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Annomauusn. OcrosHoe npousgo0Ccmeo nyCmomensix U30eiull, UMerouUx NEPUOOULECKU MEHAIOWULICS 6HYMPeHHUll NPpogub,
3axmouaemcs 6 mex/ 0bpadomke noxogxku. OOHAKO NPU MOM 8ETUKU NOMEPU MEMATLIA 8 OTNX00, A MAKIHCe HECMOMPSL HA BbICOKOE Ka-
UeCMeo NOYHAeMbIX U30eUl, UX MeXAHUYecKUue XapaKmepucmuky He 6ce20a COOMBemcmeayom mpebosanuam QyHKYUoHuposarus. B
V31X MEXHUKU, NOOBEPHCEHHOU MANCELIM HASPY3KAM OAHHble OeMmAu NPUHAMO U320MAGTUBAMb U3 6bICOKONPOYHBIX MAMEPUATIOS.
Beuady croacnocmu 06pabomxu 3a20mosoK U3 6bICOKONPOUHBIX CNIAB08 ONEPAYUlL NPOBOOSAM C HOOOPEEOM NOO8ep2aemoll deghopmayilil
30HbI NOTYPadPUKAMa UL € €20 NOAHBIM HaZpesoM. IlepcnekmusHbIM AGIACMCA NPUMEHEHUE MEOTeHHO20 0eqhOPMUPOBALISL 6 20paHeM
COCMOSIHUY NPU ONPeOeNeHHbIX CKOPOCHYIX Yenosusx. Paccmompen npoyecc ghopmuposanus eHympennezo peivea Ha nycmomensix
obonoukax uz mumarogozo cniasa BT6. Jlannvie uzoenust 8 0OCHOBHOM UCHOIL3VIOMCS 8 KAYECMBE BCEBO3MONICHBIX KOPNYCO8 ONist HYHCO
JIeMamenvHOl MexHUKY U U320MaeIUearomcst CREYUANLHLIMU MEMoOaMu MauuHocmpoenus. Beudy npumenenus 6uicOKONpoOUHbIX Ma-
Mepuanos 3a20Mo8oK UMEIOMCSL CIOHCHOCHIU ¢ peanusayuell mexHonozull. B cmamve svinonnena oyenka Cunosbix pexicumos Gopmooo-
pasosanus penvedpa Ha 000104KaAX Ha ocHO8e nposederno2o CAE moodenuposanus. Modenuposatie 8bIMOIHANOCL 8 KOMNIeKce deform.
Axyenm 6 uccnedosarusnx ObL COeNaH Ha OYeHKe Cull 0eqpOPMUPOBAHIUA U UHIMEHCUBHOCTEL HanpsceHull. Buiaeneno enusHue cmeneneti
Oeghopmayuu, cropocmeii OepOpMUPOBAHLUS, 2e0MeMPUU NYAHCOHA HA CUTTY NPOYECCa U UHIMEHCUSHOCTU Hanpsdicenuil. Tlonyuero ypas-
HeHue pespeccuu st oyeHKu cun npoyecca. [lonyuenvl pekomeHOayuu no poeKmupoSaruo MexHON02UI PopMooodpa30e8ars ymorye-
Hull. Ycemanoenenvi pedicumvl 0eqpopmMuposans, nO36onsIoujie 00OUMbCS PAYUOHATILHBIX CUTOBBIX PEHCUMOS, COOMEENCINEEHHO HAZDY-
30K HA UHCIPYMEHM, YO KOCEEHHO GIUAE HA €20 CIOUKOCb, 4 MAKICe HA HANPSICEHHOe COCMOSIHUE 8 U30e.
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Abstract. Core operations with hollow products, having a periodically changing internal profile, consists in the final ma-
chining of press forgings. However, at the same time, metal rejects are high, and despite the high quality of the products obtained,
their mechanical characteristics do not always meet the requirements of functioning. For the equipment units, when subjected to
heavy loads, the parts are usually made of high-strength materials. Due to the complexity of the work on a workpieces made of
high-strength alloys, operations are carried out with heating of the deformed zone of the in-process part or with a total heating.
The use of slow deformation in the hot state under certain speed conditions is promising. The process of the internal pattern for-
mation for hollow shells made of titanium alloy VT6 is viewed. These products are mainly used as various airframes and are made
using special methods of mechanical engineering. Due to the use of high-strength billet materials, there are difficulties with the
mechanization of the production methods. The article evaluates force conditions for generation of geometry on the shells based on
CAE modeling. The simulation was performed in the deform complex. The focus of the research was on the assessment of defor-
mation forces and stress intensities. The influence of deformation ratio, strain rates, punch geometry on the strength of the process
and stress intensity has been revealed. A regression equation to estimate the forces of the process is deduced. Recommendations on
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the design of fillets forming operations have been obtained. Deformation modes aimed at achieving rational power modes, respec-
tively, loads on the tool, which indirectly affects its durability, as well as the stress condition in the product, have been found.

