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BBenenne. OCHOBHBIM MapaMETPOM, OMPEACSIIOINM d()(PEKTUBHOCTh U Ka4eCTBO MPOLecca POTALMOHHON
BBITSUKKM C YTOHEHHEM CTCHKH, SIBISIETCSl 3HAYEHHE M XapaKTep PaclpelesieHUs! CONpPOTUBICHHS AehopMariuu
Marepuaja MO TOJIIMHE CTEHKM 3aroTOBKU. B TeXHH4ecKoil sTeparype, MOCBSIICHHOH H3YYCHHIO TAHHOTO
Ipolecca, COACPKUTCS HEAOCTATOYHO HMH(MOPMAIMH, MO3BOJSIONICH KOPPEKTHO HAa3HAYaTh TEXHONOTHYECKHE
pexHMbl M ycinoBust 00paOoTku. CTaTbsi IOCBSIIEHA 3SKCICPUMEHTAIBHOMY HCCIICOBAHHIO HM3MEHECHUS
CONpPOTUBJICHHUS Ae(GOpPMAIUN HU3KOYIICPOAUCTON CTAlIM B IPOLECCE POTALMOHHOW BBITSHKKH C YTOHEHHEM
CTEHKH B 3aBHCHMOCTHU OT CTEICHH Je(OopMALNK U yIiia KOHYCHOCTH Aedopmupyiomiero poirka. Lleabio padoTsl
SIBISIETCSL ONPE/ICNICHHE HEPAaBHOMEPHOCTH PACHpPE/ICICHHs CONMPOTUBICHHS JAe(OpMaliy HU3KOYIIEPOAUCTOM
CTaJIM MO TOJIIMHE CTEHKH 3arOTOBKH II0CIE POTAIMOHHOI BBITSIKKM C YTOHEHHEM B 3aBUCHMOCTH OT CTENCHH
nedopMalii U yriia KOHYCHOCTH Aedopmupyromiero ponuka. MeToasl ucciaenoBanus. IIpomecc poTannoHHoi
BBITSDKKH 3aTOTOBOK, MMEIOIMX UCXOAHYIO TOJIIMHY CTEHKH 6,5 MM 1 HapyXHbIi auameTp 203 MM, OCYIECTBISIICS
Ha TPEXPOJIMKOBOM TOpPH30HTaNbHO-packartHOM cranke CPI'-0,6-1500 no npsimomy crnocoOy. Ilmacruyeckoe
(hopMOM3MEHeHHE MaTepHaia 3aroTOBOK BBIMOJHSIOCH IIPU PA3IHYHBIX CTENEHSX Ae(OpMAlUM Ha OIpaBKe
nuamerpoM 190 MM 1e(pOPMUPYIOIIMMHU POJIMKaMHU aAuameTpoM 260 MM € yIJIOM KOHYCHOCTH paBHbIM 20 u
30°. Conporusienus aedopMaldy Marepuaia Mo TOJIIMHE CTEHKH OINPEAEsIOCh Ha INPOJOJIBHBIX oOpaslax,
BBIPE3AaHHBIX U3 00pabOTaHHBIX 3arOTOBOK, METOJOM BHEAPCHHS HHJACHTOpA C H3MEPEHHEM TBEPAOCTH
HaKkoHEYHHKOM Bukkepca. HepaBHOMEpHOCTh pacHpesieieHHs CONPOTHUBICHUS JedOpMally  OLECHUBAIACH
K03 HUIMEHTOM, OIpEJEIAeMbIM KAaK OTHOIIEHHE COMPOTUBICHUA [Ae(OpMAINM HAPYKHOH IOBEPXHOCTH K
COIPOTHUBIICHUIO JIe(OpMALIK BHYTPEHHUX 00BEMOB CTEHKH 3aroTOBKU. Pe3yibTarhl u 06cy:xaenusi. HanGonbuie
3HAYEHHUSI COMPOTHUBICHUS AeOpPMAaIMi ObLIH MOTyUYCHBI HA HAPYXKHOIl OBEPXHOCTH 3arOTOBOK, 0OpabOTaHHBIX
POJIMKOM, @ HAMMEHBIINE 3HAYCHUs 3a()MKCHPOBAHBI BO BHYTPEHHEM O00beMe CTEHKHM 3aroToBoK. OleHka
HEPaBHOMEPHOCTH PACIPE/ICICHUs CONPOTHBICHNS Je(OpMAlli IO TOJNIIMHE CTCHKHM 3arOTOBKM BBINOJIHEHA C
HOMOIIBI0 KO3 ULHEHTa HEPAaBHOMEPHOCTH, PABHOIO OTHOIICHUIO CONPOTHBICHHI JedopMaliii HapyKHOTO
CJI0Sl M BHYTPCHHHX 00BEMOB CTCHKH 3arOTOBKHU. BBIsBICHO, 4TO Hanbosee OMACHBIMH 30HAMH, MO/IBEP)KCHHBIMH
Pa3pyLICHNIO B MPOLECCE POTALMOHHON BBITSKKH, SBIAIOTCS BHYTPEHHHE 00bEMBbI MaTepHaia, MPHUICralomue K
HapyKHOMY IIOBEPXHOCTHOMY CJIOIO 3aTOTOBKHU. YCTaHOBIICHO, 4TO KOA(D(GUIHEHT HEPaBHOMEPHOCTH PACIIPEICICHNUS
HanpspKeHUH 1pu 00paboTKe POIMKOM C yrIoM KoHycHocTH o = 30° mpumepno Ha 10 % Goiblie, yeM ¢ yriioMm
xorycHoctH o = 20°. C yBenuueHuem crenenu aedopmaniu KodOGUIMEHT HEPAaBHOMEPHOCTH PaCHpeaeICHUsI
HaIpPSDKCHUI BO3pacTaeT, HO OYeHb HE3HAYUTEIbHO. [lomyueHHbIe 3aKOHOMEPHOCTH OOBSCHSIOTCS, B YaCTHOCTH,
HAaIUIbIBOM, KOTOPBIN 0Opa3syercs nepes posukoM. I1o moimyueHHBIM pesysbraTaM JaHbl 00line PeKoMeH Ay 1o
Ha3HAYEHUIO CTeHEHHU Jieh)OpMalMK U yIVIa KOHYCHOCTH POJIMKA IIPH BBITOIHEHHN POTALlMOHHOI BBITSOKKU. Kpome
TOTO, OJTy4YEHbI SMITHPUYCCKHE 3aBUCUMOCTH JIe(h)OPMAIIMOHHOTO YIIPOUHCHHS MaTepHrana JUis pa3iiniHbIX 00beMOB
3arotoBku. [Ipeaaraemas METOMKa ONMpEEICHNSI HEPABHOMEPHOCTH PACHpE/ieICHUs HAPSHKCHHI MOXET ObITh
HCIOJIb30BaHa TPU Pa3paboTKe MPOIECCOB 00pabOTKM NABICHHEM M B MPOCKTHPOBOYHBIX pacyeTax 3JIEMEHTOB
KOHCTPYKIIMH.

