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MOOEJNIMPOBAHUE NMPOLIECCA OCAKHA
LMNMHOPUYECKON 3ATOTOBKU

MpencraBneHo mModenvpoBaHWe Mpouecca 0CafKkn LMNMHAPUYECKON 3aroTOBKU B MPOrPaMMHOM
komnnekce QForm 2D/3D. YvcneHHbIN 3KCNepUMEHT NO3BOMUI ONPeAeniTb pauvoHanbHbIe TEXHONOMM-
Yeckve napameTpbl NpoLecca U OLEHWUTb YCTONYMBOCTb POPMbI 3aroTOBKM Npu AedOpMUpOBaHUA C Lie-
Nbi0 MOMyYEeHNs1 Ka4eCTBEHHbIX n3genuin. MiccnegoBaHbl 0COBEHHOCTU Mnpolecca AedopMMPOBaHNs npu
ocajKe 3aroTOBOK, CBSA3AHHbIE C (PU3NYECKMMU XapakTepUCTUKamMmn maTtepuana, MacluTabHbiM gakTopom
3aroToBOK, BUAaMu 06opyaoBaHUA U TEXHONOMMYECKMMM napameTpamu npouecca. [onyyeHHble pesynb-
TaTbl MOTYT ObITb NCMOMBL30BaHbI NPY PELLEHN TEXHOMOMMYECKNX 3afad, CBA3aHHbIX C COBEPLLEHCTBOBA-
HMeM NpoLIeCCOB NMPOV3BOACTBA U34eNuiA C Lienbio NMOBbLILLEHUSI YPOBHSI aBTOMAaTU3aLmMM NpousBoOACTBa U
KayecTBa roToBbIX M3AENWIA, CHMXEHNS cebecToMMOCTM NX NPOn3BOACTBA.

KnioueBble crnoBa: 4MCrieHHOe MOAenupoBaHue, nnactuyeckas aedopmauus, ocagka, Ha-
NpsSXXeHHOe COCTOsIHME, PaLMOHarnbHas TEXHONOMS, YCTOMYMBOCTb, Ka4eCTBO.
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MODELING OF UPSETTING PROCESS
OF A CYLINDRICAL WORKPIECE

The modeling of upsetting process of a cylindrical workpiece in the software package QForm
2D/3D presented. Numerical experiment allowed us to determine the rational technological parameters
of the process and to assess the stability of the shape of the workpiece during the deformation with the
aim of obtaining quality products. The features of the process of deformation at a deposit of the work-
pieces were investigate, related to the physical characteristics of the material, a scale factor types of
equipment and technological parameters of the process. The obtained results can be used to solve
technological problems related to the improvement of processes of production with the aim of increasing
automation of production and quality of finished products, reduce the cost of their production.

Keywords: numerical modeling, plastic deformation, upsetting, stress state, rational technology,
stability, quality.

OCHOBOI1 MHOTHX MTPOTPECCUBHBIX PECYpPCOCOEPETAIONINX TEXHOIOTHIA
ABJIsieTCs 00pabOTKa METAJUIOB JIaBJICHUEM, CPEIU U3BECTHBIX METOJIOB KO-
Topoil HaunOosee 3((HEeKTUBHBIM SBISIETCS OCaJKa, MO3BOJISAIOIAS 3HAYHU-
TEJIbHO SKOHOMHTBH MaTepHajl MpU MPOU3BOJCTBE MOKOBOK [1-6]. [ToBsire-
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HUe 3QPEKTUBHOCTH TEXHOJIOTUU 00pabOTKH METaNIOB AABJICHUEM SBIISET-
csl akTyanbHOU 3aaa4yeil. C TOUKHM 3peHHs] SKOHOMHUYHOCTH MPH pa3padoTke
ONTHUMAIHFHOM TEXHOJIOTHU 00pa0OTKH METAUIOB JIaBJICHHEM MPEHMYIIECT-
BO MEET IPOrpaMMHasi pean3alius YUCICHHBIX METOI0B [7].

3agaun NpOM3BOJICTBA, CBA3aHHBIE C MUHUMHU3AIMEN 3aTpaT Ha OCBOE-
HUE U OTJIQJIKYy HOBBIX TEXHOJIOTHH, YCOBEPIICHCTBOBAHNE W ONTHMH3AIINIO
¢opMm pabodero MHCTPYMEHTAa M 3arOTOBKM, YCHEIIHO PELIAITCS IyTeM
NPUMEHEHHUS MaTeMaTHYECKOro MOAEIHUPOBAHHUS MPOLIECCOB 00pabOTKH Me-
TaJJIOB JABJIICHUEM.

