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PaccmaTtpuBaeTcs 3agada 0 YACNEHHOM MOAENMPOBaHWUM MpoLecca NPOMEXYTOUYHOW Mpo-
KOBKW, Ucnonb3yemas npu agauTMBHOM MPOU3BOACTBE usfenun. Hanbonee pacnpocTpaHeHHbI-
MU npobneMamy NPoOBOSIOYHO-AYroBbIX aAAUTUMBHBIX TEXHOMOMMIA siBRsitoTcst obpasoBaHue nonemn
TEXHONOMMYECKNX OCTATOYHBIX HanpPsKEHWUN, MOPUCTOCTU, HEOOHOPOAHOW CTPYKTYpbl U aHK30-
Tponuu, a Takke HexenaTenbHbIX AeeKTOB, B YAaCTHOCTU TPELLMH, PaccroeHns unm kopobne-
Husa aeTtanu. NpMMeHeHne MeXCNOoNHOro yrNpoYHEHUs NPOKOBKON MO3BOMSIET HE TOMbKO KOMMEH-
cMpoBaTb 3TW HEAOCTaTKW, HO U MOBbLICUTb MEXaHU4Yeckne CBOWCTBA KOHCTPYKUMU. K OCHOBHbLIM
cnocobam M3yvyeHuss 3TUX MPOLIECCOB OTHOCMTCS MaTeMaTudeckoe MoaenvpoBaHue. Vimeetcs
pocTaToyHo Gonbluoi obbem nyénukauuii B 4acTM MoAenupoBaHusi NpoLeccoB hopMYPOBaHUS
nonen oCTaToYHbIX HaNPsHXKEHU U TepMoycadoyHbIX AedopMauni B U3genusx, nonyv4aembix ¢
MCMOMb30BaHNEM aAAUTUBHBIX TEXHOMOMMI, B TOM 4YMCile METOAOM MPOBOSIOYHOM HamnnasKy.
Llenbto AaHHoM paboTbl ABRSieTCA NpoBepka agekBaTHOCTM ncnonb3oaHus ANSYS Mechanical
APDL gns 4uMcrneHHoro moAenupoBaHUs MPOLECCOB MNPOMEXYTOYHOM 06paboTkM MeTannos
AasneHneM. B paboTe npoBeaeHa agantaums Bs3konnactuyeckon moaenm [hkoHcoHa — Kyka u3
Explicit Dynamics k BoamoxHocTsim ANSYS Mechanical APDL gns Tpex maTtepuanos: AMr6,
12X18H10T, BT6. B kauectBe cusmdeckonr mogenu B ANSYS Mechanical APDL BbiGpaHa
MynNbTUNUHEHAs M30TpOMNHas Modenb nnactnyHoctn MISO, koTtopas, B OTNMYMe OT MOAEenu
[xoHcoHa — Kyka, He y4uTbiBaeT BMUsiHWE CKOPOCTW Aedopmaumu Ha ynpyronnactuyeckoe
rnosefeHne matepuana. MioeHTunumpoBaHbl 3Ha4YeHUss MaTepuarnbHbIX KOHCTAHT AMst MOAenu
MISO. [okasaHa agekBaTHOCTb 3aMeHbl HECTALMOHAPHOW MOCTAHOBKU HAa KBa3UCTaTUYECKYHD
BBMAY HE3HAYUTENbHOW MOTEpPU TOYHOCTUW. [MocTpoeHa u peanu3oBaHa TpexMepHash MoAernb
NPOKOBKM Bpycka Ans Tpex TUNOB MaTepuaros, NpoBeAeHa ee UAeHTUMKaUna 1 Bepudmkauus
nyTeM CpPaBHEHUS C pe3ynbTaTaMu HaTYpPHOro akcnepumeHTa. [okasaHa xopollas cornacoBaH-
HOCTb pacyeTHbIX AaHHbIX C 9KCNepruMeHToM. Ha ocHoBe nomyyeHHbIX AaHHbIX CAenaH BbIBOA O
OOonNyCTUMOCTU NpumeHeHunsi HesisHoro (implicit) pewatena ANSYS Mechanical APDL gnsa pac-
YyeTa NpoLIeCCOB MPOMEXYTOYHOW NMPOKOBKN HaMMaBnsieMbIX 34NN C NPUeMNeMon TOYHOCTBIO.
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The paper considers the problem of simulating the interim forging during additive manu-
facturing. Wire-arc additive technologies are associated with formation of technological resid-
ual stress fields, porosity, inhomogeneous structure and anisotropy, as well as unwanted de-
fects, such as cracks, delamination or warping of the part. Interlayer hardening via forging both
compensates such disadvantages and improves the mechanical properties of structures.
Mathematical modeling is one of main methods of studying these processes. There are a lot of
publications on modeling the formation of fields of residual stresses and heat shrinkage de-
formations in products obtained using additive technologies, including the method of wire
welding. The work aims at checking the adequacy of using ANSYS Mechanical APDL for nu-
merical modeling of interim metal forming processes. In this work, the Johnson — Cook vis-
coplastic model from Explicit Dynamics was adapted to the capabilities of ANSYS Mechanical
APDL for three materials: Amg6, 12X18H10T, VT6. As a physical model in ANSYS Mechanical
APDL, a multilinear isotropic MISO plasticity model is chosen, which, unlike the Johnson —
Cook model, does not take into account the effect of strain rate on the elastic-plastic behavior
of the material. The values of the material constants for the MISO model are identified. The
adequacy of replacing the non-stationary statement with a quasi-static one is proved, due to a
slight loss of accuracy. A three-dimensional model of bar forging for three types of materials
was built and implemented, its identification and verification were carried out by comparing
with the results of a full-scale experiment. A good agreement between the calculated data and
experiment is shown. Based on the data obtained, a conclusion was made about the admissi-
bility of using the implicit solver ANSYS Mechanical APDL for calculating the processes of
interim forging of the deposited products with acceptable accuracy.

