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Annomayus. Ilepexoonuxu mpybonpogooHsix cucmem AGIAIOMCS 6eCbMa 80CHPEOOBAHHLIMU OeMANAMU 8 Y31aX 08Uea-
meneil. B mpy6onposoouvix cucmemax, pabomaiowux 8 azpecCcustbix cpeoax oanmvle, demany mpedyiom npumMeHeHus cneyuaib-
HbIX YBEMHBIX CNIABOS, OMIUYAIOWUXCS BbICOKOU NPOUHOCMbIO. HIX useomosnenue eecoma 3ampyonumenvro. OOnum us apuan-
MOB UX NOAYUEHUS ABNAEMCS 20PAYAS WIMAMNOBKA dNIEMEHMO8 MPY6 8 YCI0BUAX MEOIEeHH020 (opmousmenenus. B cmamove uccre-
006ana onepayus Gopmoodpasoeanus HympeHHe20 YMOoIueHUs Ha MOHKOCMEHHOU KOHUYECKOU KOpNnyCcHoll 3azomoske. Llenvio
Gopmuposarus ymonweHus A61Aemcs No020MosKa mMopya nepexooHuxa 0 mpyoonpo8oOHbIX cucmem, Npeocmasiaouezo us
cebsl yceueHHblll MOHKOCHEHHbIN NOO OalbHEUUWYI0 C8APKY ¢ OpY2UMU dNeMenmamu mpyoonposoonuix cucmem. Dopmuposanue
MONUWEHHO020 Kpasi Npeononazaemcs npou3e00Ums 4acmuiHol 0cadkoll mopya 3a20mosku. Beinonneno modenuposanue 0annoil
onepayuu 6 npocpammmom komniexce DEFORM, 6 xode komopozo npouszsedena oyeHKa nusHus pexcumos oopadomxu u eo-
Mempuy pabouezo uHCMpyMeHma Ha dHep2oCuUno8vle napamempsl npoyecca. Illpeononazaemcs, 4mo Mamepuaiom 3a20MmosKu A6-
niaemces mumaroewiu cninag BT6. Ipumensemuiii mamepuan npeononazaem peamsayuio NPoYecca 6blcaoku 6 20PAYUX YCI0BUAX 8
CKOPOCMHBIX YCI08UAX POPMOOOPAZ06aHUSA, 00eCnetusaIowux MUHUMATbHbIE CUTbL U ONTNUMATIBHOE HANPAXCEHHOE COCMOAHUE 3a-
ecomoeku. IIpu evicadke 8asiCHO yuumvleames napamempuvl npoyecca, makue Kak 0agienue, memnepamypa u cKOpocme, 4moovsi
MUHUMUIUPOBATN UTU U3DEINCAMb NOBPENHCOCHUS 3A20MOBKU. Buinonnen psio onvlmos, 6 xo0e KOMopuixX YCMAHOGIEHO GIUSHUA Yid
KOMYCHOCHU, paboye2o Xo0a UHCIMPYMEHMA, CKOPOCmuU 0eh)opMuposanus KOHMaKm1o2o mpenus. Buiaeneno, ymo npu paccmam-
pusaemotl cxeme 0eoOpMUposaHUs Hauboabuee BIUsHUE OKA3bIBAEH USMEHEHUE Y2la KOHYCHOCIU 3A20MOBKU HA CUTLY, YMO OYe-
BUOHO CBA3AHO C USMEHEHUEeM KUHEMAMUKY MeYeHUs Mamepuaia npu Ooasuux yanax konychocmu Ilpedcmaenenul pe3ynbmamaol
MOOenuposanusi npoyeccos 0opabomku memaiios oasietuem. Cpeou paccmMompenHvix 3a0au. U30MepMUYecKkas 0caoka Kobye-
601l 3a20MOGKU, 20pAUAS 0OLEMHAS WMAMNOBKA KOPNYCHBIX 3A20M060K U3 cnaasa BT6, npowiueka 1ucmogo2o memania spawaio-
WUMCA NYAHCOHOM, MPeXeanko8as 6UHMOo8as npokamxa ¢ yeaiamu nooayu 12 u 20 °, eopAuas moacmoaucmosas elmsajcka cge-
puyeckoti kpviwiku. Ilokasano, ymo ucnonb306anue Memooa KOHEeUHbIX 2NEMEHNOos 6 peuterue 3a0ay 00pabomxu Memanios 0as-
JIeHUeM No360Jsem yuecmy OonblULee KOTUYeCmseo akmopos, GIUAIOWUX Ha npoyecc 0OpabomKu, mo echv Noayyums 6o1ee moy-
HOe peulenue, HO €20 MOJICHO UCNONb306AMb 051 KOHKPEMHOU 3a20mo6Ku u ocHacmku. Ocobyio YyeHHOCMb UMEIOM PeuleHus HOBbIX
MEXHON02UHECKUX 3a0at, NO KOMOPbIM Hem HU IKCHEPUMEHMANbHYIX, HU meopemuieckux Oannvlx. bonvuioe snumanue yoeneno
803MOdHCHOCIU npuMenenus cunomesvl Kupxeoga-Jlasa k onepayusim aucmosoti wimamnosku. OcHosHoe enumanue 6 cmamaue yoe-
JIEHO 20pAYell MOICMOIUCHOBOU 8blmadICcKe chepureckux demanel. Pewena 3a0aua zopaueii auimaicKu chpeputeckol KpbluKu
xkoumetinepa uz cmanu 10, monwunou 8 mm. Temnepamypa nazpesa zazomosku 1000 °. Moodenuposanue nposoounu 6 2D u 3D,
makoice paccmMompeHsl Gapuanmol ¢ mempa’sopuyeckol u cekcasopuieckou cemroil. Coenan 61600, 4Mo MAKCUMALbHASL MOY-
HOCMb pacuemog noayuena 01 mooenuposanus ¢ 3D ¢ mempasdpuyeckou cemkoul. [Iposedeno modenuposanue OMKIOHEHUS
@opmbl nokosku om 3a0annou yepmedsicom demanu. Ilokasano, Ons nOIyUeHUss MAKCUMATLHOU MOYHOCHU HE0OX0OUMO WMAMNO-
8amb ¢ MUHUMATLHO OONYCIMUMOU MeMNepamypou 8 30He Qranya 3a20MmosKu.
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Abstract. Metal forming simulation data are presented. Among the tasks being viewed are the following: isothermal
yield of a ring blank, drop die forging of body parts made of VT6 alloy, sheet metal piercing with a rotating plug, three-roll
screw rolling with feed angles of 12 and 20 degrees, hot thick-gauge stretching of a spheroidal lid. It is shown that the use of the
finite element method in solving metal forming problems makes it possible to take into account a greater number of factors
affecting metal treatment, that is, to obtain a more accurate solution, which can be used for specific blanks and fitting-outs.
Solutions to new process tasks, which did not have any experimental or theoretical data of particular value before, are given.
Much attention is paid to the possibility of applying the Kirchhoff-Lyav hypothesis to sheet- metal forming operations. The main
focus of the article is on hot thick-sheet stretching of spherical parts. The problem of hot stretch of a spheroidal container lid
made of steel 10, 8 mm thick has been solved. The heating temperature of the material blank is 1000 °. The simulation was
carried out in 2D and 3D, and metal treatment with tetrahedral and hexahedral grids were also viewed. It is concluded that the
maximum accuracy of calculations is obtained for 3D modeling with a tetrahedral grid. The deviation of the forging shape from
the detailed drawing is optimized. It is shown that maximum accuracy requires stamping with the minimum allowable tempera-
ture in the flange area of the blank.
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OnHUM U3 OCHOBHBIX HANpaBICHUN pa3BU-
THS OO0pabOTKM METAIJIOB JABJICHHEM SIBIISCTCS
IMPOKOE MPUMEHEHHE MaTEeMaTHYeCKOT0 METO-
JIOB MOJICITMPOBAHUS MTPOIIECCOB MTAMIIOBKH. DTO
MO3BOJISIET CYIIECTBEHHO COKPATUTH CPOKH MTPOCK-
THPOBAHHUS HOBBIX TEXHOJOTHYECKHX IPOIIECCOB U
n30eKaTh JNIMTEbHBIX CPOKOB Ha JOPAOOTKY TeX-
HOJIOTHW U OCHACTKH JIJISl TIOJTydeHUsT TpeOyeMoro
KauyeCcTBa 3arOTOBKH.