B 3TOoM oTHOmIEHHM OOJIBIIOE 3HAYEHHWE MMEET pealu3alus YUCIICH-
HBIX SKCIIEPUMEHTOB Ipoliecca OCaJKH B MporpaMMHoM mnakere QForm
2D/3D, KOTOpBIii SBISETCS KOMIUIEKCOM WHKUHUPHHTOBOTO TIPOTPaMMHOTO
obecrieyeHus A pa3pabOTKU, aHAIM3a U ONTUMHU3ALUN TEXHOJIOTUI 00pa-
OOTKHM METAJIOB JaBicHHEeM. J[aHHBIN makeT pa3padoran kommnanueir OO0
«KBantop®@opm». CyTh MOAEIMPOBAHUS MPU ITOM 3aKIHOYAETCS B JAUCKpe-
TU3alUM 00beMa 3aroTOBKM M MHOTOKPAaTHOM aBTOMAaTUYECKOW MepecTpoi-
K€ CEeTKM KOHEYHO-3JIEMEHTHOW PAacYeTHOW MOJEIH C yU4eTOM KpaeBbIX yC-
JIOBUH, IIPU 3TOM oOecreunBaeTcs HeoOXoaumas TOYHOCTh pEleHHs Iula-
CTMYECKHX 3ajiau.

Pabora mocBsiiieHa uccaeI0BaHUI0 HAPSHKEHHO-1€(OPMUPOBAHHOTO
COCTOSIHUS IWJIMHAPUYECKOW 3aroTOBKM IPU OCAAKE IyTEM IPOBEACHUS
YHUCJIEHHOT0 KCIIEPUMEHTa ¢ IPUMEHEHHEM KOHEYHO-3JIEMEHTHOIO aHallu-
3a B mporpaMMHoM komiuiekce QForm 2D/3D. Ilpu 5ToM mpoBenieH aHau3
HaNPSHKEHHO-E(POPMHUPOBAHHOTO COCTOSHUS IIMIIMHAPUIECKON 3arOTOBKH
IPU OCaJKe C YYETOM Pa3IMYHbIX KOH(PHUIypaluid MpeccoBOoro HHCTPYMEH-
Ta, MacmTabHOro (hakTopa 3aroTOBKM M TEXHOJOTHYECKUX MapaMeTpoB
ocajaku (Temmneparypsl JAeopMUpOBaHUsl, CKOPOCTH Je(pOPMUPOBAHUS, YC-
JIOBUH TPEHUS MEXIYy MPECCOBBIM MHCTPYMEHTOM M 3aroTOBKOH, ypOBHS
0CaKH, PU3UKO-MEXaHHUECKUX XapaKTEPUCTUK MaTepHalia 3arOTOBKH).

PaccmoTpena 3amada miuacTU4eckoro AeOpPMHPOBAHUS TPH OCAIKE
3arOTOBKM B OCECHMMETPHUYHOW ITOCTAaHOBKE, OCHOBAHHOW Ha pa3pemniaro-
IIMX YpaBHEHMSX, MOJIyY€HHBIX HAa OCHOBE NMPHUHLMIIA MUHUMYMA ITOJIHOM
MOTEHIMAIBLHON HEPTUU JJIsl CUCTEMBbl NIEpEeMEILeHHH, peaTn3yeMoil B Je-
(hOopMHPOBAHHOI 3ar0TOBKE, C YY€TOM I'DAaHHYHBIX YCIOBHI Ha €€ MOBEpX-
Hocru [2, 3, 6].

B moznenu yureHa nosnHas cucrema AudQepeHnranbHbIX YpaBHEHUH
TEOPHH IIACTUYHOCTH [2—0):
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=0, N
(U +u;,)
= 5 (2)
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T=T(), c=0(¢), (3)
TAe G, & j — KOMIIOHCHTbI TCH30pa HANPDKCHUH U negopmanuii coot-
BETCTBEHHO; U; j — KOMIIOHCHTHI BeKTOpa mepemeriexnii; T — nHTeHCHB-

HOCTh KacaTeIbHBIX HAMPSHKEHUH; [T — MHTEHCUBHOCTH JieopMaIuii cIBHTa.