Jas nurupoBanusi: Yoanos A.B., Yoanos A.A. ViccnenoBaHue W3MEHEHHs COMPOTHBICHUS Ae(HOpMAllUK HU3KOYITIEPOIUCTON CTalld B
IIpoLecce POTALMOHHOIT BHITSKKH C yTOHEHHEM cTeHKH // O6padoTka MeTayuioB (TeXHOIOr s, 000py10BaHue, HHCTpyMeHThI). — 2019. — T. 21,
Ne 3. - C. 59-71. - DOI: 10.17212/1994-6309-2019-21.3-59-71.
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UM ¥ MOXKET BBIMIOJHATHCS MPSIMBIM M OOpaTHBIM
criocoboMm (puc. 1). JlanHbIl Tporiecc MIMUPOKO UC-
MOJIB3YETCS IPU U3TOTOBICHUH OCECUMMETPHYHBIX
JIETAJIEN C MOCTOSHHOW M MEPEMEHHOM TOJIILMHOMN
crenku [1-4]. Jledbopmupyromumu 31eMeHTaMH
SIBJISIFOTCSI IMJIMHIPHYECKasi ONPaBKa M POJIUK, UMe-
IOIIMI KOHUYECKYIO0 WIN TOpooOpasHyto ¢opmy. B
nporecce 00pabOTKH POIMK COBEPIIACT KaueHHUE 110
BpaLIAIOLIENCsl 3arOTOBKE C 3aJaHHOM OCEBOM I10-
nadeil 1 o0ecriednBaeT MPUHYAUTEIbHOE YTOHEHNE
CTEHKH J10 TpebyeMoro 3HaueHus. B npexenax reo-
METPUYECKOro ouyara JedopMaluy MaTepual Haxo-
JUTCS B yCIIOBUSAX HEPAaBHOMEPHOTO BCECTOPOHHETO
CKaTHsl, YTO B 3HAYMTEIBHOM CTENEHH YCIOXKHSET
TEOPETUYECKOE HCCIEeIOBAHNE HAaIpsHKEHHO-1e-
(OpMHPOBAHHOTO COCTOSIHUSI JAAHHOTO IpoIecca.
310 00yCNOBIMBAET TO, YTO COBEPIICHCTBOBAHHE
TEXHOJIOTHH MpOIecca POTAMOHHOM BBITSKKU Oa-
3UpyeTcs B OCHOBHOM Ha pe3yJibTaTax dKCIepUMeH-
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TaJbHBIX KCCIICIOBAHMIA, HA OCHOBAHUU KOTOPBIX
pa3pabaThIBalOTCS PA3IMYHBIE TEOPETUYECKHUE MO-
nenu [5—13].

B pabote [5] Ha OCHOBaHMHU IKCIIEPUMEHTAIb-
HBIX JIAHHBIX OTMPECIICHbI ONTUMAIbHBIC 3HAYCHHUS
MOJIa4u POJIUKA, a0COTIOTHOTO YTOHEHHUS CTEHKH, a
TaKKe 3a30pa MEX]y OMPaBKOW M 3aTOTOBKOIA, 00e-
CTIIEUMBAIOIIUE HAMIYUYIITYI0 TOYHOCTh M Ka4eCTBO
o0OpaboTku. B pabore [6] TeopeTnyecku Hccieno-
BaHa U SKCIIEPUMEHTAILHO TIOATBEPKICHA CTEIIEHb
BIIUSTHUS YaCTOTHI BPAIICHUS 3aTOTOBKH, HHTEHCHB-
HOCTH MOJAYM OXJIAKIAKOIIEN KUIKOCTA U OCEBOU
MoJlaYM Ha IIEPOXOBATOCTh 00pabOTaHHOM MOBEPX-
HocTH. B pabore [7] uccnenoBanock BIUSHUE Ia-
paMeTpoB Mpoliecca POTAMOHHON BBITSKKH C YTO-
HEHUEM Ha HM3MEHEHHE CTPYKTYpPHI YIIEPOAMCTOM
ctamu. Ha OCHOBaHWUM HW3BECTHBIX JKCIIEPUMEH-
TaJbHBIX U TEOPETUIECKUX UCCIICIOBAHMI pa3pado-
TaHa oO0IIasi METOIMKA MPOCKTHPOBAHUSI TIpoIIecca
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Puc. 1. llpyHIATIMATBHBIE CXEMBI POTAITMOHHON BBITSKKH C YTOHEHHEM CTEHKH:

®,,— YIJI0Bas CKOPOCTh ONPABKH; M, — YIJIOBAsk CKOPOCTh POIIHMKA; S — OceBas Moja4a PoInKa;
D — nuameTp ponuKa; o — yrojl KOHyCHOCTH POJIMKa; d, — Hapy KHbIH JMaMeTp UCXOHOM 3a-

TOTOBKH; d,, — TMAMETP ONPABKY; £, U L

— HadaJIbHas U KOHCYHAas TOJIIHNHA CTCHKH 3arOTOBKH,

At — abcomoTHast AeOpMAaIlHs CTCHKH 3arOTOBKH

Fig. 1. Schematic diagrams of flow forming:

®,,— angular velocity of the mandrel; o, — angular velocity of the roller; § — axial feed roller;