B Hacrosimiee Bpems, B OCHOBHOM, TpHUMe-
HSIOT JIBa TIOAXOJa JJIs PEHICHHUs] TTOCTaBICHHOU

3aJ1a4M. JTO pelleHNEe TOCTABIEHHOM 3a1auu aHa-
JUTUYECKH WIM YUCICHHBIMUA METO/IaMHU.

B kauecTBE NpUMEHEHMS AHAJIUTHYECKOIO
METOZA pElIEeHUs MOCTABICHHOM 3aJauydl MOXHO
npuBecTH padoty [1], B KOTOpoii paccMOTpeH pac-
YeT W30TEPMHUYECKOM OCaJKu KOJBIIEBOM 3aro-
TOBKU. PellleHne BBIIIOJIHEHO C HUCIIOJIb30BAHUEM
SHEepreTudeckoro meroaa. Cxema ocaiku Npea-
cTaBJieHa Ha puc. 1. OLeHKy NOBPEXIaEMOCTH Ma-
TepHaa 3aroTOBKU OCYILECTBIISIM 110 YHEPreTH-
4ecKoMY U J1e(hOpMaIllMOHHOMY YPaBHEHHIO.

Puc. 1. Cxema ocagkm:
a — ToJie; 6 — TUIaH CKOPOCTEH MepeMeIIeHri MaTepraia 3ar0TOBKH

Fig. 1. Stretching scheme:
a — field; b — plan of the speeds of movement of the material blank
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B pesynbprare peuieHus nocTraBieHHOM 3a-
Jla4¥l ONIPENENIINA, YTO JUIS TOpSYEe OCaKU IpH
MaJIBIX CKOPOCTAX Ae(hOPMUPOBAHUS MPOUCXOIUT
CHI)KEHME JaBIICHUS, U TOBPEXKAAEMOCTh Jiehop-
MHPYEMOT0 MaTepHraia MOKET 3aBUCETh OT CKOPO-
CTH OTepaluy UM TOJBKO OT CTeNneHH (HOopMOun3-
MEHEHHUS

BrimonnenHoe pemeHue paboTtaer B AocTa-
TOYHO MIMPOKOM JHANa3oHE MEPEMEHHbIX Mapa-
METPOB IMpoLecca MTAaMIIOBKH, HO IpU Cyllle-
CTBEHHOM YNIPOLIEHUY NTOCTABICHHON 3a/1a4U.