Cucrema ypaHenuit (1)—(3) Brimtodaer nuddepeHinanbHble ypaBHe-
HUS BYDKEHHS, KOTOPBIE TIPH YCIOBUU MAaJIOCTH YJIENBHBIX MAaCCOBBIX CHII
Y YCKOPEHUI JABIKCHUS YacTull Tena umeror Buj (1), KuHeMaTHueckue co-
OTHOWICHUs Uil Maibix nedopmanmii (2), ¢usmyeckue ypaBHeHus (3).
Pemrena cucrema ypasuenmii (1)—(3) ¢ y4eToM rpaHUYHBIX YCIIOBHH B Iie-
PEMELICHUAX U HANpPSHKEHUSAX Ha COOTBETCTBYIOIIMX MOBEPXHOCTAX MOEITH
C MPUMEHEHUEM METO/Ia KOHEYHBIX 3JIEMEHTOB.

Bbuna co3mana MaremaTrudeckasi MOJIeIb MpoIecca 0CaJAKH KaK CIUIONI-
HOMH, TaK W MOJOH IMIMHIPUYECKOI 3arOTOBKU C yYETOM pealbHBIX CBOWCTB
Marepuana U KOHKPETHBIX YCIOBUH 1e(OpMUpPOBAHUS, UCCIEIOBAHO HAIpsi-
’KEHHO-1e()OPMUPOBAHHOE COCTOSHHE OCAXMBAEMBIX 3arOTOBOK, IPOBE/ICH
aHaJIN3 MOJYYEHHBIX PE3YJIbTAaTOB.

Bbbutn ocyiiecTBiIeHbI CIEAYIONNE YUCICHHBIE SKCIIEPUMEHTBI: 0Ca/l-
Ka CIUIOIIHOM M ITOJIOW LWIMHAPUYECKON 3arOTOBKH, BBIIIOJIHEHHOW U3 CTa-
au (Cr45) u anromMunus. B kauecTBe HHCTPYMEHTOB OBbUIH BBIOpaHBI MeXxa-
Huueckuit npecc 80 MH u monor 23 1. PacueTsl npoBOAMINCH C YYETOM
ocanku ¢ aedopmarueii ot 10 no 75 %, pesxuM TpeHHsI ONpeACIIsICS BbIOO-
POM BHJa cMa3Ku U3 0a3bl JaHHBIX NakeTa QFOrm — mmbo oTcyTCcTBHE CMa3-
KH, 1100 uneanpHas cmaska (rpadut + Bona).

Bbeut uccnenoBan mporece OCaaKd LWIMHIPUYECKUX 3aroTOBOK pas-
HBIX BUJIOB!

a) MeX/y MapauielbHbIMU IIOCKHUMH TUTUTAMH,

0) MeXay mapauIeIbHBIMU IIOCKUMU ILUTUTAMU C OTBEPCTHEM B OC-
HOBaHWH;

B) MEX/y NapaJIebHBIMHU [UIOCKMMH IUTUTAMU C JIBYMSI OTBEPCTHSIMH.
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UucneHHbI SKCIEPUMEHT IIPOLECCa OCAAKU LMIMHAPUUYECKUX 3aroTo-
BOK IIO3BOJIWJI IPOAHAJIM3UPOBATh BO3HUKAIOIIUE HAINPSKEHHBIE COCTOSIHUS
npu 1eOPMHUPOBAHUN C MPUMEHEHHEM DA3JIMYHBIX BUIOB 00OpYZOBaHMS,
yuera CONpPOTUBIICHUS JieopMalliK pa3HbIX MaTepHAIOB, MAaCIITaOHOTO (ak-
TOpa W pa3HbIX ycoBHiA TpeHus. Hanpumep, Ha puc. 1 mpeacTtaBieHo pacmpe-
JIETICHUE CPEIHEr0 HaNpsDKEHHS 10 CEUCHHIO OCa)KMBaeMOW 0e3 CMasKu
CIUTOLITHOM HMJIMHIPUYECKOM 3arOTOBKH, BBIMIOJIHEHHOM U3 cTanu 495.

[TonmyuyeHHble MPU YUCICHHOM 3KCIIEPUMEHTE Pe3yJbTaThl, MOA0OHbIE
TEM, 4TO M300paKeHbI Ha pUC. 1, XOPOIIIO COrNacyroTcs ¢ IKCIIEPUMEHTAIIb-
HBIMH JaHHBIMH, KOTOpbIC W3BECTHBI M3 HAay4YHOW JuTepartypsl [2, 4, 6],
U MIOATBEPXKIAIOT TEOPETUUYECKHE OCHOBBI, OIMCHIBAIOLINE OCOOEHHOCTH
nporiecca 1e(OpMUPOBAHHS MIPHU OCAKE CIIOUTHON U MOJOW IHIMHIpHYE-
CKOMW 3arOTOBKH.