D — diameter of the roller; a — angle of the roller taper; d; — outer diameter of the original

workpiece; d,,— diameter of the mandrel; £, and ¢, — the initial and final wall thickness of the
workpiece; At — absolute deformation of the wall of the workpiece
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POTALIMOHHON BBITSDKKUA C YTOHEHUEM CTEHKH [8],
YUUTHIBAIONIAsE OCHOBHBIE (DAKTOPHI, BIUSIOIINE HA
TOYHOCTh U KauecTBO 00paboTku. BrnusHue vacto-
Thl BpallleHUs] 3arOTOBKH, OCEBOM MOAAYu POJIMKA
U cTeneHu AedopMali Ha MOTPEIIHOCTH (HOPMBI
00paboTaHHON MUIMHAPUYIECKON TOBEPXHOCTH Jie-
TaJau paccMoTpeHo B pabote [9]. OcHoBHBIE (aKTO-
PBbl, OKa3bIBAIOIIKE JIEUCTBUE HA HEPABHOMEPHOCTh
IJIACTUYECKOTO0 TEYEHHUsl Marepuana B Ipolecce
POTAllMOHHON BBITSDKKH IO OOpaTHOMY CIIOCOOY,
paccMotpensl B padore [10]. B paborax [11, 12]
OnpeeseHbl NMpeAesibHbIe 3HAYEHUsl CTEIEeHU Jie-
dbopmaru B mpoIEecce POTAIMOHHON BBITSIKKH C
YTOHEHHEM B 3aBUCUMOCTH OT T€OMETPUUECKHUX Ia-
pameTpoB nedopMupyomux poiaukoB. Paspadora-
HO HOBOE€ YCTPOMCTBO JJI1 POTALIMOHHOM BBITSKKU
¢ yToHeHueM [13], mo3BoJsitoliee MOBBICUTh TOU-
HOCTh U Ka4eCTBO 00pabOTKH.

Ocobyto poib mpu pazpaboTke mporecca po-
TallMOHHOW BBITSDKKH TPUOOpETaeT MpaBUiIbHAS
olleHKa nedopManuii U HaNpsOKEHUM, KOTOpPHIE B
YCIIOBUSIX JIOKaJbHOTO HATPYKEHUs 00NIaJaroT 3Ha-
YUTEJIbHOW HEPABHOMEPHOCTBIO pacipeiesieHus 1o
TOJIIIIMHE CTEHKH 3aroToBku [3, 14, 15].

B o6miem ciyyae HepaBHOMEPHOCTh HAIPSIKEH-
HO-71e()OPMUPOBAHHOTO COCTOSHUSI MaTrepuaia B
ouyare aedopmanuu OTPAHUYUBAET BO3MOKHOCTH
mpolecca M BBI3BIBACT MOSBICHHE Opaka B BUIE
TpeuuH u menyueHus. Kpome toro, mocie 3akito-
YUTETHHOU TEXHOJIOTUYECKON 00paOOTKU B TOTOBOI
JeTand BO3HUKAIOT HEOMAronpHusITHBIE OCTaTOYHbBIE
HaNpsOKEHUS, CIIOCOOHBIE BBI3BAaTh pa3pylICHUE B
mporecce dKcmTyaranuu. Beibop merona uccneno-
BaHUS HAMPSHKEHHO-1€(OPMUPOBAHHOTO COCTOSTHUS
3aBUCUT NPAKTUYECKH OT BCEX TEXHOJIOTMYECKHUX
napamMeTpoB Impolecca U B KaKIOM KOHKPETHOM
CJy4ae pelaeTcsi UHAUBUAYaJIbHO.

OCHOBHbBIE MOMEHTHI, BBI3BIBAIOIINE HEPABHO-
MEPHOCTh JAe(opMaluii U HAMpsHKEHUN, a TakKe
SKCIIEPUMEHTAJIbHBIE METO/Ibl UX OIPE/IeTICHUs pac-
CMOTpEHBI B paborax [16—19].

[Ipouieccbr 00paboTKU naBieHHEM ¢ mpeodna-
Jaroniel cxeMoil 0ObEeMHOro HANpPSKEHHOTO CO-
CTOSIHMS, K KOTOPBIM OTHOCUTCS M pPOTAlMOHHAs
BBITSKKA, UCCIEAYIOTCS, KaK MPABUIIO, YUCICHHBIM
MOJIETMPOBAHUEM C HCIIOJIb30BAaHUEM METOJA KO-
HEYHBIX 3JIeMeHTOB [20-23].

HecmotTps Ha 3HauYMTENIbHBIA OMBIT SKCHEPH-
MEHTAJIbHBIX U TEOPETHUYECKUX HCCIIEOBaHUM,
HA3HAUYCHHE TEXHOJIOTMYECKHUX PEKHUMOB, oOecre-
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YHUBAIOLIUX TPeOyeMyr0 TOYHOCTh U Ka4eCTBO 00pa-
OOTKH, U HA CETOAHALIHUNA I€Hb OCTAeTCs aKTyaslb-
HOW mpoOneMoil mpH NPOEKTHPOBAHUM IpoLEecca
POTAaLlMOHHOM BBITSKKM C YTOHEHUEM CTeHKH. Oc-
HOBHBIM OOCTOSITENILCTBOM, BIIMSIOLIMM Ha CUIIO-
BbI€ ITapaMeTphI Mpoliecca 00paboTKH JaBICHUEM U
Ka4eCTBO T'OTOBOW IPOMYKLIUH, ABISAETCS 3aKOH U3-
MEHEHHUsI CONPOTHUBIICHUS IedopMaluy Marepuaia
(KpuBasi ypouHEeHHsI), KOTOPBIA MOXKET OBbITh OIpe-
JIEJIEH TOJIBKO dKCIIepUMeEHTaNIbHO. [Ipu aTOM cxema
HanpsHKEHHO-1e(OPMUPOBAHHOTO COCTOSIHUSL Ma-
Tepuajla IIpU MPOBEIECHUU DKCIEPUMEHTA JOJDKHA
OBITh MaKCUMaJIbHO MPUOIMKEHA K YCIOBUSM pe-
aJILHOTO Tpoliecca 00pabOTKU AaBICHUEM.

Ilenpro AKCIEPUMEHTAIBbHBIX MCCIENOBAHUI
SBJIIETCS OIIPENIETICHNE HEPABHOMEPHOCTH pacIpe-
JIeJICHHUs CONPOTUBIIEHUS AepOpMaIii HU3KOYTIIe-
POOUCTON CTajld IO TOJIIMHE CTEHKU 3arOTOBKHU
II0CJIE POTALIMOHHOW BBITSKKU C YTOHEHUEM B 3a-
BHUCUMOCTH OT CTENEHU JehopMalvy 1 yriia KOHycC-
HOCTHU /1€(pOPMUPYIOILETO POJIHKA.