© PNRPU

BBepneHune

AnnmutuBHOe Tpon3BoncTBO (All) — mpomece mocTpoe-
Hus TpexmepHbix (3D) neraseit Ha ocHoBe HU(POBOIT Moie-
JIM TIOCTENICHHBIM JOOABIEHUEM TOHKHX CJIOEB MarepHaa.
OTta 0COOEHHOCTH TIO3BOJISIET IPOW3BOIUTEH CIIOXKHBIE FITH
YHHUKAJIbHBIE JIETAIN HEMOCPEACTBEHHO M3 LIU(POBOH Moze-
11 6e3 HeoOXOMMOCTH pa3pabOTKH AOPOTrOCTOSIIEH OCHACT-
KU WM JIMTEHHBIX (HOpM, CHIKAET TTOTPEOHOCTH BO MHOTHX
OOBIYHBIX dTamax 00padoTku. CIOXKHBIC NIETAId MOTYT OBITH
BBIIIOJIHEHB! B OAWH IpHeM, 0€3 OTrpaHHyYeHHH, MPHCYIINX
TpaJMIMOHHEIM MeToznaMm oOpabortku. Kpome Ttoro, neramm
MOTYT IIPOM3BOIMNTHECA IO Mepe HEOOXOIMMOCTH, CHIKas
pe3epB 3alacHbIX 4yacTell M COKpalas BpeMsi BBIIOJIHEHHS
JUISl KDUTHYECKU BaXKHBIX WJIM YCTapeBIIMX 3allacHBIX JIeTa-
neit. Ilo 3tuM npuunHam B HacTosmee BpeMs All npusHaet-
Csl B KauecTBE HOBOW IMapajurMel Ul IMPOEKTUPOBAHUSA U
MIPOU3BO/ICTBA KOMITOHEHTOB a3POKOCMHYECKOTO, MEIUIINH-
CKOT'0, SHEPTeTHYECKOT0 ¥ aBTOMOOMIHHOTO IPUMEHEHHSI.

OpHO W3 HampaBieHUI pa3BUTHS AJAUTHBHOTO IMPOM3-
BojcTBa (AIl) — ruOpuaHBIA crIOCOO M3rOTOBJICHUS H3Je-
JIMHA, KOTOPBIH BKJIFOUAeT B ce0sl HEMTOCPEACTBEHHO KaK caM
TIpOoIIeCC MOCIOWHOTO (POPMUPOBAHUS 00BEMA, TaK U COIMTYT-
CTBYIOII[YIO MEXaHU4eCKyto 00paboTky [1-3], uTo Xoporio
HOAXOIMT JUISi U3TOTOBJICHUSI KPYITHBIX JeTayieil HU3KOH U
cpemHel (opM CIOKHOCTH.

[pu cozmanmm m3genmii Mmeromamu All HaOmogaroTcs
CYIIECTBEHHBIE TeMIIepaTypHbIe I'PAJIMEHTHI 1, KaK pe3yJiib-

TaT, TEXHOJIOTHYECKUE M OCTaTOYHBIE HANPSDKEHUs, Hapy-
IIAIOIINE TIPOEKTUPYEMYI0 (HOpMY H3IENUs], CHIKAIOINE
SKCIITyaTaIl[MOHHBIE TapaMeTpsl O00bEKTa, WHOTAA IPUBO-
namue K paspymenuio B npouecce All [4-11]. YucnenHoe
MOJICTIMPOBaHKE MpOIIEcca HAIUIABKK MPOBOJIOYHOTO MaTe-
puana (cMm., Harpumep, [12; 13]) ucmonms3yercs Uit BEIOOpa
TEXHOJOTUYECKHX PEKHMOB, CHIDKAIOIIUX YPOBEHb YIOMSI-
HYTBIX OTPULATENLHBIX SIBIICHUH.