Keywords: extrusion molding; analysis (study), airframes, modeling
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DJIEMEHTHI Y3JI0B M3JIETIUA C YyCUJICHUEM
KECTKOCTH Ha BHYTPEHHUX TMOBEPXHOCTSIX MpU
dbopmMo0oOpa3oBaHUU CBSI3aHBI C MPOLIECCAMH JIe-
dopMHpOBaHUS IMyCTOTENBIX MONy(padpuKaToB
WU TPYOHBIX 3aroToBOK [ 1 — 3]. B y3/max TexHuku,
MOJIBEP)KCHHOH TSDKEIBIM HArpy3KaM JIaHHBIC Je-
TaJIM MPUHSTO U3TOTABIIUBATH U3 BBICOKOPOUHBIX
MatepHaioB. BBuny crnoxHocTH 00pabOTKHU 3aro-
TOBOK M3 BBICOKOIPOYHBIX CIUIABOB ONEpaliu
IPOBOJIAT C ITIOAOIPEBOM I0O/IBEpraeMon aedopma-
MM 30HBI TONTy(aOpuKaTa WM C €ro IOJIHBIM
HarpeBoM [4 — 7]. Kpome Toro, ¢ HarpeBoM 3aro-
TOBKH BO3MOXKHO (hOPMHPOBaHHUE OOJBIINX CHIIO-
BBIX HAarpy30K Ha HHCTPYMEHT U pa3pyllIcHUE Ma-
Tepuajia 3aroToBKH. BBuay sToro HeoOGXoaumo
MOJIJICP)KUBATH TEMITEPATYPHBINA PEXKUM U o0ecte-
YUBaTh HEOOJIBIIINE CKOPOCTH AehOPMHUPOBAHMS.
Kak mpaBuno, QopmupoBaHue CTyNmeHYaTOro
BHYTPEHHETO penbeda Ha KOpIycax peaau3yloT ¢
OOIIMM HarpeBOM HEMOCPEICTBEHHO B pabouem
MPOCTPAHCTBE IITaMIIa. JCKU3 TUMOBBIX JETalei
JaH Ha puc. 1.

Puc. 1. TumoBoii 3CKU3 BHYTpPeHHell MOBEPXHOCTH
nerajieit, gopmupyemoii npu aeopmMupoBaHumn

Fig. 1. A typical sketch of the inner surface of the parts
under deformation

OCHOBHOE MPOU3BOJICTBO MMYCTOTEIBIX H3-
JETMA, UMEIOIMNX MEPUOANYECKA MEHSIOIIUNCS
BHYTPEHHUH NpPOQMIIb, 3aKII0YaeTCsl B Mexo0pa-
00TKe MoKOBKH. OJTHAKO TIPH ATOM BEJTUKH TOTEPH

