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Annomayua. Paccmompenvt 60npocsl npou3eo0cmea 2opadelt IUcmogoll WmamnosKol AAAUNMu4eckux omoopmo-
BAHHBIX CINANbHBIX OHUW, NPUMeHAeMblX OJisl cCOCY008 U annapamos ¢ eHympenHum ouamempom om 300 oo 1800 mm u3
Yenepooucmolx, 1e2Upo8anHblX U 08yX-caolinbix cmanei. Ilpugedenst OanHvle, 4mo 00 HACMOAWE20 8PeMeHU A8MOPbl UC-
cnedyrom npoyecc wmamnogky 6e3 usmeHeHus memMnepamypHuix noei 6 3acomoexe. Ilpusedensvt npumepuvl pabom, KOmo-
pble N0360AA10M YMEHbUUMb PA3HOMOTWUHHOCTNE 8 OHUWe Om HOpMamuenvix 15 % ommnocumenvuvix oegpopmayuii no
moawune 0o 12 %. Iloxazano, umo ucnoab30eanue nepemMeniHoco memMnepamypHo2o nois NO360IUM YEeauyums Kodhou-
YUeHm GbIMANCKU 8 HECKONbKO pa3 U NOAYYUMb cOCYObl U3 08YX KOpHycHwlx Oemaneli. Ommeueno, 4mo 6 mexHu4ecKoll
aumepamype He paccMomper 60Npoc GIUAHUA USMEHeHUs KPUGOlU YNpOouHeHUs Npu Hazpege Ha YCMOU4Ue0Ccms 20psayell
AUCMOBOU WIMAMNO8KU. M3yuena 603mMoicHOCmb npumenerus npozpammsl QForm 01 aHanusa HanpsiceHHo-0ehopmupo-
BAHHO20 COCMOAHUS NPU 2OpAYell TUCTNOBOU wmamnoexu. 1Iposedeno moderuposaniue Hazpesa 3a20MoOGKU 6 230801 Neyll.
B pesynbmame pacuema nonayuunu noie memnepamyp u uckadxjcenue gopmoi 3a2omoexu. Cpasnenue ¢ 3KCnepUMenmom
BBLABULO XOPOULYIO CXOOUMOCHIb Pe3YIbMamos no memMnepamypam u KauecmeeHHoe cOnadeHe uCKaxiceHus opmol 3a-
eomoeku. Mooenuposanue ¢ QForm pacnpedenenus omuocumensvHulx oeopmayuti no moawure no oopasyrouel OHuwd,
MAaxce NOKA3AL0 XOPOULYIO CXOOUMOCTb € IKCNEpUMeHmManbHol wmamnoskoi. Ommeueno, umo QForm xopouto modenu-
pyem pacnonoxicenus mMecim MaKCUMATbHLIX OMHOCUMENbHBIX 0edhopmayuli, 4mo cosnadaem c pe3yrbmamamu IKCnepu-
MEHMATbHOU WMAMNOBKYU U MeOPemuUecKUMU peuleHuamu O blmaxcku oemaneil ¢ cgpepuieckum onom. Ilo pesynoma-
mam pabomuvl 0amvbl pekoMeHOayuy no NOAYYeHUIo OHUL RO Nepeoll epynne MOYHOCMU, K020d MAKCUMATbHbIE OMHOCU-
menvhble Oegpopmayuu no moawuHe He 00xCHbl npegviuams 4,0 %.
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Jna yumuposanusn: Jlevun B.A. NnteHcubukanms ropsiueit TMCTOBOW mTaMioBKH AU // Hayko€MKHe TeXHOIOr N
B MamrHocTpoeHun. 2023. Ne 12 (150). C. 9-14. 10.30987/2223-4608-2023-9-14