MeToanka npoBeaeHust
IKCIEPUMEHTAJIBLHOI0 HCCICTOBAHNS

B nponieccax 00paboOTKH JaBIeHUEM U3MEHEHHE
COIIPOTHBIICHUS e(OPMALIUU MaTeprata MpeacTaB-
JIIeTCS B BUJE CTETICHHOM 3aBUCUMOCTH [24]

GS=Gso+g(\/§'8)b- (1)

[Ipouiecc pOTaIMOHHON BBITSKKU C YTOHEHUEM
CTEHKHU MPOTEKAeT MPEUMYIECTBEHHO B YCIIOBUSAX
HEPaBHOMEPHOTO BCECTOPOHHETo cxkaTusi. B coot-
BETCTBUU C ATHM HCCIIEIOBAaHUE U3MEHEHHSI COIIPO-
TUBJIEHUS epopManiuy ObLIO BBHIOJIHEHO METOAOM
BHEAPEHUS UHJECHTOpA [25], mpy KOTOPOM BO3HHUKA-
€T aHaJIOTUYHAsl CXeMa HaNpsHKEHHOTO COCTOSTHUS
MaTepuaia 3aroToBKH. MeTol BHEIpEHUsS HHJEH-
TOpa TMO3BOJISIET OMPEAENATh CONMPOTHUBICHHUE Jie-
(dbopMauu MpakTUIECKU B JHOOON TOUKE MO BCEMY
00beMy 3aroTOBKH, YTO SIBJISIETCSI €M0 OCHOBHBIM
JIOCTOMHCTBOM.

B cootBercTBUU ¢ paboToii [25] conmpoTuBiieHNe
nedopmaruu MaTepraia mocyie oopaboTKH JaBiie-
HUEM orpenenseTcs no popmyse

HV,
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rne HV, u HVf— TBEPIOCTH N0 Bukkepcy ucxon-
HOTO U YIIPOYHEHHOI'O Mareprajia COOTBETCTBEHHO.

Takum 00pa3oM, SKCHEPUMEHTAIbHOE HCCIe-
JIOBaHUE M3MEHEHUS CONPOTUBICHUS NedopMaLuu
MaTepuaa B IpOLECCe POTALMOHHOMN BBITSIKKH CO-
CTOSJIO U3 CJEIYIOIIMX ITAIOB.

1. ITonroroBka MCXOQHBIX 3ar'OTOBOK M U3MeEpe-
Hue ux tBepaoct (HV ).

2. PotanioHHast BBITSKKA MCXOHBIX 3arOTOBOK
IPU Pa3IMYHBIX CTENEHSAX Ae(popMali CTEHKHU U
yIllaX KOHYCHOCTH JIe()OPMUPYIOLIETO POJIUKA.

3. I3MepeHne TBEpIOCTH B 3aJaHHBIX TOYKAX
Mmarepuaia oopaboTaHHbIX 3aroToBok (HV f) U onpe-
JIeNIeHHe COMPOTUBIEHUS AepopMaruu 1no Gpopmy-
ne (2).

4. AnnpoxkcuManus IMOJyYEHHBIX SKCIEPUMEH-
TaJbHBIX JAHHBIX C LEJbIO MONyYEHHs] CTEIICHHON
3aBUCUMOCTH Jie(hopMariMoHHOro ynpouHenus (1).

5. Onpenenenne HEPaBHOMEPHOCTH paclpejie-
JICHUsl CONPOTHUBIICHUS AedopMaly Mo TOJIIHUHE
CTEHKH J1e()OPMHUPOBAHHON 3aTOTOBKH.

OBPABOTKA METAJIJIOB

Ycnosus npoeedeuuﬂ IKcnepumenma

PorannonHast BBITSJKKa HMCXOIHBIX 3aroTOBOK
BBITIOJHSUIACh M0 MPSIMOMY CHOCO0y Ha TOPU30H-
TanpHO-packatHoM cranke CPI'-0,6-1500. Konnu-
4eCcTBO JAC(POPMUPYIOIIUX POJIUKOB PaBHO TPeEM
(puc. 2). Ilepen 06pabOTKON POIMKH yCTaHABIMBA-
I0TCSI B OHOW TUIOCKOCTH, IEPIIEHIUKYIIIPHON OCH
BpallleHUs 3aTOTOBKU, U HACTPAUBAIOTCS HA OJIMHA-
KOBO€ YTOHEHHUE TOJIIUHBI CTEHKU Af, T. €. poTalu-
OHHAsl BBITSDKKA MPOU3BOAMIACH 0€3 pa3ieneHus
oyara jie(hopMarmu.

PoranmonHast BBITSDKKa IPOM3BOAMIIACH IIPU
0CeBOM ogaue potukoB S = 1 MM/00 1 yacToTe Bpa-
LIEHUS 3aTOTOBKU 1 = 54 MHUH .

B mporuiecce ucnpiTaHuii UCHOIB30BAIUCH KOHU-
YEeCKHE POJIMKU OTKPBITON KaJIMOPOBKH (puc. 3) 1u-
ameTrpoM D = 260 MM u pabouell MOBEPXHOCTHIO C
ymioM KoHycHocTu oo = 20° u a = 30°. Yron konyc-
HOCTH 3aJHEM MOBEPXHOCTU POJIMKA IMPUHHUMAJICS
paBubM o, = 20°. [llupuna KanuOpyroIEro noscka
ponuka b = 3 mMm. Paanyc 3akpyrieHus nmepexoaHon
MIOBEPXHOCTH IIPHU BEPLIMHE poJuKa ¥ = 2 MM. [{na-
MeTp ompaBku d,; = 190 mm. Marepuan ponuka u
onpasku — ctasib XBI' (TOCT 5950-2000), ume-
I01asl 3HaY€HHE TBEPJIOCTH MOCJe OKOHYATEIbHON
TepmooOpadoTku 58...62 HRC.

WcxonHol 3aroToBKOM SIBISIETCST Topsidenedop-
muposanHas Tpyoa (I'OCT 8732-78) ¢ HapyKHbIM
quamMeTpoM 219 MM U TOMIMUHOW cTeHKH 20 MM.
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Ponukodepxamens

3azomobka

Puc. 2. TpexponukoBasi cxema pOTAITAOHHON BBITSDKKH C
YTOHCHHUEM CTEHKH Ha TOPU30HTAIBHO-PACKATHOM CTaH-

ke CPI'-0,6-1500:

Fr — paaualibHasg Cujia Ha OJHOM POJIMKE; F— cuna MpuxxnuMa
PONHKOIEpKATEST
Fig. 2. Three-roller scheme of flow forming on a hori-
zontal roll machine SRG-0,6-1500:

F —radial force on one roller; F'—force preload of roller holder

B
/\/
D | S
|
Moz
Q WNOHOYHbI
N a;
B 1
VoA,

Puc. 3. TeoMeTpuueckue nmapaMmeTpbl pojiuka
C OTKPBITON KaTHOPOBKOI

Fig. 3. Geometric parameters of the roller with open
calibration

Marepuan ucxonHoit 3arotoBku — craib 20 (TOCT
1050-88). Hcxomnas Tpyba Obuia paspe3aHa Ha
MepHble 3aroToBKU AnuHou £ = 200 mm. [lonyuen-
Hbl€ MEpHBIE 3arOTOBKU IIOJBEPTHYTHI OTXKHUIY B
onHoi neun npu temneparype 920 °C B TeueHue
20 MUH C NOCIEIYIOIINM OXJIaKIEHUEM.
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TBep)IOCTB CTaJIn1 MEPHBIX 3arOTOBOK B MCXOAHOM
cocrosumi (HV ) ompenenena ¢ moMomipio TBEPIO-
mepa TBM 1000 npu Harpyske F = 98,07 H B coot-
BerctBUM ¢ [[OCT P UCO 6507-1-2007. ITpu 3TOM
IS Kﬂ)K}IOf/i 3arOTOBKHU BBITITOJHAJIOCH 110 ACCATH U3-
MepeHuil TBepaocTi. CpeaHee 3HaYeHUE TBEPIOCTH
MCXOIHOTO MaTrepHuajia TOCJe OTXKHUTa COCTaBHIIO
npumepHo HV, =147 .

[Ipenen TEKy4eCTH MCXOIHOTO Marepuaja Cg,
oTpesieNieH METOJIOM MCIBITaHUsI Ha CXKaTHe B CO-
orBercTBUU ¢ I'OCT 25.503-97. C »TOH LENBIO
TpyOHasl 3aroToBKa IpEABAPUTENILHO pa3pesajach
B OCEBOM HAIIPaBJIEHUU Ha TOJOCHI, U3 KOTOPBIX
OBLTM M3TOTOBJICHBI IIECTh 00PA3II0B KBAJIPATHOTO
Ce4YeHHUsl Co CTOPOHOM kBajspara 6 mm. [Ipenen Texy-
YECTH Ha C)KaTHE MCXOAHOTO Marepuaia COCTaBUI
Oy, ~ 260 MIla.

OxoHUaTenpHbIE pa3Mephbl 3aroTOBOK IO Ha-
PY)XKHOM M BHYTPEHHEH MOBEPXHOCTH IOJYYEHBI
toueHueM. lllepoxoBarocTh HapyKHOW U BHYTpPEH-
HEN MOBEPXHOCTH 3aroToBOK R = 2,5...3,2 MKM.
TommyHa CTEHKH MCXOOHOW 3arOTOBKH COCTaBHJIA
f,= 6,5 MM. HOMHUHAIBHBIM BHYTPEHHUH THAMETP
3aroTOBKH paBeH auameTpy onpabku 190 MM u obe-
CIICUMBAET €€ CBOOOHYIO YCTAHOBKY Iepe/l poTalu-
OHHOM BBITSKKOM ¢ MUHUMAJIbHBIM TapaHTUPOBaH-
HBIM 3a30pOM. DCKHU3 3arOTOBKH, MOJATOTOBIECHHOU
JUIS. pOTAIIMOHHOM BBITSDKKH, MOKa3aH Ha puc. 4,
a ee oOmuit BUI — HA pUC. 5.

Ilposedenue skcnepumenma

[ToaroroBieHHbIe 3arOTOBKU OBLIM MOABEPTHY-
ThI POTAIIMIOHHOM BBITSKKE 10 MPSIMOMY CIIOCOOY €

Pa3sIMYHON CTENEHBIO NeQOPMAlUK CTEHKH €, , KO-
TOpasi ONpeAessIach Mo Gopmysie
tr—1y
ea =L 3)

)

3Ha4yeHus creneHu aepopManuu €,, NPEACTaB-
aensl B Ta0n. 1 u 2. J{ns kaxoii crenenu aeopma-
IIUHM UCIOJIB30BAJIOCH MO TpH 3aroToBKU. C IEIbI0
onpezenenus teeproct HV, marepuana o0pabo-
TaHHBIX 3arOTOBOK (pUC. 6) U3 HUX ObUTH BBIPE3aHbI
MPOIOJIBHBIE TTONIOCHI (PHUC. 7), KOTOPBIE 3aTeM OBLITN
pas3pe3aHbl B MONEPEUYHOM HalpaBlICHUH HA YEThIPE
YacTH JJIs y100CTBa MOATOTOBKH MOBEPXHOCTEH M
BBITTOJTHEHUS U3MEPEHUI.

W3mepenue TBEpAOCTH MPOU3BOAMUIOCH B COOT-
BerctBuM ¢ [OCT P ICO 6507-1-2007 Ha GokoBOiA

OBRABOTKAMETALLOV ~ CM

5190 0785

200

Puc. 4. DcKku3 3aroTOBKU

Fig. 4. Workpiece sketch

Puc. 5. O01nil BUJ 3arOTOBKHA

Fig. 5. Workpiece owerview

Puc. 6. 3aroToBKH, MOIBEPTHYTHIE POTAIMOHHOM
BBITSKKE

Fig. 6. Workpieces after flow forming

rpaHu, Ha HAPY>KHOW M BHYTPEHHEW MOBEPXHOCTH
MOITOTOBJICHHBIX 00pa3ioB (puc. 8) mpu Harpy3ke
F =98,07 H. Ha xaxx10i mOBEpXHOCTH BBIMOIHS-
jJoch He MeHee 10 u3MepeHuil ¢ MOCIEaYIOIMHNM
OTIpe/IeTICHUEM CPEIHEr0 3HAUEHUsI TBEPAOCTH IS
Ka)KJI0M TOBEPXHOCTHU B OTAEIIBHOCTH 1O opmyrie

n
_ XHVyg
HV e
f n

; 4)

rie [ — HOMEep U3MEPEHHUS; 1 — KOJIMUECTBO U3Mepe-

Huil TBEproctu; HV £ — Cpe/lHee 3HaYEeHUEe TBEP/IO-
CTH JUISl 3IaHHOM TTOBEPXHOCTH.
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Taomnuma 1
Table 1

Pesyabrarnl Hecae10BaHus CTAABHBIX (6, ~ 260 MIla; HYV, =147) 3aroroBok, moaBepruyThix
POTALMOHHOM BBITSKKE POJIMKOM € YIVIOM KOHYCHOCTH 0 = 20°

The study results of steel (6, ~ 260 MIla; HV, ~147) workpieces subjected to a flow forming with
a roller with a taper angle o = 20°