METaJula B OTXOJ, a TAK)KE€ HECMOTPS Ha BBICOKOE
Ka4yecTBO MOJy4YaeMbIX H3ACIHHA, X MeXaHude-
CKHE XapaKTEPUCTUKU HE BCEr/la COOTBETCTBYIOT
TpeboBaHusAM (yHKIMOHHpoBaHUsA. [lepcnexTus-
HBIM SIBJISIETCSA NIPUMEHEHHE MEIJIEHHOro aedop-
MHUPOBAHHS B TOPSIYEM COCTOSHUH IPH CIOXKHBIX
CKOPOCTHBIX YCJIOBHUSIX, KOTOPOE pa3peluaeT 3Ha-
YUTEIHHO YBEIUYUTH IUIACTHYHOCT JeOpPMUPY-
€MOro MeTajjia, 4TO MO3BOJIAET JOCTUYb 3HAYM-
TEJBHBIX CTENeHel AeopMalui U COKpaTUTD 3a-
TPauMBAEMYIO HA ONEPALMIO SHEPIHIO.

Maiio BHUMaHHUS yJENseTCs B HAy4HO-TeX-
HUYECKOM JMTepaType HCCIEJOBaHUSAM Hamps-
KEHHOT0 U J1e(OPMHPOBAHHOTO COCTOSHUSM 3a-
TOTOBKH, CHJIOBBIX PEKHUMOB U IPEJEIbHBIX BO3-
MOKHOCTeH hopMooOpazoBanus mpu aeopmupo-
BaHUM KOPITYCHBIX 3arOTOBOK B LIESAX (POPMHPO-
BaHUs BHyTpeHHero penseda [8 — 11].

BeinonHeHo MojenupoBaHHe OIEpaluy,
ACKU3 KOTOpOW mpenctaBieH Ha puc. 2. HabGop
BHYTPEHHUX CTYIEHYAThIX yTOJIIEHUNA HAa KOHM-
YEeCKOM 4acTH 3arOTOBKH MPOU3BOIUTCS HA IOJTY-
(abpukarax crutaBa BT6 mpu mocTossHHO#M Temrie-
patype 850 °C. dopmMupoBaHre BHYTPEHHETO pe-
abeda peanusyercs 3a CueT BHEIPEHUS BO BHYT-
PEHHIOIO TTOBEPXHOCTH Moty padpukara pabodero
MHCTPYMEHTa. BBUAYy NOCTENEHHOro BHEIPEHUs
MyaHCOHA CTEHKa moiydadpukaTa MoaBepraeTcs
YTOHEHHIO B 30HE JeOpMHUPYIOMHUX pedep Ha Imy-
ancone. [Ipu aTom mMarepuan nomydadpukara Bbl-
TEKaeT B MOJIOCTH ITyaHcoHa. Takum oOpa3oM pea-
nu3yercst Habop yronenuit. Ha puc. 2 npencras-
neH 3cku3 nonydabpukara mon omeparuio. Tak
’Ke Ha PUCYHKE MPEICTABIEH 3CKH3 paboyero mH-
CTpyMeHTa. B mpouecce MoaenupoBaHusl Bapbu-
poBaiach CKOpOCTh neopMupoBaHUs
5...40 mm/MuH; KO3(h(PHUIMEHT KaHTAaTHOTO Tpe-
Hus 0,3...0,7; Hapy>KHBIM paanyc MOJIOCTH IyaH-
coHa ry, =117...121 MM 1 BeIcOTa HOPMHUPYEMOTO

yrommeHus h =20..45 mMm. Yrom KOHYCHOCTH
o = 5°. YcioBrueM BBINIOJIHEHUA OTIEpaIliy CYUTA-
JIOCh TIOJHOE 3allOJHEHWE BBICTyNAa B ITyaHCOHE
o1 GopMHPYEMOE yTOJIICHHUE.
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Puc. 2. Cxema onepanuu
Fig. 2. Operation diagram

MonenupoBaHUE BBITIONHSJIOCH B KOM-
wiekce deform. AKIEHT B MCCIENOBaHUSIX OBLI
CZIeTIaH Ha OIleHKe CUJl 1e)OPMUPOBAHUS 1 UHTCH-
CHUBHOCTEH HampspkeHui. JJisi yero BO BHYTPEH-
HUX CJIOSIX 3aTOTOBKH, OJIM3KUX K IyaHCOHY ObLTH
BBIOPAHBI TOYKHU JIUII KOHTPOJIS HANPSDKEHUH. Dc-
KH3 C OIEHKOH pa3MeIIeHnusi KOHTPOJIbHBIX TOYECK
nepea GopMooOpa3oBaHUEM U B KOHEUHOMN CTaIUN
npolecca IpeAcTaBiIeH Ha puc. 3.