Intensification of high-temperature bottom plates forming
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Abstract. The issues of high-temperature forming for the production of elliptical steel beaded bottoms, used in vessels and
apparatuses with an internal diameter from 300 to 1800 mm, made of carbon, alloy and ply steels, are viewed. There is information
that the authors have been studying this forming process of a workblank with no temperature pattern change. There is also data on
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examples of tests that allow reducing the thickness difference in the bottom plate from the standard 15 % of relative deformations to
12%. It is shown that the use of a variable temperature pattern will make it possible to increase the extraction coefficient by several
times and obtain vessels consisting of two body parts. It is noted that the issue of the influence of changes in the hardening curve when
heated on the stability of hot-temperature forming has not been viewed in technical publications yet. The possibility of using the QForm
program for the analysis of the stress-strain state for high-temperature forming has been studied. The simulation of the heating of the
billet in a gas furnace is carried out. As a result of the calculation, a temperature pattern and a distortion of the shape of the workblank
were obtained. Comparison with the experiment revealed good convergence of the results in terms of temperatures and qualitative
coincidence of the workblank shape. 1t is noted that QForm simulates the locations of the places of maximum relative deformations
quite well, that is coincident with the results of experimental die forming and theoretical solutions for draw-forming of parts with a
spherical bottom. Based on the results of the work, recommendations are given for obtaining bottom plates according to the first class

of accuracy, when the maximum relative deformations in thickness should not exceed 4,0 %.
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B xuMHrueckoM ManimHOCTPOCHUHU TIPETbSIB-
JISIIOTCS TIOBBIIIICHHBIE TPEOOBAHUS K HAJIEKHOCTH
HCIIOIB3YEMBIX JIETaleil M Y3JI0B, YTO CBSI3aHO, B
MEePBYIO OYepeb, C XpaHEHHEM M HCIOJIb30Ba-
HUEM BBICOKOTOKCUYHBIX BEIIECTB. TpeOoBaHUs K
JeTallv, €CTeCTBEHHO, IEPEHOCITCS Ha 3aTOTOBKH,
noJry4yaeMble 00paboTKON MeTasla 1aBIICHUEM.

JlHuia M3roTaBIMBAaIOT MO TEXHUYECKOMY
pernamenty TP 84.402-34-2015, xortopslii pac-
MIPOCTpaHsIeTCS Ha THUINA UM THYECKHE OTOOD-
toBaHHBIE cTanbHEBIC 110 'OCT 6533 ¢ TommuHoOK
cteHkH oT 4,0 10 32 MM JJIs1 COCY/I0B U annapaToB
¢ BHyTpeHHUM nuametrpom oT 300 1o 1800 MM u3
YTAEPOAUCTHIX, JIETUPOBAHHBIX M JIBYX-CIOWHBIX
crajneil. B ycioBusax cepuiiHOro Npou3BOICTBA HJI-
JUNTUYECKUE THUIIA U3TOTAaBIMBAIOTCS, KaK Ipa-
BWJIO, TOPSYEH JIMCTOBOM IITAMIIOBKOM HA TUAPAB-
JMYECKHX Tpeccax. B cuimy ocoOeHHOCTEH ATOro
BHJIa 00paOOTKU JaBJICHUEM, JHUIIE MOTydaeTCs
C TIEpEMEHHOM TOJIIUHON CTEHKH, a T. K. pacuer
Ha TPOYHOCTh BEAETCS MO MUHUMAJIBHOW TOJI-
IIMHE U3JENUs, TO TOJIINHY 3arOTOBKH YBEIUYH-
BAaIOT, KaK mpaBuio, Ha 15 %, rae 15 % — oTHOCH-
TenbHast nedopManus Mo TONIIUHE. ITO, ecTe-
CTBEHHO, MPUBOJIUT K CYIIECTBEHHOMY Tepepac-
X0y MeTajjia ¥ YBEJITMUEHHUIO Beca U3ICIHS.

B To xe BpeMs cocynbl, paboTarouue moj
JaBJICHUEM, pa3JIeJSI0TCS Ha TPYMIIBI ¢ IEPBOM MO
MATYTO, T/I€ TIepBasi rpyIina — 3TO COCyIbl, paboTa-
oIe 107 OOJBIIMM JaBJICHHEM MU COOTBET-
CTBEHHO DJUIMNTHYSCKOE MTHUILE JOKHO HMETh
OTKJIOHEHHSI Pa3MEPOB O CEUCHHIO TOJIIUHBI CO-
riaacao 'OCT 6533-78 mo 4,0 %.