[Tapametp 3Havenue
Jle(popMAaLMOHHbIE €,, 0,15 0,2 0,27 0,34 0,41
ycinoBuA € 0,16 0,22 0,31 0,41 0,52
HV, 193 201 209 218 223
HapysHast MOBEpXHOCTS G, MITa 3412 354.6 370 385 395
Crenennas 03
3aBHCUMOCTb 6g =260+132(3-¢)
HV,, 180 185 190 197 202
BoKoBast OBEPXHOCTh G Mlla 318,8 327 337 350 357
Crenennas s
3aBUCHUMOCTb Gy =260+93(+/3-8)"*”
HV 184 190 195 202 209
BrtyTperriss Gy, MITa 326 3354 345 356,5 360
MOBEPXHOCTh
CreneHHas
0,299
3aBUCHUMOCTb O3 =260+102(+/3-¢)
Koopuunenr 5 1,070 1,084 1,097 1,100 1,106
HEPaBHOMCPHOCTHU °

11
Ipumedanue: €=In-L — ucTHHHAsA TepOpPMaNHs CTEHKH 3aTOTOBKH; HV 71> HVyy . HV 5 — cpennue 3Ha4eHns TBEPIOCTH
Iy
1o Bukkepcy cOOTBETCTBEHHO Ha HapyKHOW, OOKOBOM M BHYTpEHHEH MOBepXHOCTH o0pasia (puc. §) rmocie poTaloHHON BbI-
TSKKH; Oy, Oy, O3 — CONPOTHBIIEHHE JIe(hOPMALIIM MaTEPHAJIA COOTBETCTBEHHO Ha Hapy»KHOH, GOKOBO¥ M BHyTPEHHEH MOBEPX-
HOCTH 00pasma, onpexaesiemoe mo Gopmye (5)

Puc. 7. llpononbHeIil 006paser], BRIpe3aHHbI 13 00paboTaHHOI 3ar0TOBKH

Fig. 7. Longitudinal specimen cut from treated workpiece

IIprmep pacrionokeHust 30H HHACHTHPOBAHUA  poji 3HAYCHHS TBEPLOCTH HV,un HVf 3aMEHEHBI UX
TpH U3MEPEHUH TBEPIOCTH IOKa3aH Ha pHC. 9. Pe-  cpenpnmu sHaueHmsivu:

3yJIbTaThl M3MEPEHUS TBEPAOCTH IPEACTABICHBI B

tabn. 1 u 2. Conporusienue aedopManuyu Mare- H_Vf s
puaia Ompeaesuioch UIs KaKI0W MOBEPXHOCTH Gs =050 HY. ©)
o0Opasma B cOOTBETCTBUU ¢ (Hopmysoi (2), B KOTO- 0
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Tabnumpa 2
Table 2

Pe3yabTarhl HcC/IeT0BaHUS CTAIbHBIX (6, = 260 MIla; HV, ~147) 3aroroBoK, MOABEPIrHYTHIX
S0 0 e
POTALIMOHHOM BBITSAKKE POJTUKOM € YIIIOM KOHYCHocTH 0 = 30°

The study results of steel (65, ~ 260 MIla; HV, ~147) workpieces subjected to a flow forming with
a roller with a taper angle o = 30°

[apametp 3HaYCHUE
€, 0,2 0,3 0,37 0,41 0,45
Jle(hopMallHOHHBIE yCIOBHS
€ 0,22 0,36 0,46 0,52 0,58
HVf1 223 234 244 252 255
Hapyskrias 0BEpXHOCTE o, MIla 395 415 432 445 451
Cremnennas 0,314
BICIMOCTE g =260+185,8(+/3-¢)
HVf2 191 199 204 209 211
BokoBast MOBEPXHOCTH og,, MIla 339,3 352,6 362 370 373
Cremnennas 03
3aBUCHMOCTD 05, =260+109,7(\3-¢)
HVf3 190 197 201 206 209
BuyTpenHsis Oy MIla 336 348 355.,6 364,5 369,7
OBEPXHOCTh
Crenennas 0,3
3aBHCHMOCTD 053 =260+104,4(-/3¢)
Koopuument 8 1,164 1,177 1,193 1202 | 1,209
HEpPaBHOMEPHOCTH o

nobepxHoCcmb

nobepxHoCcmb

nobepxHocmb

Puc. 8. TloepxHocTu odpasiia
JJ1 USMEPEHUA TBEPAOCTH

Fig. 8 The surface of the sample
for hardness measuring

[Tony4yeHHble 3HAYEHUS CONPOTHUBICHUSA Jie-
(dbopManuu UCTONIB30BaHbl I ONpENEICHUsl CTe-
MEHHBIX 3aBUCUMOCTEH e(opMaliMOHHOTO YIpoy-
Henus (1), koTopble npeacTaBieHsl B Ta0m. 1 u 2.
B kauectBe mpumMepa Ha puc. 10 moka3aHbl KpUBbIe
YIPOYHEHUS] Marepuana HapyKHOW MOBEPXHOCTH
3aroTOBOK, 00paObOTaHHBIX POJIMKAMU C yIIIAMH KO-
HycHoctu 20 u 30°.

C mnpakTHYeCKOM TOYKM 3pEHHs] HEpaBHO-
MEpPHOCTb pacIpe/eleHUusT CONPOTHUBICHUS Je-
dbopmanuu 11€71€c000pa3HO OLEHUBATH MEXIY
o0beMaMM MaTepualia, paclojOXKEHHBIMU B He-
MOCPEACTBEHHON Onau3ocTH Apyr ot apyra. Ilpu
TOM 3HAUEHHUS COMNPOTUBIEHUS JepopManuu
B 9TUX 00BEMax TOJIKHBI MaKCHUMAaJlbHO pa3iu-
4aThCsl MEXKTY COOOM.
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8

Puc. 9. ®opma ouara jedopmaiyiv Ipu pOTALMOHHON
BBITSDKKE M PACIIOJIOKEHHE OTIIEYATKOB ITOCIIE U3MEPEHHUH
TBEPAOCTH Ha OOKOBOH MMOBEPXHOCTH 0Opa3ua:
a-a=20%¢,, =041;6-a=30%¢,, =037, 6—a=30°,
g, =045
Fig. 9. The shape of the deformation center of the flow
forming and location of imprints after measuring the
hardness on the side surface of the sample:
a-a=20%¢,, =041;6-a=30°%¢,, = 0.37;6—a=30°
g, = 0,45

C y4eToM JTaHHBIX PEKOMEHIalluii HEPaBHOMED-
HOCTh pacIpe/ieNieHHsI COMpPOTUBICHUS aedopma-

[[UU OLIEHUBAJACh KOAPPUITUECHTOM

66 Tom 21 Ne 3 2019
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c
5, =251, (6)
052
rae 6. — Kod(Q(HUIMEHT HEPaBHOMEPHOCTH pac-
IPENENEHHsT CONPOTHBICHUS JeopMaluu; Gy, |
G, — CONPOTHUBJIEHHE Je(hOopManuu Marepuana co-
OTBETCTBEHHO Ha HApPYXHOH MOBEPXHOCTH H BO
BHYTPEHHUX 00BbEMax CTEHKH 3arOTOBKH.
Yucnennble 3Hauenns koddduuuenra 8 mpen-
cTaByieHbI B Ta0I. 1 u 2.