Puc. 3. Jcku3 ¢ oneHKoii pazMeneHnst KOHTPOJIbHBIX
TOYeK

Fig. 3. Sketch of estimation of control points nesting

J1st BBIOpaHHBIX TOYEK ObLIa MPOU3BEICHA
OLC€HKa N3MCHCHUA MHTCHCUBHOCTHU HaHp}I)KeHI/Iﬁ
OT OTHOCHUTEJIbHON BEJMYMHBI X0aa (hopmMoodpa-
3ytoiero myancona. Ha puc. 4 nansl rpaduku u3-
MEHEHHUSI MHTCHCUBHOCTHU HAINPSHKCHUHN JJIST OTHO-
CUTCJIBHOI'O JUaMCTpa BIAaAWHLBI B IIyaHCOHC
r =D, /Dy =0,93.
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Puc. 4. U3MeHeHHe HHTEHCHBHOCTH HANIPSZKEHUH VISl paccMaTpuBaeMbIxX To4ek (D./D1 = 0,93):

a,6—h=20MM; 6, 2—h=45Mm

Fig. 4. Change in stress intensity for the points under consideration (D. / D1=0,93):

a,c—h=20mm; b, d—h=45mm
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BrisiBieHO, 9TO POCT CKOCPOTEH JBUKCHUS
(hopMo0oOpa3yroIero MyaHCoHa MPUBOAUT K POCTY Be-
JIMYMHBI MTHTCHCUBHOCTY HampsbkeHuid B 2...2,5 pasa.
VBenuyenue BBICOTHI (HOPMOOOPA3yeMOro BHYTPEH-
HETO BBICTYTIa B OCHOBHOM HE BEJICT K YBEINYCHHUTO WH-
TEHCHBHOCTH HANPSHKCHUH B JICTAIIH.

AHaNOTMYHBIC 3aBUCUMOCTH W3MEHEHHsS WH-
TEHCUBHCOTEW HAIIPSHKEHUM [JIs1 OTHOCHUTENTHHOTO THa-
MeTpa BIIaAuHbI B IyaHcone 7 = Dy, / D1=0,97 npen-

CTaBJICHBI HA PHUC. 5.
AHanu3 NpuBEIEHHBIX HIDKE TPAaHKOB M03BO-
JSIET CKa3aTb O TOM, YTO W3MEHEHUE UIMPHHBI

(hopmMooOpazyemMoro yTOJIIEHNS U €TO BEICOTHI HE TIPH-
BOJUT K 3aMETHOMY M3MEHEHHIO HamlpsDKCHHWH B pac-
CMaTPUBAEMBIX TOYKAX U COOTBETCTBEHHO B MaTepHaie
n3nenws B esoM. Haubosbiiiee BIUsiHIE HA MHTEHCHB-
HOCTH HAIpsHDKEHUH B pacCMaTpUBAaeMOM TeMITepaTyp-
HOM HMHTEpBajie OKa3bIBaeT M3MEHEHHE CKOPOCTH Je-
dopmupoBanus. st MeHbIIEH pUHBT PopMooOpa-
3yeMOTO0 YTOJIIECHHUS yBEITHYEHHE CKOPOCTH Ae(hopMHU-
POBaHMS IPUBOAUT K POCTY MHTEHCUBHOCTEH HAIIpsiKe-
HUi B 2,5...3 pa3a. Takum oOpa3om obecrieueHue cko-
pocteit aepopmupoBanus B vHTEpBatE 5. ..20 MM/MUH
o0ecrieyrBaeT HAUMEHBINNE 3HAYCHUS HMHTCHCHBHO-
CTeH HaNpsHKEHUH.
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Puc. 5. U3MeHeHNe HHTEHCHBHOCTH HANPSZKeHUH VISl paccMaTpuBaeMbIX To4ek (D./D1 = 0,97):

