J[BA TEXHOJIOTHYECKUX MEPEXOaA.

CxeMbl B TpH Tepexo/ia MOJIy4YeHbI B MPEANOI0KEHNH, YTO Ha YUCTOBOM IIepexoJie MPUMEHseTCs KaTnOpoBKa
TIOKOBKH B YaCTH BBIITOJIHEHHS Maibix asemMeHToB 11 1 VI (cm. puc. 1, a) coBMecTHO ¢ odopmireHHeM 001105 B ITpeaenax
MOCTOBOH 30HBI. B 3TOM citydyae ObliM BBISIBIICHBI XY/IINE 3HAUCHNUS MTOKa3arenei Js u Ah.

Cxema B n1Ba mepexoja (puc. 4) nmokazana cienyroiiee. Eciu 3apanee 3a1aTbCsl BCEMH BO3MOXXHBIMU HarmpaB-
JICHUSIMU TEUCHMSI METaJJIa B KOHIIE YHCTOBOTO Iepexoa, To (opma 3aroToBKM NODKHA OBITH Onm3ka K Gopme mapai-
JIeIorpaMMa co CKOIICHHBIMU OCTpBIME yritaMu. OHa okasajiach Jydileil o yCloBHio (4) cpeau BApHaHTOB, B KOTOPBIX
MIPUMEHSETCS] IPSAMOYTOoIbHast OpMa 3arOTOBOK U (hacCOHHBIN Moxydadpukar GpopMHUpyeTCs B 3TOM )K€ LITaMIIe Ha 3a-
TOTOBUTENIHOM Iiepexofie. B aTom ciydae 3HaueHus kpurepus Js = 0,483, 9T0 COOTBETCTBYET YIIOMHHABIINMCS paHee
(YHKIIMOHANBGHBIM OTPAaHUYCHHSM TSI PAllMOHAJBHBIX CXEM INTAMIIOBKH M3JENUI ¢ KPUTEPHEM T€OMETPHYECKOH
CIIOKHOCTH ST~ 2,55.

Oobcyxnenne u 3axiawueHusi. OCHOBHBIC Pe3yNbTaThl aHAIHM3a BAapHUAHTOB MPEJCTAaBICHBI B Taba. M3 HuUX
CJIEyeT, YTO MOCIEIHUH BapuUaHT OTJIMYACTCS HECKOJHKO OONBIIMM pacxXoloM MeTajla Ha OOJIOW B CpaBHEHHH C
OCTaJbHBIMHU, HO 3TH 3HAYCHHS CYIIECTBEHHO HIKE TeX, KOTOPbIC IPUBOAITCS B CHPABOYHO-TEXHOJIOTHUECKON JTUTEpa-
Type U B ONMCAHHBIX BBIIIE IPUMEpPaX.

[lo naHHBIM 00paTHOTO M MOBTOPHOTO MPSIMOTO YHCIEHHOTO MojenupoBaHus MKD mnomyudena cxema «3»
IITAaMITOBKH 3a JIBa NIEpEX0/a MOKOBKHU CO CJIIOKHOCTBIO (hopMbl ceueHust Sy~ 2,55. B aTom ciydae pacxon mMeraiia Ha
000ii BBIIE U cocTaBisieT 3,5% OT 00beMa TOTOBOM NMOKOBKH. [IPOTSHKEHHOCTD CTaJMH JTOLITAMIIOBKH AN® %24 %,
Kpurepwuii HepaBHOMepHOCTH AehOpMUPOBAHHOTO cocTostHUA J5 = 0,483. DTO COOTBETCTBYET AOMYCTHMBIM Ipenenam
I parmoHanbHBIX cxeM 0,402 < J5< 0,484,

Ha puc. 5 nnst cpaBHEeHUsI NpeCTaBIICHbl CHIIOBBIE XapakTepuUCcTUKH rponeccoB OIL, cxeMbl KOTOpBIX M300-

paxeHsI Ha puc. 1-4.
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Ilo MmEEHUIO aBTOPOB, CYHICCTBECHHBIM SABJIACTCS cneny}oumﬁ q)aKT. B nponecce nNoucKa panmoHaJIbHBIX PCIHIC-
HHI TOJBKO II0 pe3yiabTaTtaM IMIpsAMOTO MOACIHUPOBAHUSA ObLIH MMpOaHAJIN3UPOBAHBI HECCKOJIBKO ACCATKOB BAapHAHTOB,
KOTOPBIC AaJIn HCTATHBHBIC PE3YJIbTAThI U3-3a Z[C(l)GKTOO6paSOBaHI/I$I ITIOKOBOK pa3J'IPI‘IHOI>i MNpUpoOaBbI. HMmenHo 3 HUX
ObLIH BBI6paHI>I CEMb CXEM IITAaMIIOBKH, MTPUBEACHHBIC B HaYaJIC Ta6.TII/I].[I>I. B O6paTHOﬁ TIOCTAaHOBKE pacCMaTpUBaJINCh
BCEro Tpu CXEMbI. Kamaaﬂ N3 HUX OTJIMYACTCA OT OCTAJIbHBIX 3HAYCHUAMU aHAJIU3UPYEMBIX n01<a3aTenei/'1, HO O6paTHLIﬁ

IOJIXOJI TTO3BOJISIET FAPAHTUPOBAHHO MOJIYYUTD 33/1aHHYI0 (hOPMY ITOKOBKH.
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