Pesyabrarsl 4 00CyKIeHUE

Hcnonp3oBanue MeTona BHEAPEHUST UHACHTOpA
[25] nmo3BOIMIO ONpEneauTh 3HAYEHUSI COMPOTHUB-
neHust nedopmaruu Ha HapY)KHOM W BHYTpEHHEH
MMOBEPXHOCTH 3arOTOBKH IOCJE€ POTAMOHHON BBI-
TSKKH, a TaK)Ke BO BHYTPEHHUX 0oObeMax MaTepu-
ana. Ilomyuena 3HauuTenbHAsT HEPABHOMEPHOCTH
pacnpeziesieHus CONpOTHUBIIEHUs JedopManuu 1o
TOJIIIMHE CTEHKU 3arOTOBKH.

HauGonbiive 3HaueHUs CONPOTUBICHUS Jie-
(dhopmanmu 3aUKCUPOBaHBI HA HAPY>KHOW TTOBEPX-
HOCTH, O0OpaOOTaHHOW POJUKOM, a HAWMEHBIINE
3HaYeHHUs] — BO BHYTPEHHHX OOBbE€MaxX CTEHKH 3a-
rOTOBKH. YHCIeHHbIE 3HAYCHUS 3aPUKCUPOBAHHBIX
rapaMeTpoB TpecTaBieHbl B Ta0n. 1 u 2. JlanHoe
pacnpezeneHue oObsICHIETCS] 3HAYUTENIbHBIMU Jie-
(dhopMarnusiMu cIBUTA HA KOHTAKTHOW MMOBEPXHOCTH
poJuKa, BbI3BaHHBIMU cuiiaMu TpeHus. [locne 00-
pabOTKH POJIMKOM C YIJIOM KOHYCHOCTH o, = 20° Ha
BHYTpPEHHEH MOBEPXHOCTU 3arOTOBKU 3a(pUKCUPO-
BaHbl 3HAUEHUSI COMPOTHUBIIECHUS NedopMalnuu, He-
3HAYUTEIFHO MPEBBIIIAIOIINE COMPOTUBICHUE Jie-
(hopmarnuu Bo BHyTpeHHUX o0bemMax creHkH. [Tocie
00pabOTKH POJIMKOM C yIJIoM KOHycHOcTH o = 30°
3HAYEHHs] COMPOTHUBIEHUS AepopMalud Ha BHY-
TPEHHEH MOBEPXHOCTH M BO BHYTPEHHUX O0beMax
CTEHKH 3aroTOBKH MPaKTUYEeCKU paBHBbL. [Ipu aToMm ¢
POCTOM yTJIa 0L OTMEYAeTCs 3HAaUUTEIbHOE YBEIue-
HUE HaIUIbIBA Mepe] POJIMKOM (pHc. 9), 9To B 11eI0M
CIOCOOCTBYET MOBBILICHUIO HEPABHOMEPHOCTH pac-
TIpeieJIeHHs CONPOTHUBIICHUS Ae(OpMAaIIIH.

Takum o0Opa3oM, HamOoJee OIMacHOW 30HOM,
MOJIBEP)KEHHOM pa3pylleHuI0 B Ipolecce o0pa-
OOTKH, SIBIISIFOTCS BHYTpPEHHHE OOBEMBI Marepua-
Ja, IpUJIeramlre K Hapy>KHOMY MOBEPXHOCTHOMY
cinoro. CrerneHHble 3aBUCUMOCTH Ae(hOPMAaIIMOHHOTO
YIIPOYHEHUS], MONTyYEHHbIE IJISI PA3MYHBIX 30H HC-
cremyeMoro Marepuana (tadn. 1 u 2), COOTBETCTBYIOT
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HWHKCHCPHBIX pacd€TOB, OLICHHNBATH HCPABHO-

MEPHOCTb PacIpeeIeHNs] HAPSKEHUH B 3a-
TOTOBKE IPHU PA3IMUYHBIX TEXHOJIOIMYECKUX
peKuMax, 4YTO MOXKET OBITh MCIIOJIB30BAHO
IpU IPOEKTUPOBAHUM MPOLECCOB 00padOTKU
JTABJIICHUEM.

] 2. IIpouecc pOTAaMOHHON BBITSDKKU Xa-
paKTEpU3yeTCsl 3HAUUTEIBHONM HEpPaBHOMED-
HOCTBIO PAacCIpEleICHUs] CONPOTUBIEHUS Jie-

MATERIAL SCIENCE
Os, . . .
MMa
2
400 1
1
350 F 1
300
250 1 1 1 1 L
0 0.1 0.2 0.3 0.4 0.5 €

Puc. 10. Kpusbie nedopMarmoHHOTO YHIpOYHEHHS HapyXHOU
MOBEPXHOCTH 3aT'OTOBOK, 00pab0TaHHBIX KOHNYECKUM POJIIUKOM:

1 —1pu o = 20°; 2 —pu o = 30°

Fig. 10. Curves of strain hardening of the outer surface of work-

pieces machined with a tapered roller:
1 —ato=20°2-atao=30°

o01IeMy XapaxkTepy U3MEHEHUS COPOTUBIICHUS JIe-
dopmanuy, T. €. ¢ yBenIuueHueMm nedopmanuu uH-
TEHCUBHOCTBH POCTa CONPOTUBICHHUS JePOopMaluu
ymenbiiaetcs (puc. 10).