B pabote [2] mpuBeneHbl mpuMephl perie-
HUS pa3JIMYHbIX 33]1a4 JINCTOBOM IITAMITIOBKH C HC-
nosp3oBanreM nporpamm QFORM, ANSYS/LS-
DYNA, AutoForm. Mcnonn30BaHue 4HCICHHBIX
METOJIOB TIO3BOJIET IMOJIy4aTh Oojiee TOUHOE pe-
HIEHUE, HO JJIi KOHKPETHOTO TEXHOJIOTUYECKOTO
nporuecca ¢ GUKCUPOBAHHBIMU pa3MepaMu U Me-
XaHUYECKUMH XapaKTePUCTUKAMMU.

B craree [3], ¢ wucnosb3oBaHUEM TIPO-
rpamMMbl Deform, mpoBeieHo rccienoBanue ropsi-
4yeit 00beMHOM IITAMIIOBKH KOPITYCHBIX 3aTOTOBOK
u3 ciaBa BT6 B n3orepmuueckux ycnosusix. Pe-
HIEHWE MPUTOJHO IS TIOKOBOK, KOTOpbIE nedop-
MHUPYIOTCSI IO CXE€Me€, MPE/ICTABIIEHHON Ha puC. 2.
Crnenyer OTMETUTh M B 3TOM CIIy4ae peLICHUE
MNPUTOJHO JUUIi KOHKPETHOM olepanuu U 3aro-
TOBKH, U3 ciuraBa BT6.

-

Puc. 2. Cxema onepanumn

Fig. 2. Operation diagram

OCcoOCHHOCTBIO JTaHHOW PaOOTHI SIBIISETCS
TO, YTO C HCIIOJIb30BAaHHEM METOJIOB TUTAHUPOBa-
HUS DSKCIICPUMEHTA, MPOBOJUTHCS MaTeMaTHde-
CKHH JKCHEPUMEHT. DTO TMO3BOJSET IMPOBECTU
«OKCTIEPUMEHT» HE B TPEX TOUYKAX KaXIOW IO3H-
MU TJ1aHa, KaK PEeKOMEHJ0BaHO B [4], a cye-
CTBEHHO YBEIIMYUTH KOJMYECTBO MapaJljIeIbHBIX

OIBITOB, B KYKJOM TOYKE IUIaHa dKCIepuMeHTa. B
pe3ynbTare MOJIYy4YeHO YpaBHEHUE perpeccum,
YUUTBIBAIOIIEE BO3MOXKHOE HM3MEHEeHHe Kod(p¢u-
[IUEHTAa TPEHHS, BBICOTHI (HOPMOOOPA3YIOIETO
y4acTKa U CKOPOCTh NIEpEeMEICHHsI TyaHCOHA.

Ha ceronnsimanii neHp Hambosee axTy-
aIbHO CO3[]aHME W SKCIUTyaTalusi POCCHHCKHX
nporpamm, Hanpumep, Takux kak QForm. Ilpo-
rpamMma IO3BOJIIET MOJIEIUPOBATh OA30BbIE MPO-
11ecchl 00pabOTKH METAJIOB JaBICHUEM:

» KoBka. 'opsigast oObeMHasi IITaMITOBKA.
XonoaHas 00beMHas ITaMITOBKA.

« JIucroBasi MTaMITOBKA — JOTMOJIHEHUE K Oa-
30BOMY MOJYJIIO.

* [IpeccoBanue mpoduneii.

e PackaTka koJelr.

* TepmMo0oOpaboTKa — MOJIEIUPOBAHUE TIPO-
1IECCOB M3MEHEHHUS MUKPOCTPYKTYpHI B Ipoliecce
TEpPMOMEXaHUYECKO 00pabOTKH cTayel, HUKee-
BbIX, TUTAHOBBIX, AJIFOMUHUEBBIX U APYTUX CILIa-
BOB.

* BunroBas mnpokatka — JONOJHEHHE K
0a30BOMY MOYIIIO.

* [IpononbHas U peBepcUBHAs MPOKATKA —
JIOTIOJTHEHHE K 0a30BOMY MOJTYIIIO.

Hawnbonee moHO mporpaMMHBIA KOMILICK-
com QForm nipencrasien B pabote [4]. OcHOBHOE
BHHUMaHHUE YyJIeJIeHO OCOOCHHOCTSIM KOHEUHO-3JIe-
MEHTHOTO MOJICIIMPOBAHUS IPOIECCOB Tropsiueit
00BbeMHOM MITaMITIOBKH W KOBKHU. [logpoOHO pac-
CMaTpHUBAETCS MEXAaHMU3M IUIACTHYECKO aedop-
Maliy METaJIJIOB, OCHOBHbBIE MOJIOKEHUS METO0/1a
KOHEYHBIX JJIEMEHTOB, MEXaHUKa IIACTUYCCKON
nedopmaruu U TemMreparypabie 3QpGeKTsl Corpo-
BOXKJIAIOIIME TMpollecC ITaMIOBKU. OcCBeUICHBI
0COOEHHOCTH TPHMEHEHHs] MEeTOJa KOHEUHBIX
31eMeHTOB B niporpamme QForm.