UccnenoBanuto ropsiyel JUCTOBOM IITaM-
IOBKH JIHMII IOCBSIIEHO OTHOCUTEIBLHO HEOOJIb-
10€ KOJIM4ecTBO paboT. B mepBoHaYanbHBIX pa-
60Tax [1], B OCHOBHOM NPHUBOIMIUCH PE3yJIbTAThI

MPAKTUYECKON IITAMIIOBKH JTHUII] U ONIPEACIICHHUE
MaKCHUMAaJbHOM CHJIBI IITAMITOBKH.

C mosiBIEHWEM NAKETOB MPHUKJIAIHBIX MPO-
rpaMM JJisl pacdera MpOIECCOB ropsyei mTam-
TOBKHM TIPOBEJICHBI HUCCIeA0OBaHUS [2] U3MEHEHuUs
TEMIEPAaTypHBIX MOJEH B Mpolecce MepeHoca Jju-
CTOBOM 3arOTOBKH OT IE€YH 0 MPEcca, a TAKKE B
pabortax [3, 4] mpoBeieH aHaTN3 HAMPSYKEHHO-e-
(hOpMHUPOBAHHOTO COCTOSIHUS TIPH TOPSTUEH JTUCTO-
BOI IITAMIOBKH JTHUIII.

B pabote [5] Obu1a nmocraBieHa 3ajada, uc-
CleIoBaTh TOPAYYI0 TOJCTOJHMCTOBYIO IIITaM-
MOBKY MaTrepuajia, UMEIOIIEr0 0YeHb HEOOBIION
TEMIEPATypHbII WHTEpBall IITAMIOBKH, BCETrO
50 °C. IloaToMy Ha mepBOM 3Tare pacdera Mmpo-
aHAJIM3UPOBAH HArPeB 3arOTOBKU B meun. Paccuu-
TaHO BpEMsl HarpeBa, Mpu KOTOPOM TeMIIepaTypa
PaBHOMEPHO pacHpeesieTcs Mo TONIIHE. 3aTeM
paccMOTpeid U3MEHEHHE TEMIIEpaTyphl IIPH Tepe-
HOCE 3arOTOBKH OT TIeUH JI0 Mpecca U U3MEHEHHE
TEMIIepaTyphl TIPH IITAMIIOBKE.

B pabGorte [6] mpoBeneHo HccleOBaHUE Me-
TOJIOB HarpeBa 3aroTOBOK IS TOPSYEH JTMCTOBOU
IITAMIIOBKH, a B pabote [7] mpoBeaeHa OlleHKa
MIPEACIIbHON CTEMEHU BBITSKKH JIMCTOBBIX H3JIE-
JUH cO cpepuyecKuM JHOM B YCIOBHUSX TOpsiueit
nedopMarum.

OTHOCUTENBHO HENaBHO B YpalbckoM (e-
JepaJIbHOM YHUBEpCHUTETEe uMeHHU niepBoro [Ipe3u-
nenta Poccun B.H. Enpiiraa OB BBITIOTHEH UK
pabot [8 — 11] mo ropsiueii TMCTOBOM IITAMITIOBKE
JTHUI. ABTOpBI TIOCTaBUJIM TIepen coOOH Ienb
CHU3HUTH METAJUIOEMKOCTh 3JUIMIITUYECKUX TOps-
YeIITaMIIOBaHHBIX JHHI 32 CYET yMEHbILIEHUs
TEXHOJIOTMUECKOro Hamycka. JloctatouHo mo-
JIpOoOHO pacCMOTPEHBI MPUYHHBI, IO KOTOPBIM MPU
LITAMIIOBKE TMPOUCXOJUT YTOHEHHE HCXOTHOU
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3arOTOBKH W JaHbl MYTH YMEHBIICHHS OTHOCH-
TEJILHBIX Jedopmanuii mo TtommuHe. [TomyueHo
TUTIOBOE pacrpeieicHue aedopmariuii mo oopasy-
IONICH, MPEICTaBICHHOE Ha puc. | (3HAUCHUS W3-
MEHCHHE TOJIIUHBI YKa3aHbl B OTHOCHTEIBHBIX
nedopMaIusax mo TONIIUHE).