a,6—h=20MM; 6, 2—h=45Mm

Fig. 5. Change in stress intensity for the points under consideration (D./D1 = 0,97):

a, c—h=20mm; b, d—h =45 mm

Ncxons n3 anam3a pric. 4 u 5 Hanbosiee Harpy-
YKEHHBIMHU SIBJISFOTCS 30HbI 3arOTOBKH B 001aCTH TOYEK 2
u 4. Jlns MeHbInel mmprHbl opMOooOpazyeMoro yTos-
IIEHUS 3HAUCHUs] HHTCHCUBHOCTEN HANpsHKEHUH B MH-
tepBaie £ =0...0,75 6mus3ku. Cam rpaduik H3MEHEHHS
MHTEHCUBHOCTEN HATPSKEHMM HOCHUT CIOMKHBIN Xapak-
Tep, UTO CBSI3aHO C OCOOCHHOCTSIMU T€USHUsI MaTeprasa
3aroTOBKH. MaKCHMaIbHON BEIMYMHBI MHTEHCHBHOCTH
HAMPSHKEHUI [T TOYeK 2 U 3 UMEIOT B KOHIIE Xo/a. Jlmst

TOYeK / U 4 B UHTEpBAJIE h =0...0,75.

Bemonsena omenka cmn GpopmooOpasoBaHUs
YTOJIILICHHS] HA BHYTPEHHEH MOBEPXHOCTH 3arOTOBKH B
3aBUCHMOCTH OT CTereHel aedopMaiiii U CKOpOCTEH
nedopmupoBanus. Ha puc. 6 npezacraBiensl rpaduku
W3MEHEHHSI CUJIBI Ha ITyaHCOHE P B 3aBHCHMOCTH OT OT-
HOCUTETIFHOTO ~ JIMaMeTpa BMNAIMHBI B  ITyaHCOHE
7 =D, /D) mna BbicoT (OPMHUPYEMOTO YTOJIIIEHHS

h=20u45vm.
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Puc. 6. MU3Menenue cHIbl 1eOPMUPOBAHHUS OT LIMPHHLI (POPMHPYEMOr0 YTOIINEHHS:
a—vo=5MMm/MuH;, 6 —vo= 5 Mm/Mun; I —h =20 mm; 2 —h =45 MM

Fig. 6. Change in the deformation force depending on the width of bulgings:
a—vo=>5mm/min; b —vo=5mm/min; / — 7 =20 mm; 2 - h=45mm

I'paduxu (pric. 6) MOCTPOCHBI TI0 MAKCHMAITh-
HBIM BEeJIMYMHAM CHJI, BO3HUKAIOIINX B Iporecce Gop-
MooOpazoBanust. Ha puic. 7 naHbl rpadmku H3MEHEHHUS
CHJTBI OT OTHOCHTEHHOM BEMYMHBI X01a HHCTPYMEHTA
JUTSL pa3HbIX BEJIMYMH CTeneHel nedopManiy 1 CKopo-
creit 1eopMUpOBaHUSL.

Y CTaHOBJIEHO, UTO YBEITMUCHUE ITHUPHHBI (HOP-
MOOOPa3yeMoro yTOJIIIEHHS] IPUBOIUT K CHHKCHHIO

cwibl neopmuposanus Ha 10...20 %, uTo cBsi3aHO ¢
YaCTHUYHOW pasrpy3KOd IMyaHCOHA BBHUIY HCTEUCHUS
MeTaljIa B [IOJIOCTh MO/ YTOJILEHUE. Y BETMYECHUE BbI-
COTBI ()OPMHUPYEMOTO YYacTKa IPUBOAUT K POCTY
cwibl Ha 30 %. PocT ckopocreii nedopmupoBaHus Be-
JIET K YBEJIMUCHHIO CHJT IITaMIoBKH Ha 35...50 %.
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Puc. 7. U3menenne cuisl B nponecce popMoodpasoBaHus:

2)

a,6—-h=20mm;6,2—~h=45mm; 1~ D /D =0,95;2—-D /D =0,97;3~ D /D =0,93;

Fig. 7. Force change under generation of geometry:

a,c—h=20mm; b, d-h=45mm; /- D /D =0,95;2- D /D =0,97;3- D /D =0,93;
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[TonmyyenHble rpadUKu HOCST CIOXKHBIN
xapakrtep. Ha puc. 8 npeacTaBieHbl CXeMbI MILTIO-
CTPUPYIOIINE CTENEHb 3aII0JIHEHUS [I0JIOCTH B ITy-
AQHCOHE Ha pa3HBIX »JTamax JAepOopMUPOBAHUA.
JlaHHBIE 3aBUCUMOCTH MOKHO YCJIOBHO MOJEINUTh
Ha Tpu ydacTka. Mcxons w3 aHanmuza rpaduka
BUJIHO, YTO Ha MEPBOM 3Tare HaOII0NAeTCS POCT
cun (popmooOpa3zoBaHMsi 1O MOMEHTa Hadala

2
I

3all0JIHEHUS TOJIOCTU. 3aTeEM Ha BTOPOM 3Talle
Ha0JII0/1aeTCsl CHUKEHHE CHJI, YTO CBSI3aHO C aK-
TUBHBIM UCTEUCHHUEM METaJlIa B TIOJIOCTb, (POpMHU-
pyemyio myaHcoHOM. [IpoucxoauT cHuxeHHE
Harpy3ky Ha IOBEPXHOCTb ITyaHCOHA. 3aTeéM Ha
TpEThbeM JTare HaOI0JaeTCsl Pe3KUil POCT Cui,
YTO CBSI3aHO C 3aIIOJIHEHUEM IIOJIOCTH U POCTOM
TUIPOCTaTUYECKOTO JABICHHUS.

P H
1.35¢+006
1.01¢+006
6.76e+005

3.38e+005

o5 [[0900. 5010009

2
71 e
W

| ! ',{D
71

A ¥

¥
VT3
172
T

RN R
o

-0.343 3.86 8.06

12.3

Xo1, MM

Puc. 8. U3menenne cuiasl B nponecce popMoodpasoBaHus:

D /D, =0,95;vo=5 mm/Mun; h =45 Mmm

Fig. 8. Force change under generation of geometry:
D /D =0,95;vo=5mm/min; & =45 mm

beur mpoananmm3upoBaH mporecc Gopmo-
00pa3zoBaHus U3MIETUsI C BHYTPEHHUM peiibedom
MOCpCACTBOM BBIAABJIMBAHHA U3 TIPYyTKa 3a OJUH
nepexon. Ha puc. 9 npencrasiens! rpaduku u3me-
HCHUS CHJIOBLIX HArpy3o0K IJid BbIAABJIMBAHUA [C-
Tald W3 TMpyTKa MpU CTeneHu naedopmanuu
D, /D, =0,95 u BbICOTE BBICTYNA /i = 45 MM. [laH-

HBII rpauK YCIOBHO JICIUTCS Ha MPOIIECC BBIIaB-
JAUBaHUA U (HOPMHUPOBAHHUE YTOJIIEHHS HA BHYT-
PEHHEH ITOBEPXHOCTH JIETaNIH.

CpaBHMB pe3y/bTaThl JUIS BbIJABINBAHUS
U3 TIPYTKOBOH 3aroTOBKU C pe3yJbTaTaMH, MOJY-
YEHHBIMU B XO/I€ MOJEIMPOBAHUSA NTPH HOPMHPO-
BaHUM penbeda Ha MyCTOTENIOM moydadpHukare,
MOYKHO CKa3aTb, YTO JABJICHHE, OKa3blBAEMOE Ha
pabouyro uacTb IyaHCOHa ((OPMHPYIOLIYIO

16.5 207

YTOJNIICHUS Ha 3aroTOBKE) IMPU BBIJABIMBAHUH
npyTka Oosbire B 2,5 paza O0Jbllle, YeM MPHU BbI-
JaBIUBaHUK pedep Ha morydadpukare.