Haubonee s dexkTuBHO nprMeHeHne Mate-
MaTHUYECKOr0 MOJAETUPOBAHUS ISl U3yUYEHUS HO-
BBIX IPOLIECCOB 00PAOOTKU METAIIIOB JJABIICHUEM.
B kauecTBe mpumepa MOXKHO MPHUBECTH paboTy
[5], B KOTOpO#l paccCMOTpPEH MpOLEcC MOTyUCHHS
OTBEPCTUM BpalaronmMmcs myaHconoM. [Ipu Bpa-
IICHUU TyaHCOHA, 32 CYET TPEHUs, MPOUCXOAUT
HarpeB 3aroTOBKHU U MPOUCXOAUT ropsidasi 00beM-
Has MITaMITOBKA.

OTUM c1ocob6OM MOJTy4YeHbI OTBEPCTHS B 3a-
roroBkax u3 cmiasa XH62BMIOT-B/I, xoTopsiit
HE MOoJJaeTcsi OOBIYHOMY CBepiieHUI0. B pesyinb-
TaTe MaTEeMaTHYeCKOT0 MOJCIUPOBAHUS ObUIH
HalJEeHbl ONTUMAJbHBIE YacTOThl BpalllEHUs
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nyaHcoHa, okosno 15000 06/MuH, KOTOpBIE MTO3BO-
JSFOT TIOJIYYUTh B odare aedopMary TeMiepa-
Typy 6mm3kyto k 1600 °C.

Ha puc. 1 nokazaHo u3MeHEHHE Temrepa-
TYPHOTO TIOJISL B TIpoliecce mpomuBku. Ha puc. 1,
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Puc. 3. U3mMeHeHne TeMnepaTypHOro noJjs B npouecce NpoImuBKH

Fig. 3. Temperature field change during the mold punching

B paGote [6] mpuBemeHO ucciaeAOBaHUE
TPEXBAJIKOBOM BUHTOBOW IIPOKAaTKH C IPUMEHE-
HueMm QForm a1 MosiepoBaHus IpoIeccoB 00-
paboTKH METayuIoB JaBlieHuEeM. MoJenupoBaHue
MO3BOJIUJIO TPOBECTH OLEHKY JehOpMHUPOBaH-
HOTO, KHHEMAaTH4e€CKOr0 U TEIJIOBOIO COCTOSTHUS
3arOTOBKH.

MopenupoBaHue IpOBEIH /171t KOHKPETHOTO
crana MUCHC-100 u yrinax nojgayu BaikoB 12 u
20 °. B xauecTBe 3aroTOBKU ObLI 3aJI0KEH MPYTOK
n3 cramu 45. CKOpoCTh BpaIllEHUS BaJIKOB
90 06/mMuH. Tpenue 3amgano no 3ubemnto, (pakTop
TpPEeHMsI He BapbUPOBAJICS U paBHsUICS TpeM. B pe-
3yJbTaTe MOJIyYEHO I0JIe HAKOTUIEHHOM aedopma-
uu 1o o0beMy TOKOBKH (puc. 4). M3menenue
HAKOIUICHHOH AedopMaIrii 1o AJIMHE 3arOTOBKU
JUISL pa3JIMYHbIX YIJI0B MoJauu BajoB B 12 u 20 °,
IIPUBEJICHO Ha pHUC. 5.

HakonneHHasa
aedopmaums
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Puc. 4. Ilone pacnpenejieHusi HAKOIJICHHOW Aedopma-
MU B 3arOTOBKe IOCJIe MPOKATKH NPH yIJax NOJa4u
BankoB f=12°u f=20°

Fig. 4. The distribution field of accumulated deformation
in the blank after rolling at the angles of a roller feed
p=12°up=20°
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Puc. 5. U3meHeHHe HAKONJIEHHOM AedopManum 1o JJiuHe
3aroTtoBku B 1eHTpe (I) m Ha moBepxHOCcTH (2) mpu
NpoKaTKe ¢ YIJIOM noga4u Bajakos 12 ° (a) u 20 ° (9)

Fig. 5. Change of accumulated deformation along the
length of the blank in the center (7) and on the surface (2)
during rolling with a roll feed angle of 12 ° (a)
and 20 ° (b)

KomnproTepHoe MoaenupoBaHHE TpexBall-
KOBOW BUHTOBOH IPOKATKYU IO3BOJIWJIO ITOJTY4YUTh
cHikeHue Ha 33 % cpemnHeKBagpaTUYECKOro OT-
KJIOHEHHUs HAKOIUIEHHOM nedopManuu U TOJy-
YUTH MMOKOBKU C 00Jiee OJHOPOTHOU CTPYKTYpOIA.
W3menenue yria nojayu BaJIKOB yMEHbILIAET AU~
Ma30H U3MEHEHUs TeMIepaTyphbl B 00beMe 3aro-
TOBKU. ITO OCOOCHHO aKTyaJbHO AJI MaTepUaloB
¢ HEOOJBIIMM JMANA30HOM KOBOYHBIX TeMIIepa-
Typ. OZIHaKoO cllefyeT OTMETUTh, YTO IIOJyUEHHBIE
pe3yJIbTaThl aKTyaIbHBI ISl CTAIH 45, U YTJI0B MO-
nady BaikoB ¢ 12 o 20 °.