Pacuer npsiMOli 3a7aun HarUIaBKU TPEIIONIaraeT HpH-
MCHEHHE OJHOM M3 IBYX OCHOBHBIX METOIVK: CBSI3aHHOE
[IOCJIEJOBATEIBHOE PELICHUE TEIJIOBOM U CTPYKTYPHOH 3a-
nad [14] uiu MOJHOKOMIIOHEHTHBIA aHajiu3, pellaroluit
ypaBHeHus TtemnonpoBogHocty 1 MATT oxHoBpeMeHHO
[15]. Cnemyer OTMETHTH MOBBIIMIEHHYIO PECYPCOEMKOCTD
nociuenHeil.

B 3aBucuMocTH OT HCHOJNB3yeMOro JJIs pacdera Ipo-
IpaMMHOTO IIPOAYKTa pELICHUE 3afadd HapaluBaHHUs Ma-
TepHajga MOXET MPOBOAUTHLCS JTUOO MO TEXHOJIOTUU JT00aB-
JeHus1 HOBBIX (quiet element), 100 aKTHBU3AIMU dJIEMEH-
TOB K TIpEeNBapUTENbHO pa3MemieHHBIM (element birth)
[16; 17]. IIpumeHnsieTcs Takke CMELIaHHAs METOAWKA, T/Ie
AKTHBHPYETCSl TOJIBKO TEKYIIUH CIOW OCAXICHUS W yCTa-
HaBIIMBAETCS B CIIAIIEE COCTOSHHE, a BCE IIOCIEIYIOIINE
ciou neakTuBupyrorcs [18].

Jns noBbimennst 3(Q(EeKTHBHOCTH BBIYMCICHUH WC-
MOJIB3YETCs] TIPUHIMIT TPYIIMPOBKH ITOCIIEIO0BATENbEHO Ha-
palIBaeMbIX JIEMEHTOB, CIIOEB VIS MOCIEAYIOIIEH OqHO-
BpeMeHHoM aktuBanuu [19; 20].
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Ha ceromusmmmii IeHb 1711 MCCIENOBAHUS CIIOXKHBIX
TEPMOIMHAMUYECKHX ITIPOIIECCOB, MPOUCXOASAIINX NPH (op-
MHPOBaHUH M3JETHS aAIUTHBHBIM CIIOCOOOM, MPUMEHSIOTCS
pa3IMYHBIE METOABI M MOAXO/IbI, ONIMCAHHBIE B COBPEMEHHOM
HayuHo# Juteparype. K OCHOBHBIM crioco0aM M3y4eHHs OT-
HOCHUTCS MAaTeMaTH4ecKOe MOJEIUPOBaHUE, B TOM YHCIE
KOMITBIOTEPHOE MOJEIMPOBAHNE HAa OCHOBE UHMCICHHBIX ajl-
TOPUTMOB, IU(POBBIX MOJIENIel 1 MHOTOBAPHAHTHOTO aHAIIU-
3a Irpolecca Py pa3IMYHbIX BapHaHTaxX peaslu3allii TEXHO-
Jorugecknx mapamerpoB All, ydWTHIBaeMBIX NPH MOMOIIH
pa3HOro Habopa KpaeBBIX YCIIOBM. MMeercs NOCTaToYHO
OO0IbIION 00BEM MyONHMKAIMI B YaCTH MOJEIMPOBAHHUS MPO-
eccoB (POPMHUPOBAHUS ITOJICH OCTATOYHBIX HANPSDKCHUN U
TEpMOYCaZOUHbIX AehopManiii B M3IENNIX, MOIYIaeMbIX C
WCIIOIb30BaHUEM aJUIUTUBHBIX TEXHOJOTMH, B TOM YHCIE
METOJIOM TIPOBOJIOYHON HAaIUIaBKU. 3a4acTylo MPHU 3TOM HC-
TIOJB3YIOTCS YK€ MMEIOIIUECsS Ha PHIHKE BBIYHMCIUTEIIBHBIC
MpOrpaMMHBIE MAKEThl U KOMIUIEKCHI O0IIero Ha3Ha4YeHUs1, B
toM unciie ANSYS. TTonoOHbIi moaxon 0OyCIOBIEH TeMm,
9T0 y pa3paborunka [10 HET HEOOXOAUMOCTH CO3/1aBATh JI0-
TIOJIHUTENIbHbIE WHCTPYMEHTBI, CBSI3aHHBIE C IIOArOTOBKOW
MOZIENEN U1l PacdyeToB, a TAKKE C BU3yaIU3alMen IOJIy4eH-
HBIX PE3yJbTaToB, TAK KAaK 3TH BO3MOXXHOCTH PEATH30BAHBI
mratHeIMU cpezcTBamu m3BecTHBIX CAD/CAE-cuctem.