P.xH
12000
8000

4000

0,5

0,75 }1

Puc. 9. U3mMeHeHne cHJIbI B IpoIlecce BbIIABJIMBAHUS

Fig. 9. Force change under extrusion
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ITonb3ysch pe3ysbTaTaMu BBITOJIHEHHBIX
UCCIICIOBAaHUM, OBUIO BBIIIOJHEHO CTAaTHUCTHUYE-
CKOE€ MOJEIMpPOBAaHUE paccMaTpHUBAEMOM omepa-
UK. YCTaHOBJEHO, YTO Ha CHJIy HauOojbllee
BIIMSIHAE OKa3bIBAIOT CIEAyIOIKe (aKTOphl: CKO-
pOCTh IE€peMElIeHUsl IyaHCOHa Vo, MM/MUH,

BbICOTa (hopMooOpaszyemoro ydactka /i, ko3ddu-
LUEHT TPEHUS L.

CdopmupoBana Tabmuna (HaKTOPHOTO
MPOCTpaHCTBa I OneHku cwi (tadm. 1) [12].
B 1a6n. 2 nana marpuna mnanupoBanus [12].

1. ®akTOpHOE MPOCTPAHCTBO OLEHKH CHJIbI

1. The factorial space of force estimation

dakTopsr YpoBHU BapbUpPOBaHUs (PAKTOPOB
Ne HaumenoBanue Harypanbnoe KomupoBanHnoe 0603Ha- Ximin Xio X max
(haxropa 3HaueHue GakTopa geHue pakropa
1 | CxopocTs nepemenieHus v X, 5,0 22,5 40
ITyaHCOHa
2 | Boicora dpopmooGpasye- h X 20 32,5 45
MOT0 y4acCTka
3 Koadduirent tpenus n X; 0,3 0,55 0.8
2. MaTpuna miiaHupoBaHus JKCIIEPUMEHTa
2. Experiment planning matrix
Ne
OTIBITa Xo X X> X3
1 + - - - 660
2 + + - - 1270
3 + - + - 1100
4 N + + - 1760
5 + - - + 759
6 + + - + 1447
7 + - + + 1276
8 + + + + 2024

OIHOPOIHOCT OLIEHWBACTCA C MOMOIIIBIO
kputepus Koxpana (0,277). [IpoBepka agexkBaTHO-
CTHU MOJIYUCHHBIX MOI[GJIGI‘/JI BBITIOJIHAJIOCH C ITIOMO-
nipio kputepus Oumepa (0,24). ITo pesyapraTtam
CTaTUCTUYCCKOI0O MOJACIUPOBAHUA 6]:1)10 noJy-
YEHO YPaBHEHUE PErpecCHH B KOIAMPOBAHHBIX H
HaTypaJabHbBIX 3HAYCHUAX ¢bakTopos
COOTBETCTBEHHO:

y =1287+338,25X] + 253X + X389,5;
P =678,15+19,32v, +20,42h +358y.

Takum 00pa3oM YCTAaHOBJIEHBI PEXUMBI
nedhopMUpPOBaHKS, TO3BOJISIONINE JOOUTHCS pa-
MUOHAJIBHBIX CUJIOBBIX PCKUMOB, COOTBCTCTBCHHO
Harpy30K Ha WHCTPYMEHT, YTO KOCBEHHO BIIUSET
Ha €ro CTOWKOCTh, a TaKkKe Ha HAMPSIKECHHOE
cocrositHue B wu3genuu. [lomydeHo ypaBHeHUe
perpeccuu, Mo3BOJISIONIEE ONPEACIUTh CUIY Jie-
¢dbopmupoBanus. B yacTHOCTH, HaWITydIIUMU
CKOPOCTHBIMHU PCKHUMAMU ABJIACTCA HWHTCPBAJ
ckopoct 5...20 MM/MHH TIpH TeMmIiepaType
850 °C.
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