Jenolnag ryaedos sunug

\
" u]5‘5 1

Puc. 1. XapakrepHoe OTHOCHTEJbHOE H3MEHEHHE
TOJIIMHBI CTEHKH JHHIL NIPH TopsYeil ITaMIOBKe

Fig. 1. Characteristic relative change in the wall thickness
of the bottom plate during high-temperature forming

Kax BuaHo Ha puc. 1 MakcumanbHOE yTOHE-
HUE TIPOUCXOANT B BEPIIMHE AJUTUIICA U 30HE JeHi-
cTBUA M3rudarmmux MoMeHToB. Kak u mosoxxeHo
MIPHU BBITSDKKE, BO (hJIaHIIE MPOUCXOIUT yBelnde-
HUE€ TOJIIMHBI 3aTOTOBKU IO JE€HCTBUE TaHTCH-
UATBHBIX CKUMAIOIINX HATPSHKEHUH.

[TosToMy HaM HEOOXOAMMO B AIJUIUAINTHYE-
CKOI 4acTu JHUINA U YMEHBIIUThH PACTATUBAIO-
M€ HAMPSHKCHUS WM YBEIUYUTH B ’TOM MECTE
HaMpPsKEHNE TeKYUeCTH Os.

B pesynbrare MmonemmpoBanusi B DEFORM-3D
TUTIOBOTO TEXHOJIOTMYECKOTO TMpoIiecca MoIy-
YEHO, UTO JIJIS1 ayCTEHUTHBIX CTaJIeH TEXHOJIOTHYE-
CKyI0 TpuOaBKy [UIsl KOMIEHCAIUA YTOHEHUS
CTEHKH TP IITAMIIOBKE JOIMYCKACTCS] CHU3UTH C
15 % no 7,0 %, nns AHUIL U3 yTAEPOIUCTHIX U
HU3KOJIernpoBaHHbIX crajieit — g0 10 %. B Toxe
BpeMs HE SICHO, YYUTHIBAIOCH B pabOTE N3MEHEHNE
HAYaJIbHOM TOJIIIMHBI 3aroTOBKU. Hanpumep, st
mucta u3 ctanu 10, rommunoi 10 MM nonyckaercs
yMmeHblenue Toamusbl Ha 0,8 MM (8,0 %).

Takum oO6pazom, mpobdiemMa CyIiecTByOLIEH
TEXHOJIOTHMH COCTOUT B TOM, YTO HEJIb351 JOOUTHCA
MOCTOSIHHOTO COOTBETCTBUS TPeOOBaHUSM TIO
I'OCT 6533-78 nepBoii rpyIibl, 4TOObl OTHOCH-
TEIbHOE  YMEHBIUICHHE  TOJIIUHBI ObLIO
menblre 4,0 %.

PaccMoTpuM uHTEHcH(uUKaMiO Mpolecca
LITaMIIOBKH JHHUII 32 CYET Harpesa (hjaHLa 3aro-
TOBKH.

B cnyuae, ecnu yduThiBaeM BIUSHHMS Ha
MPOIIECC BBITSDKKH TOJIBKO (POPMOU3ZMEHEHHS, T10-
Jdy4daeM HpefenbHbli KO03()(UUIUEHT BBITSKKU
K = 2,7, i ( K = R/r;
R — panuyc 3aroTOBKH; ¥ — painyc AETalH.