Ocoboe MecTO B TEXHOJOTHYECKHX CXeMax aJINTHB-
HOW HaIUIaBKH 3aHMMAET KJIacTep METOAWK C HCIONIB30Ba-
HHUEM IPOMEKYTOYHOH 00pabOTKN 1aBiieHHEM (IPOKOBKH).

N3 [21-25] U3BECTHO, YTO C MOMOIIBIO TIPOKOBKHU MOXK-
HO YIUIOTHHTb MaTepHuall, U3MEJIbYUTh €T0 CTPYKTypy H
MIOBBICUTH €r0 MeXaHW4Yeckue cBOWCTBa. [Ipu aToM sddek-
TUBHOCTh TakoW 0OpabOTKM 3aBUCHT OT BHJa 00padaThI-
BaeMoOro matepuaina, ¢popmsl OOiika, BOTHOBOAA U MHCTPY-
MEHTa, YTO TPeOyeT OTPabOTKH TEXHOJIOTNIECKUX PEKNMOB
MIPOKOBKH JUIS JIOCTH)KEHNSI HAWITYUIIINX PE3YJIbTaTOB.

U3 [26] m3BeCcTHO, YTO MEXKCIOHHOE YIPOYHEHHE yaap-
HOM 00pabOTKOM YMEHBIIAET pasMep TIEPBUYIHOTO [-3epHa B
HanpasJieHUH BeIpammBanus co 120 mm 1o 46 MUKpOH. YBe-
JIMYMBAET KOJIMYECTBO MECT 3apOXKICHHSA M YMEHBIIACT JUIH-
Hy (c 25,5 no 14,8 mukpon) u mmpuny (c 1,4 1o 0,8 MUKpOH)
o-3epeH. Kpome Toro, IpuBOJUT K YMEHBILIEHUIO aHU30TPO-
MY MaTepHaa, YBEeINYEHUIO TpeJieia TEKyUeCTH U Tpesera
MPOYHOCTH NPH PACTSHKEHUN 0€3 YMEHBILICHUS YJTMHEHUSL.

B pabote [27] BBIABIEHO, YTO TIyOWHA M3MEIBUYCHHS
3epHa 3HAYUTENLHO OOJbIIEe TIyOWHBI IJIACTHYECKHX JIe-
(dopmanuii: Tak, IpU BHEAPCHUM MHCTpyMeHTa Ha 1,2 MM
riryOnHa U3METbUEHHS 3epHa COCTaBIIIA 3 MM.

[Tpumenenne yabpTPa3ByKOBOW ynapHOH 00paboTKu
[28] mpuBOIUT K YepexyOLIEMYCsl PacHIpPEAEICHUIO KOPOT-
KHX CTOJIOUAaTBIX 3€pEH M PaBHOOCHBIX 3epeH. Takoe pac-
NIpeAeIeHNe BEAET K YMEHBIICHHIO pa3MepoB 3epeH. [Ipn
MIPUMEHEHHH YIIBTPa3BYKOBOI 00paboTku pa3mep crondya-
TBIX U PABHOOCHBIX 3epeH cocTaBmugeT 371 u 186 MKkM cooT-
BETCTBCHHO. B TO BpeMs kKak pa3Mmep CTOI0YATHIX 3epeH Oe3
00paboTKH MOXET COCTaBJIATH JAECATKA MIJUIUMETpPOB. Ta-
KuM 00pa3oM, BBHYy W3MENIBYCHHS CTPYKTYphl 00paboTaH-
HBIE 00pa3Ibl AEMOHCTPHUPYIOT MOBHIIICHNE MPOYHOCTH HA
pa3psiB ¢ 870 1o 934 MIla u cHIKEHHE CPEAHEro YAIUHE-
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Husa ¢ 11,95 no 10,29 %. Kpome Toro, naHHas MeToAMKa
OKa3bIBa€T 3HAYMTENIHHOE BIMSHHE HA CHW)KEHHE OCTaTO4-
HBIX HaNPsDKEHUH 1 YITydIIeHHEe KauecTBa MOBEPXHOCTH.