OpHMM M3 MHOTMX IIPOBEJIEHHBIX UYMCIIEHHBIX DKCIEPHUMEHTOB SIBIIS-
eTcs pacueT HaNpsDKEHUH NMpHU pelIeHrH 3a7aud 00 yCTOMYMBOCTH (OPMBI
3arOTOBKH.
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Puc. 1. Ananu3 HanpsHKEHHOTO COCTOSIHUS CIIONTHON HMIMHAPUIECKOM
CTaJIbHOU 3arOTOBKH, OCA)KHBAaeMOU 0€3 MPUMEHCHHS CMa3Ku MEKITY
MJIOCKOIapalyIeIbHBIMU ITUTaMH Ipecca
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Puc. 2. lepopmupoBaHme mMooH IMIITHHIPHICCKON 3aTOTOBKA
Tpu ocajke 6e3 cMa3Ku

OCHOBHBIM Je()EKTOM OCAIKH MOJIBIX (KOJBIIEBBIX) 3arOTOBOK SIBIISET-
Csl TIOTEePsl YCTOWYUBOCTH (POPMBI BCIICJICTBUE TOHKOCTEHHOCTH 3arOTOBKH.
Ha puc. 2 npencraBieHo pacrpeleieHue CpeHEero HANpsDKEHUs Mo ceve-
HHUIO TIOJIOM 3arOTOBKH IMPH TOTEpPE yCTOWYMBOCTH (hopmbl (pacueT ObLT
NPOBEJICH JIJIS OCaJIKi 0€3 CMa3KH).

Ha puc. 2 BuHO, 94TO MOTEPS yCTOHYHBOCTH (DOPMBI ITOJION 3arOTOBKH
CONPOBOXKIAETCS HEPABHOMEPHBIM PACHpPE/ICTICHUEM HAIPSKEHUN N0 ceue-
HUIO 3arOTOBKU M UCKAKEHUEM BHYTPEHHEH M BHEIIHEW MOBEPXHOCTHU 3aro-
TOBKH. DTO CBSI3aHO C XapaKTEPOM JIBYCTOPOHHETO PaJUalbHOTO TEUEHHUS
MeTajia Mpu OCaJKe Mool 3arotoBku. Ha BHemHel moBepxHOCTH HAOMIO-
JAETCsI SIBHO BBIPA)KECHHAsSI BBIMMYKJIOCTh, 4 HA BHYTPEHHEH MOBEPXHOCTH 00-
pa3yIOTCsl CKJIAJIKU CMSTHUSI IOBEPXHOCTU. AHAIIU3 MapaMeTpOB OCAAKHU ITIO0-
3BOJISIET BBIOpATh TaKWe PEXHUMBI Ie(HOPMUPOBAHHS, TIPU KOTOPHIX OyIeT
COXPAHSITHCSI YCTOWYUBOCTH €€ (DOPMBI.

Takum 00pa3oM, MOJIETHUPOBAHUE TEXHOJOTHIECKOTO MPOIlecca Oca-
K{ HAIMHAPUYIECKON 3ar0TOBKH B mporpammuaom nakete QForm 2D/3D mo-
3BOJISIET pelIaTh 3aJaud PalMOHAIBHOTO BHIOOpAa TEXHOJIOTMYECKHX Mapa-
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MCTPOB C LCJIbIO IMOJYYCHHUSA KAaUCCTBCHHOI'O HU3ACIIUA. HonyquHHe pe-
3yJIbTaTbl MOTYT OBLITH IIOJIE3HBI npeaAnpuATUiIM MﬁHlPIHOCTpOHTGJIBHOfI
IMPOMBIINIJICHHOCTH, 3aMHTCPCCOBAHHBIM B COBCPIICHCTBOBAHWUN TCXHOJIOT'H-
YCCKUX IMPOLCCCOB 06pa6OTKI/I MCTAJJIOB JaBJICHHEM C LCJIBIO ITOBBIIMICHUSA
YPOBHA aBTOMAaTU3allkU MPOU3BOJACTBA U KAaUCCTBA I'OTOBBIX I/I3I[6JH/II\/JI, CHHU-
JKEHHS Ce0ECTOMMOCTH MX IIPOU3BOJACTBA.
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