[Ipennonoxum, 4TO MBI Harpeu QIaHerr 3a-
TOTOBKH IO 3KCIIOHEHTE U YMEHbBIIWIN MPeJIe Te-
KYy4eCTH Oy B 2,0 pa3a, Toraa:

1 R
Gpmax = 5 Oso In 7:

2
IJI€ Opmax — MAKCUMAJILHOE HAMPSDKEHUE B OMac-

HOM CEUYEHHH; Gg( — 3HAYCHHE MpeJiea TEKy4eCTH
NPy KOMHATHOW TeMIepaType.
3H€M€HTapHBI€ PaCUCThI MOKA3LIBAKOT, YTO

Opmax = Oso0;

Rl
2=In,"’
R
—=K=e*=74
r

Ecnu ymensmuMm oy
MOJTYYUM:

B 4,0 pa3a, torma

1 R R
Opmax = ZGSO ln;; 4 = 1n7;

TakuM 00pa3oM, TECOPETHICCKH, MTOSBIISCTCS
BO3MOXKHOCTH YBEIUYUTH KO (DULIUEHT BBITSHKKU
B 20 pa3. Ha npakTuke, KOHEUHO, TAKHE BETUINHBI
K HepocTwKnMBI, OJTHAKO MBI MOYKEM IOJIYYUTh
W3/IeNMs ¢ OYCHb BBICOKUMHU OOpTaMU WU, TpU
MEHBIINX 3HauYeHHsIX K, CyIllecTBEHHO yMEHb-
LIUTh PACTATUBAIOIINE HAMPSKEHUS B JUTUITHYC-
CKOHM 4acTH JHHUIIA.

OnHako 1Opu  HArpeBaHWH  3arOTOBKH
JOJKHA BO3HUKHYTH MPOOJIeMa, CBSI3aHHAS C TEM,
YTO TPHU TOBBILIEHWH TEMIEPATYPhl KpHUBas
YOPOYHCHUS HAYMHACT NPUONIKATBCA K Ue-
anbpHO IIacTudeckor. Hanmpumep, kpuBas ynpou-
HeHus i ctanu 10, mocTpoeHHas sl Temnepa-
Typ 800 °C, 900 °C, 1000 °C u 1100 °C nokazana
Ha puc. 2. Kak u3BecTHO, OU€Hb IUIACTUYHBIE Ma-
T€pUAJIbl, KaK CBHUHEI, MUILECBON AIIOMUHUN U
JIpyrue MaTepuaibl, He UMEIOLUE YIPOUHEHUS, HE
MOJJAIOTCS JIUCTOBOW IITAMIIOBKE M3-3a MOTEPHU
YCTOWYHBOCTH TpU AePOPMUPOBAHUH.
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[Marpamma ynpouHeHHA 4nA cranv 10

Depopmauma

Puc. 2. KpuBas ynpounenus mias Cranu 10:
1—2800°C; 2—-900 °C; 31000 °C; 4—-1100 °C

Fig. 2. Hardening curve for Steel 10:
1—3800 °C; 2-900 °C; 3 -1000 °C; 4 - 1100 °C

Jns yTOuHEHUs MapaMeTpoB ropsiyer Ju-
CTOBOM IITAaMNOBKH JHMI OBLJIO MPOBEIEHO HC-
CJIEZIOBAaHUE  M3TOTOBJIEHUS  AJUIMITUYECKOTIO
JHUIIA Ha OJTHOM M3 3aBOI0B MOCKOBCKOI1 001a-
cti. VI3MeHEeHHs TOJIMHBI B TIPOILIECCE BBITSKKI
u3ydaiad IMpU MOMOIIM MOJEIHUPOBAHUS B IPO-
rpamMmmHOM obecrieuennu QForm.

s onpeneneHHOCTH Obula B3siTa JETalb,
Ipe/icTaBJIeHHAs Ha puc. 3.

B1000+ 3 =k

| 45205

250+2

Mamepuas: Cmans 10

Puc. 3. DcKH3 roToBOii JeTajM IMOCJe MeXaHH4YeCKO
00padoTKu

Fig. 3. Sketch of the finished part after machining

JlaHHas neTanpb UCHoNb3yeTcs B 100ObIBAIOLIEH
MIPOMBIIIIEHHOCTH (KaK 4acTh COCY/Ia), TaK e B XU-
MHUYECKOM MPOMBIIIIEHHOCTH (COCYbI BBICOKOTO
TTABJICHUS ).