B nocnennee Bpems poccuiickasi KOMIIaHUS
000 «KBantop®opm», pa3paboTUUK IPOrpPaMMBbI
QForm, mpuctymwia k pa3paboTKe MpOorpaMM-
HOTO Moayis «ToacTonucToBast IITaMIOBKA.

Ha ceronnsmnuii AeHb CyIIECTBYIOT U APY-
rue nporpammsl, Hampumep AutoForm, PAM-
Stamp, @1 MoIenMpoOBaHUS JIMCTOBOM IITaM-
noBKku. Bce oHn Mozenupyrot mporiecc 6e3 yuera
HarpeBa 3aroTOBKU M 0a3HMpYIOTCS Ha THIIOTE3ax
Kupxroda-Jlssa, KOTOpBIE SIBJISIFOTCSI

0000I1IeHUEM TUITOTE3bI IUIOCKUX CEYCHUI TEOpUH
0aJIOK B COIPOTUBIIEHUHN MaTepuasioB. B yuebHOM
nocobun [7] ykazaHo, 4TO OCHOBHBIC YpaBHEHUS
JUIS aHaju3a IPOLIECCOB JIMCTOBOM IITaMIOBKU
BBIBEJICHBI C MUCIOJIb30BAHUEM TEXHUYECKOM TE€O-
puu 000J1049€K, KOTOpask TO’KE OCHOBaHA Ha TUIIO-
te3ax Kupxroda-JIsBa u panuycsl KpUBU3HBI Cpe-
JTUHHON TIOBEPXHOCTH R 3HAYUTENHHO OOJIbBIIE
TOJIIIIMHBI 3aTOTOBKY 5. B xHure [8], ckazaHo «3a-
KOH IUTOCKUX CEUYCHUI HE COOTI0AeTCs, MOy ICH-
Hble Ha OCHOBE BBIBOJABI OKAa3bIBAIOTCS BeChMa
TOYHBIMH (€CJIi, KOHEYHO, //l < 1), rae h — mMak-
CUMAaJbHBIM  pa3mep ceyeHus,;
[ — nuHA CTEPKHS.

B cooTBercTBUU C OrpaHMYEHHUSMU Ha HC-

MOIEpCUYHOTO

XOJIHbIE pa3Mephl 3ar0OTOBKU MPUHUMAETCS B Kaue-
CTBE 3arOTOBKH MOBEPXHOCTh HYJIEBOU TOJIIIUHBI.
Korna npu noctpoeHnu MoJIeN ITaMITOBKHU B T1a-
kerax AutoCAD, KOMIIAC-3D, SolidWorks
MPOUCXOIUT MpeoOpa3oBaHUe B JUCT, (haKTHde-
CKM 3aMEHSIOT JIUCT Ha MOBEPXHOCTh C HYJIEBOU
TOJIIIKHOM.

Jns nmMcTOBOM IMITaMIIOBKM B TMOCHEIHHUE
roJbpl TPUHATO, 4TO THNOTe3bl Kupxroda-Jlssa
BBITIONHSIOTCS TPH  COOTHOIIEHWU R/s > 5.
[TosToMy Jsydmie MCHONAB30BaTh MPOrpamMmy
QForm ms 3agau, korma R/s < 5, Tak Kak B 3TOH
porpaMMe Mbl MOKEM YBEIUYUTh KOJIHMYECTBO
3JIeMEHTOB 10 TomuHe. [Ipu 3ToM HEoOX0aUMO
YUYUTBIBaTh, YTO JJIs PELICHUS] MOCTaBICHHOM 3a-
Ja4¥ 3TOM MpOrpaMMoii HEOOXOJMMO HCIOJIB30-
BaTh MUHUMYM IISITh 3JIEMEHTOB MO TOJIINHE, YTO,
COOTBETCTBEHHO, MPUBOAUT K CYIIECTBEHHOMY
YBEIMYEHUIO KOHEYHBIX 3JIEMEHTOB U BPEMEHH
cyera.

B pabote [9] paccMOTpeHBI BO3MOXHOCTH
MHTEHCU(UKAIIUH TOpsYEH JIUCTOBOH I TaMIIOBKU
nuunl. CrenaH BBIBOJ O TOM, YTO CO3JJaHUE TPaiu-
€HTa TEMIIepaTyp MO MOBEPXHOCTH 3arOTOBKH 03~
BOJISIET MOJYYUTh 0OJiee paBHOMEPHOE pacrpejie-
JIeHUE OTHOCUTENBHOH JeopManuu 1Mo TONIIUHE.
DTO mO3BOJIIET CHU3UTh BEC 3arOTOBKHU, o0ecrie-
YUTh CTAOMJIBHOCTh KOHCTPYKTHBHOW MPOYHOCTH
m3nenus. CeroiHs M3-3a YTOHEHHS 3arOTOBKU B
MPOILIECCE MITAMITOBKH, PU BEIOOPE TONIIUHBI 3a-
FOTOBKM K  3aJaHHOM  TOJIIMHE  ACTallH,
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no6asisiercst 15 %. [loaromy nmonyueHue neTainu ¢
MUHUMAIBHONH OTHOCUTENBHOHN Aedopmariueit mo
TOJIIIMHE ABJISETCA aKTyaJbHOU 3aa4eil.