W3meHeHne yrina KOHyCHOCTH POJIMKA OKa3bIBa-
€T caMO€ CHJIbHOE BIUSHHE Ha HEPAaBHOMEPHOCTH
pacmpeneneHusi  CONpOTUBICHUS  JieopMaluu.
C yBenuueHueM yIiia o CONpoTUBIEeHUE nedopma-
UM MaTepuaia pacteT 0ojee MHTEHCHBHO Ha Ha-
PYKHOI TIOBEPXHOCTH, OOPaOOTAHHON POJIHUKOM.
Hanpumep, "HTEHCUBHOCTD YBEJIMYECHHUS COMPOTUB-
JeHus nedopMaluu npu yrie KoHycHocTH o = 30°
BhIlIe, ueM npu o = 20° (puc. 10). [lonyuennas 3a-
BUCHMOCTH IIPY BO3PACTaHHUH YTJIa 0. OOBSCHSCTCS, B
YaCTHOCTH, YBEJIMYCHUEM HAIUIBIBA MIE€PE]] POITHKOM
(puc. 9) u poctom nedopmaruii cIBUTa, BEI3BAHHBIX
CHJIaMH TPEHUS Ha KOHTAKTHOW TTOBEPXHOCTH.

[lonmyyeHHble pe3ylbTaThl, CBSI3aHHBIE C He-
PaBHOMEPHOCTBIO PACIIPECIICHHUS] COMPOTUBICHUS
nedopMaluu, COOTBETCTBYIOT cliydasM 00padoT-
KM, KOTJla HAa3HAYCHHbIE TEXHOJIOTMYECKUE PEKH-
MBI POTALIMOHHOM BBITSXKKU 00ECIIEUMBAIOT MPOTE-
KaHue mnpoiecca 6e3 Makpopaspyuenuid [11]. [Ipu
HEBEPHO BBIOPAHHBIX TEXHOJOTHUECKUX PEKHUMax
XapakTep pacrpeaesieHus HapsHKeHU CyIecTBeH-
HO M3MEHSETCS, YTO IPUBOJUT K pa3pyIICHUSIM pa3-
JUYHOTO BHJA [5, 6].

BeiBOALI

1. Cnoco0 ompeseneHusi CONMPOTUBICHUS Jie-
dbopmanu mMarepuasioB, IPeJCTaBICHHBIN B pado-
Te [25], TO3BOJIAET C TOYHOCTHIO, IOCTATOTHOM TSI

dopmanun MaTtepuaga Mo TOJIIWHE CTEHKU
3aroTOBKH, YTO HEOOXOJUMO YUUTHIBATh MPH
Ha3HAYEHUU TEXHOJOIMYECKUX PEKUMOB 00-
pabOTKU U reoMeTpUHU Je(pOPMUPYIOLIETO PO-
JMKa.

3. IIpy IpOEKTUPOBAHUMU IPOLECCOB PO-
TallMOHHON BBITSDKKM C YTOHEHHEM CTEHKHU
3HaUEHUs CTeleHel nedopmanuu U yria Ko-
HYCHOCTH pOJIMKa HEOOXOIMMO MPUHUMATH B COOT-
BETCTBHHM C peKOMeHAauusMu padots! [11], yro no-
3BOJIUT CHU3UTh HEPABHOMEPHOCTD PACIpPEAEICHUS
HaNpsUKEHUN U BEPOSATHOCTD IOSBIEHUS pas3pyllie-
HUS MaTepuaa.

4. llpemiaraemasi METOAMKA ONPEACICHUS He-
PaBHOMEPHOCTH DPACIPENEICHUS HAIIPSDKEHUN MO-
&KeT ObITh MCIIONb30BaHA MPU Pa3pabOTKe IMpolec-
coB 00pa0OTKM JAaBICHUEM U B MPOEKTUPOBOYHBIX
pacuerax JIEMEHTOB KOHCTPYKLIHUH.
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ARTICLE INFO ABSTRACT
Article history: Introduction. The main parameter that determines the efficiency and quality of the flow forming is the value
Received: 28 April 2019 and nature of the distribution of the material’s deformation resistance over the wall thickness of the workpiece.
Revised: 16 May 2019 In the technical literature, devoted to the study of this process, there is not enough information to correctly assign
Accepted: 26 June 2019 technological regimes and processing conditions. The work is devoted to an experimental study of changes in the
Available online: 15 September 2019 resistance of deformation of low carbon steel in the process of flow forming, depending on the degree of deformation
and the angle of taper of the deforming roller. The aim of the work is to determine the non-uniform distribution of
Keywords: the resistance of the deformation of low-carbon steel through the thickness of the wall of the workpiece after the flow
Flow forming forming depending on the degree of deformation and the angle of taper of the deforming roller. Research methods.
Taper roller The process of flow forming of blanks having an initial wall thickness of 6.5 mm and an outer diameter of 203 mm is
Hardness carried out on a three-roller horizontal-rolling machine SRG-0.6-1500 using a direct method. Plastic shaping of the
Deformation resistance material of the blanks is carried out at different degrees of deformation on the mandrel with a diameter of 190 mm
Hardening curve deforming rollers with a diameter of 260 mm with an angle of taper equal to 20 © and 30 °. The deformation resistance

of the material through the wall thickness is determined on longitudinal specimens cut from machined blanks using
the indenter insertion method and measuring the hardness with a Vickers tip. The uneven distribution of the strain
resistance is estimated by a coefficient defined as the ratio of the resistance of the deformation of the outer surface
to the resistance of the deformation of the internal volumes of the wall of the workpiece. Results and discussion.
The highest values of strain resistance are obtained on the outer surface of the workpieces treated with a roller, and
the smallest values are recorded in the internal volume of the wall of the workpieces. The estimation of the non-
uniformity of the distribution of the deformation resistance over the wall thickness of the workpiece is made using
an irregularity coefficient equal to the ratio of the deformation resistances of the outer layer and the internal volumes
of the wall of the workpiece. It is revealed that the most dangerous zones subjected to destruction in the process
of rotational drawing are the internal volumes of the material adjacent to the outer surface layer of the workpiece.
It is established that the non-uniformity coefficient of stress distribution when processing with a roller with a taper
angle o = 30 ° is about 10% more than with a taper angle a = 20 °. With an increase in the degree of deformation,
the coefficient of uneven distribution of stresses increases, but very slightly. The resulting patterns are explained, in
particular, by the influx that forms in front of the roller. According to the results obtained, general recommendations
are given on the purpose of the degree of deformation and the angle of taper of the roller when performing the flow
forming. In addition, the empirical dependences of the strain hardening of the material for different volumes of the
workpiece are obtained. The proposed method for determining the uneven distribution of stresses can be used in the
development of pressure treatment processes and in the design calculations of structural elements.
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