Pacuer 3aroToBku nokasas, 4To JUaMETp 3aro-
TOBKH JI0DKeH ObITh D = 1270 mm. [Ipu aTOM K03(-
(urmeHT BBITSHKKH Beero 1,27.

Hcxonnble naHHbIe IS pacyeTa:

— BUJI TIEYM: KaMepHas HarpeBaTelbHas 1edb;

— HarpeBaeMblii Metaiut: Cranb 10;

— KOHEYHas TeMIeparypa MOBEpXHOCTH Me-
tajua, 1100 °C;

— TOILUIMBO: IIPUPOAHBIN ra3.

Ananmm3 pacnpezerneHust aedopmaii, moxa-
3bIBaeT, UTO HaNOOJIee OMACHBIE 30HBI C TOYKH 3PEHUS
paspylleHys pacroiararoTcs Ha 00pTy THMIIA, B Me-
crax rodp, KOTOpbIe MPU MPOXOXKACHUN Yepe3 3a30p
MEX]y ITyaHCOHOM M MAaTpUIel pacnpaBWICh. B
30HE TMepexoja OT AUIMNTUYECKON K HWIMHIpUYe-
CKOM 4acTH JHUIIA 10 BCEMY 00beMY MPeoOIaaroT
pacTsruBaroiye HanpsbkeHus.. Tak Kak Mbl Harpe-
BAEM BCIO 3arOTOBKY B ['a30BOM I1€4H, TO HEOOXOIUMO
y4ecThb, YTO IOCJIEe HarpeBa OHA U3rM0AETCs BBEPX U
3TO CWJILHO BIIUSIET Ha MPOLIECC IITAMIIOBKH.

[IpomonenupoBaHHasl ~ 3aroToBKa  IOCHE
HarpeBa B ra30BOi Ie4y Npe/IcTaBIeHa Ha puc. 4:

Puc. 4. Moaesb 3aroToBKH MOCJie HarpeBa B ra3oBoid
nmeun g0 1100 °C

Fig. 4. Model of the workblank after heating in a gas oven
up to 1100 °C

Kak BuiHO Ha puc. 4 MOIeIMpPOBaHUE MTOKA-
3bIBAaCT PABHOMEPHBIN HArpeB 3arOTOBKHU B 3aJIaH-
HOe BpeMs U u3rub (iania.

3aroToBKa Iocje HarpeBa B Ta30BOIl medn
Ha MTPOM3BOCTBE MPECTABICHA Ha pHC. 5.

Puc. 5. 3aroroBkm mocjie HarpeBa B Tra30BOil MeYHd
a0 1100 °C.

Fig. 5. Workblanks after heating in a gas furnace up
to 1100 °C.

[Ipn Harpese 3aroToBKM B II€4H, Kpasl 3aro-
TOBKH TaK ¢ MOJAHUMAIOTCS, T. €. IPOUCXOIUT H3-
o 3aroTOBKH, KaK IIpyu MOACIIMPOBAHNH.

Bcnencreue usrnba, mosiBIsieTCs1 HEOOXO/TH-
MOCTDB IIPUIKUMOM CHECJIaThb MIPABKY 3aroTOBKH 110
MOCJIEAYIOIIYO [IITAMITOBKY.

Pacripenencane pedopmaruii  geranum B
KOHIIE MOJICIIMPOBAHMUS TPEICTABICHO Ha pHC. 6:
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Puc. 6. Pacnpenenenue aedopmanuii geranm mnocie
moneaupoBanus B Qform.

Fig. 6. The distribution of deformations of the part after
modeling in Qform.

MopenupoBanue B QForm nokassiBaeT, 4To
MaKCHMaJllbHbIe JIe(OpMalMd  HAXOIATCS  BO
¢drnanme u B 30He M3rubda Mo Matpuile, 4To MoJ-
TBepXxKAaeTCs skcnepumeHToM. [loaTomy HeoOxo0-
JUMO YMEHBIIUTH NeopMallio Ha y4acTKax Tie-
pexo/ia UUIMHIAPUYECKOM YacTh K JIUTUTITHYE-
CKOM.