Ha puc. 6 npencraBieHO MOAEIMPOBAHUE
ropsiyeil TMCTOBOM IITAMITOBKH sl CPeprUIecKOit
KPBILIKY KOHTEHHEpa.

Puc. 6. Kpbimka koHTeiiHepa

Fig. 6. Container lid

Kpsika n3roraBnuaercs us craiu 10, To-
mHOM 8 MM. 3arotoBka umeet guametp 1500 mm.
HarpeB 3arotoBku npoBOAWIICS 10 TEMIEPATYpPhI
1000 C°. PacueTHbIit K03 GUIIUESHT BBITSIKKH 1,5.
KonnuecTBO 3JIEMEHTOB 110 TONIIUHE &.

beimo mpoeneno mopenupoBanue B 2D u
3D, npoMoenrpoBaHbl BAPUAHTHI C TETPAIPUYIEC-
CKOM M TeKCa’ApUYECKOM CETKOM, a Takxke C
HarpeBOM BCEH 3arOTOBKH U TOJIBKO IOBEPXHOCTH,
HaxoJAIIeNCs Mo MPUKUMOM.

PaccMoTpuM BBITSKKY MTPU ITOJTHOM HarpeBe
3aroToBKH. Harpes 3aroToBku MOJENMPOBAIN IS
ra3oBoil meur. MoaeaupoBaHHe paclpeaeICHUs
TEMIIepaTyphl MO JETaIH MOKa3aJl0, YTO MO MpH-
KUMOM TemmepaTypa cHuxkamace c¢ 1000 mo
600 C°. DTo moTpedOBaAIO UCIOIH30BAHUE KPH-
BBIX YIPOYHEHUS JJI JOCTaTOYHO IIUPOKOIO Ara-
nazona temmneparyp. C y4eToMm TOro, 4yTo B Jalib-
Heimem OyaeM HarpeBaTh TOJBKO (uiaHel, Hc-
MIOJIb30BAJIMCh KPUBBIE YIIPOUHEHUS B JUAINA30HE
ot 30 no 1000 C°.

B pesynbraTe nmonyuunu cieayroliee ume-
HEHUE OTHOCUTENILHON AedopMaIiu 1Mo TOJIIUHE

(puc. 7).

Saclinan wyaelan amuR

.&%‘_L f

Puc. 7. MopenupoBanue 2D npu HarpeBe Bceii
3aroTOBKH

Fig. 7. 2D modeling during heating of the entire blank

PeByHBTaTBI MOZACIIMPOBAHUA ITOKA3bIBAIOT,
YTO MaKCHUMaJIbHOE YTOHEHHE 3arOTOBKU MPOMC-
XOJUT B LIEHTpe cdepsbl u paBHsaeTcs 8,7 %, 4To He
COOTBETCTBYET pe3yJbTaTaM 3aMepOB MOJO00HBIX
000J104€K Ha MTPOU3BOJICTBE (pHC. §).

Yenolnas rynedas runus

Puc. 8. XapakrepHoe OTHOCUTeIbHOE H3MEHEHHE
TOJINMHBI CTeHKH [JHUIN TIpH Tropsiyeil JHCTOBOM
IITAMIOBKE

Fig. 8. Characteristic relative change in the wall
thickness of the bottoms during hot sheet stamping

ITpuBenem npumep moaenuposanus B 3D ¢
TETPAIPUUECKON U TeKCAdIPUUECKOr ceTkor. B
pesysibTate MoaenupoBanus B 3D ¢ rekcasnpuue-
CKOM CETKOW IOJIyYWJIM pe3yibTaT, MOKa3aHHbIN
Ha puc. 9.
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Puc. 9. Monennposanue 3D ¢ TeTpasapnyeckoii ceTkoi
NpH HArpeBe Beell 3ar0TOBKU

Fig. 9. 3D modeling with a tetrahedral grid when the
blank is heated entirely

B nanHOM ciiy4ae MMHUManbHas OTHOCH-
TesbHas AedopmMarius 1Mo TOJIIMHE MOJydyeHa He
0 LIEHTPY C(EepBl, YTO Jy4IlIe COOTBETCTBYET pe-
3yJbTaTaM, IOJyYE€HHBIM Ha mpousBozactse. On-
HAaKO CMyIAeT MHUHMMAJIBHOE YBEIMYEHUE TOJI-
IIMHBI Ha Kparo (hiaHma. 31ech JOMKHO ObITh MaK-
CUMAJIBHOE YBEINYECHHE TOJIIIMHBI 3arOTOBKH.

Pesynpratel mMonenupoBanus 3D oTHocu-
TEJIBHOM JieopMaliuy 1o TOJILUHE C TeKCadIpH-
YECKOM CETKOM IIpU HarpeBe BCEH 3arOTOBKU II0-
Ka3aHsbl Ha puc. 10.