Jlnst mpoBeieHNSI SKCIIEPUMEHTAIIBHOM 1IITaM-
MOBKH Ha MPOM3BOJCTBE HA 3arOTOBKY ObLTa HaHe-
CEHa pa3MeTKa 10 CXeMe, ITOKa3aHHOM Ha pHC. 7.

Puc. 7. Cxema u3MepeHHMs] TOJINMHBI JHHMINA HOCJe
HITAMIOBKH

Fig. 7. Thickness measurement pattern bottoms after stamping

3aroToBKa ¢ HAHECEHHON pa3METKOW MoKa-
3aHa Ha puc. 8.

Puc. 8. 3aroroBka ¢ pa3MeTkoil To4ek A M3MepeHUs
TOJIIMHBI THAIIA MOCJe INTAMIOBKH

Fig. 8. Workblank with marking points for measuring
thickness of the wall after stamping

Ilocie ropsyel JNUCTOBOM IITaMIOBKH
JHUIIA ObUTH MPOBEACHBI U3MEPEHUSI OTHOCUTEb-
HOW tehopMaIyy 1o TomuHe. Pe3ynpTaThl moka-
3aHbl Ha puc. 9.

Yenolras vynebas nunus

Puc. 9. Pacnpenesienre 0THOCUTE/ILHBIX AeopManuii no
TOJIIMHE B TOTOBOIi AeTanu

Fig. 9. Distribution of thickness relative deformations in
the finished part

CpaBHeHHE DPE3y/IbTaTOB IITAMIIOBKH, IpeJ-
CTaBJICHHBIX Ha puc. 1 1 puc. 9, okasbIBaeT, uTo A0-
CTUTHYTBI JIy4IlIM€ PE3yJIbTaThl 32 CYET YMEHBIICHHS
KO3 QHUIMEHTA BBITSKKH, T. K. €r0 YMEHBILICHUE 03~
BOJIICT YMEHBIINTh PACTATUBAIOIINE HANPsHKEHUS.
OnHako B 30HE M3rU0a, P CXOJIE METAILIA C KPOMKHU
MarTpulibl, TPOMCXOJUT PE3KOE YBEINUEHUE OTHOCHU-
TeJbHBIX Aedopmarii o TomuuHe (10 50 %). Takue
K€ Pe3yJIbTaThl OTyYEHbI IPU MOAEITMPOBAHHIH IPO-
riecca (cm. puc. 6).

[TosrydeHHBIE pe3yJIbTaThl IO3BOJISIOT IIPEATIO-
JIO’KHUTh, YTO OXJIKIACHUE YYaCTKOB C MaKCUMAlb-
HOM iehopmaltueil ¥ HarpeB B MeCTax, rjie aedopma-
LM MUHUMAJIbHBIE, TIO3BOJIUT MOJIYYUTh Oosee paB-
HOMEpHOE pachpe/ieJieHHe OTHOCHTENBHOM J1edop-
Mall{H 10 TOJIILHHE.

BriBoabI

1. TpaguiyoHHast TEXHOJOTHs, C PaBHOMEp-
HBIM HarpeBOM BCEW 3aroTOBKH, KaK IPaBHJIO, HE
TMI03BOJISET MOJTy4aTh AHUIIA 110 TIEPBOM IPYIIIIE.

2. YMeHblleHHE KOI(PPUIMEHTa BBITSDKKH
yJIy4IlaeT paBHOMEPHOE pacrpezeneHne OTHOCHU-
TeNbHOU JehopMalyy 0 TOJIIMHE 110 00pasyromieit
JeTalu.

3. Co3naHue rpajueHTa TeMIeparyp Io Mo-
BEPXHOCTH 3arOTOBKU MOXKET:

—  TEOPETHYECKH YBEIWYUTH yCTOWYHBOCTH
BBITSDKKH;

— MOJTy4UTh OOJIee PABHOMEPHOE pacrpesiene-
HHE OTHOCUTENBHOM JiepopMariu o TONIIMHE.
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TexHoJiorusi 1 000pyI0BaHUE 00PA0OTKH METAJLIOB JaBJeHUEeM
Technology and equipment of metal processing by pressure
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