+125%

«{1%
i rhcicd)

Sobua wpnabon s G )

Puc. 10. Monenmposanue 3D ¢ rekcasapuieckoii ceTkom
NpH HArpeBe Beell 3ar0TOBKU

Fig. 10. 3D modeling with a hexahedral grid when the
blank is heated entirely

AHanu3 pe3ynbTaToB MOAEINPOBAHUS IIOKa-
3BIBAET, YTO B JAHHOM CIIy4ac MaKCUMaJIbHOE YTO-
HEHUE 3aroTOBKU CYIIECTBEHHO CMECTHJIOCH OT
LeHTpa cepbl U HET YBEIMYEHHs TOJILIMHBI Ha
¢mnanne. [losTroMy MOXHO chenaTb BBIBOJ, YTO
JIy4IIMEe PE3yJIbTAThI TOJIy4YEHBI ISl MOJEIUPOBa-
Hus 3D ¢ TeTpa’ApudecKoil CETKOM.

PaccMOTpuM BBITSKKY ¢ HarpeBOM TOJIBKO
4acTH 3arOTOBKH, KOTOpasl U LITAMIIOBKE HAaXo-
IUThCs o npukumMoM. CHoBa Oy1eM MOJIENUpo-
Batbcs B 2D u 3D BapuaHThI ¢ TETpadApUUECKOi U
reKcaj’ApUUECKON CETKOM.

IIpencraBuM fBa BapuaHTa MECTHOTO
HarpeBa: MHAYKIMOHHBIA HArpeB U Ta3oBOW ToO-
penkod. MHAYKIMOHHBIM HAarpeB IO3BOJISIET
YMEHBIINTH BpEMs HarpeBa, 4To IPHUBEIET K II0-
BBIIIEHUIO [TPOU3BOIUTEIBHOCTH U YMEHBILIEHUIO
oTeph Ha oKanuHy. Ho npu Harpese npoucxonuT
KOpOOJIeHHE 3aroTOBKHM, YBEIHUYUBACTCA 3a30p
MEXJly 3arOTOBKOM M HHAYKTOPOM, YTO IPUBOJUT
Kk cymecTtBeHHOMY cHkeHuto KIIJ[. IToaromy
pacueTr NpOBEACH IPH HArpeBe KOJBLEBOM raso-
BOM ropenkou. IIpu 3TOM y4YUTBIBaJIOCH, 4TO B
QForm ectb MoOmynp HarpeBa M OXJaXACHUSA
crpeliepamMy, MOAETUPYIOLUIUMU TOPEIKH.

Pe3ynbraTsl MOAEIMPOBAHUS BBITSHKKH Ce-
pudeckoil neranmu B 2D ¢ HarpeBOM TOJIBKO
(bnaH1a 3arOTOBKYM MOKa3aHbI HA puc. 11.

~04%
«06%
-11%

Yenobuan Hyneban mmes

Puc. 11. Monesimposanne 2D nipu Harpese ¢uiaHIa 3aroTOBKH

Fig. 11. 2D modeling during heating of the blank flange

B nanHOM ciiydae, Kak U IIpU HarpeBe BCeu
3aroTOBKH, MAKCHUMAJIbHOE YTOHEHUE HAXOIUThCS
B LIEHTpEe c(epbl, 9TO HE COOTBETCTBYET (PU3UKE
nporiecca.

Haykoémkue TeXHOJIOTHH B MAIIHHOCTpOoeHun, Ne9 (171) 2025
«Science intensive technologies in mechanical engineering», Ne9 (171) 2025



TexHonorus u 060py1oBaHue 00pPaAGOTKH METAJJIOB JaBJIeHUEM
Technology and equipment of metal processing by pressure

MonenupoBaHue Topsiuei BHITSHKKH cepu-
yeckoi geranu B 3D. Tak kak B QForm ecth Mo-
IyJib MOJEIMPOBAHMS HarpeBa crpeiepamu, TO
OBLIO TPOBEACHO MOJETMPOBAHHWE HarpeBa Ha
yuactke oT 1280 mo 1500 mMm. Beuia co3zmana
rpyIIa CIperiepoB Mo KPyroBOMy MAaCCHBY B KO-
muyectBe 60 mT. [lomyyeHo pacnpeneneHue TeM-
nepaTyphbl B 3arOTOBKE U IIOCJIE IITAMIIOBKH.

Hns monenupoBanust 3D ¢ Terpa’dapuye-
CKOW CETKOW MpU HarpeBe TOJIbKO (praHIia 3aro-
TOBKH, IIOJTyYEHO CIIEAYIOLIEE pacIpeIeIeHUE OT-
HOCHUTEJIbHOU AedopManuu 1o ToiauuHe. Pe3yb-
TaT pacyeTa oKa3aH Ha puc. 12.
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Puc. 12. MoaenupoBanue 3D ¢ TeTpadapuueckoi ceTKOM
NpH HarpeBe (MIAHLA 3aT0TOBKH

Fig. 12. 3D modeling with a tetrahedral grid during heat-
ing of the blank flange

Jns rekca’ApuvecKor CETKHU Pe3yJIbTaThbl
pacuera noka3aHsl Ha puc. 13.

Puc. 13 Mopennposanue 3D ¢ rexcadapuyeckoii ceTkom
npu Harpese ¢uiaHIA 3aTOTOBKHU

Fig. 13 3D modeling with a hexahedral grid during
heating of the blank flange

CHOBa MOXXHO YBHJETb, YTO MOEIUPOBA-
Hue 3D ¢ TeTpasapuyecKoil CETKON JaeT pe3yib-
TaThl, KOTOpPbIC Jy4YIlle KOPPETUPYIOTCS C JaH-
HBIMH, [TOJTyY€HHBIMH Ha TPOU3BOJICTBE.

OnHUM U3 OCHOBHBIX TPEOOBaHUI K MOKOB-
KaM MOJ00HOro poja — 3TO JOIMYCK Ha pa3Mephl,
ornpenensonme GopMy NOKOBKU. B manHOM ciy-
yae MaKCHUMaJlbHOE JIOMYyCTUMOE OTKJIOHEHHE
dopmbr 6 mm. T[ToaTOMy OBUTIO TIPOBEACHO UCCIIE-
JIOBaHME Ui ONpeJesieHus OO0JacTH HarpeBa u
TeMIepaTypbl, A 00ecredeHnss MUHUMAJIbHOTO
OTKJIOHEHHSI (JOPMBI MOKOBKH OT 3aJlaHHOM Teo-
METpuu. MojaenupoBaHue NOPOBOIWIM IS
Harpesa KoJiblia ¢ paaunycamu ot 620 1o 750 MM 1
temneparypax ot 1000 go 500 °.

[TomydeH pe3ynbTar: OTKJIOHEHHE OT (POPMBI
YMEHBIIIACTCS TIPU CHIDKCHHH TEeMIIepaTyphl
HarpeBa, npu temieparypax ot 350...360 °, Ho
COCTaBIISICT 8 MM, YTO HEIOIYCTHMO IO TeXHUYE-
CKHM YCIIOBHUSIM Ha IMOKOBKY.

B xome mocnenyromero MoAeTUpOBaHUS
YCTaHOBJIEHO, YTO MPHU POCTE ydacTKa Harpena ot
1180 no 1500 MM oTKIOHEHHE POPMBI UAET B XYy I-
IIyI0 CTOpOHY, a IpU HarpeBe [0 JIuameTpa
1220 MM TOYHOCTH (POPMBI CTAHOBUTCS OJIMKE K
nckoMoi. [TorTomy npu OKOHYATETEHOM MOJIETHU-
poBaHMH ObLIIa yMEHbIIIEHA TEMIIEPATYpa U BapbU-
poBajiach 00J1aCTh HarpeBa Ha PacCTOSTHUM OKOJIO
1200 MM, 4TO MO3BOJIWIO MOJYYUTh KAUECTBEH-
HYIO TIOKOBKY.

AHanu3 TMONYYCHHBIX PEUICHUH TOKa3bl-
BAaET, CYUIECTBEHHOE BIUSHUE MPUHSITHIX MPU MO-
JNENUPOBAaHUM JONYyINEHUH Ha pesynbsraT. llo-
ATOMY HEOOXOAMMO OYEeHb OCTOPOXKHO OOpa-
IaThesl C MapaMeTpaMu TEXHOJIOTMYECKOro IMpo-
1ecca, MPUMEHSIEMBbIMU B MOJICTTMPOBAHUH, TOMHS
BBIPAKEHHE, YTO «ECIIH 3aJI0KUTh B MEJIbHUILY Jie-
Oeny, MyKa He MOJIyYUTCSD».

[Ipy mpuMeHEeHHH CYUIECTBYIOIIUX MpPO-
rpamMMm Ui MOJAETMPOBAHMUSA MPOIECCOB 00Opa-
OOTKHM METAJIOB JAaBJICHUEM HEOOXOIUMO YUUTHI-
BaTh JJOCTATOYHO OOJBIIYIO UX CTOMMOCTb, KOTO-
pasi MOXKET JIOCTUraTh JECSATKOB MUJUIMOHOB PyO-
neil. Kpome 3TOro, Ha UpPEANPUSATHH TOJDKHBI
OBITH BEICOKOKBATM(PUITMPOBAHHBIE KAPbI, YMEIO-
1€ NMPaBUWIBHO MPUMEHHUTD 3TOT OYEHb JIOPOTOH
U CJIOKHBIN MHCTPYMEHT.

B cBsi3u ¢ 3TUM, B pa3BUTHIX CTpaHaX CyIIe-
CTBYET MPAaKTUKA MOKYIKU «BPEMEHHOI» JHIIeH-
3UM, KOTOpAs MO3BOJIAET MPH TOSBICHUN HOBOU
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ACTAJIK MPOBECTU MOACIIUPOBAHUC U COKOHOMUTDH
CYIIECTBEHHBIE CPE/ICTBA.

JpyruM HarpaBi€HUEM INPUMEHEHHS KOM-
IBIOTEPHOTO MOJICTTMPOBAHMS MOXKET OBITH CO3/1a-
HUE MaJIbIX NPENIPUATUH, KOTOPHIE BBIIOJIHIN
3aKa3bl 10 MPOSKTHPOBAHUIO HOBBIX TEXHOJIOTH-
Yyeckux npoueccoB. OCHOBHOH MpoOIeMOii B 3TOM
cllydae, ¢ TOYKH 3pEHHUS aBTOPa, 3TO (PaKTHIECKoe
OTCYTCTBUC OTBCTCTBCHHOCTHU 3a MPCAJIOKCHHOC
penieHue.
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