CornacHo [29] 00Opas3ipl ¢ yabTpa3ByKOBOW yaapHOW 00-
paOoTKOW 00JIaTAr0T JYYIIMMH CBOMCTBAMH MPOYHOCTH 03
CYILECTBEHHBIX M3MEHEHUH IUTACTUYHOCTH, CPETHUI mperen
TIPOYHOCTH TIPU pacTsDKEHUH yBenmumauBaercs ¢ 996 mo 1059
Mlla, a annzotponus cHmxkaercs ¢ 6 10 0,8 %. Tem He MeHee
TIOJTy4EHHBIE aBTOpaMH 00pa3mbl 00JIaIa0T TUIOXIM KadecT-
BOM ITIOBEPXHOCTH M YBEJIMYHMBAIOT IPHITYCK HA MEXaHWYE-
CKyr0 00paboTKy. KpoMe TOro, OTHOCHTEIBHOE YITHHCHUE
00pa3uos nocturaet 8 % ot Tpedyembix crangapramu 10 %.

Tem He MeHee MPOKOBKA HAIUIABIIEMbIX U3ICTHN NMe-
€T PsAJ HEIOCTaTKOB: HEJOCTAaTOYHOE H3MENbueHHE 3epHa,
HEONTUMAaJIbHBI MCTOYHHMK TEIUIa MM CIIOCOO HAaIlIaBKH,
MIPUBOIIMHA K POCTY M3MEIBYEHHOIO 3€pHA, OTKIOHEHHE
(hopMBI N3EINi U HU3KOE Ka4eCTBO TIOBEPXHOCTH.

Takum oOpa3oM, TpeOYIOTCS UCCICIOBAHMS )i YCTpa-
HEHUSl CYIIECTBYIOLIMX HENOCTATKOB IIOCIOMHOW yIapHOM
00paboTKH, a Takke OTPabOTKH €€ TEXHOJIOTHYECKHX pe-
JKMMOB C Pa3IMYHBIMU Marepuajiamu U (opmMamMu HHCTpY-
MEHTa, YTO B UTOTE IMO3BOJIUT NOBBICUTH KAueCTBO TPEX-
MEpHOH HAaIUIaBKH METAITIMYCCKUX U3/ICINH.

B pabore [30] mpencramiieHa 4YHCIICHHAS MOJCIb JUIS
OLICHKH BIIUSIHUS ITOBEPXHOCTHOI 00pabOTKU HaIUIaBIsIEMbIX
W3ENUIA HAa NX OCTaTOYHOE HAIPsHKEHHO-IE(POPMHPOBAHHOE
cocTosiHHE. [IJ1sl YMCIIEHHBIX PAcueToOB B pPabOTEe MCHONIB3YeT-
cs makeT LS-DYNA®, B KOTOPOM B KBa3HCTaTHYECKOH IO-
CTAQHOBKE PEalTM30BaH METOJ{ KOHEUHBIX JIEMEHTOB C y4ETOM
TEOMETPUYCCKON U (DU3MUYCCKOM HETMHEHHOCTEH. ABTOpaMH,
B YAaCTHOCTH, DKCIIEPHMEHTAIBHO MCCIIEJOBAHO BIUSIHUE Pa3-
JMYHBIX (HaKTOPOB (TEOMETpHs 00pabaTHIBAEMOro H3/eIHsl,
BUJ CIJIaBa, IiyOnHa oOpabortkm) Ha ocrarounsie HIAC n
TBepaocTb. [Ipumenenue LS-DYNA® nns pacdera Bcero
Tpolecca MPOU3BOACTBA U3EINI METOAOM HAIUIABKU TPE-
CTaBIISIETCS 3aTPyIHUTEIBHBIM, TaK Kak B IaHHOM IIaKeTe
MpOrpaMM  OTCYTCTBYET MEXaHU3M «yMEPILUBICHUS» U
«oxxuieHus» anementoB (Ekill u Ealive). Bmecre ¢ Tem ata
METOJMKA SIBIIAETCS KIFOUEBOH /UTA MMHUTAIMHN €CTECTBEHHO-
TO HaNpsDKEHHOTO COCTOSIHUSI BHOBH HapallinBaeMOTro CIOs
Matepuana. [IoaToMy B JaHHOW CTaTbe NPOBEJCHA OLICHKA
MIPUMEHUMOCTH KJIACCHYECKUX HEsBHBIX perrareneir ANSYS
Mechanical APDL mist pernenust 3amaq oOpaOOTKH TaBIICHH-
€M HapallluBaeMbIX KOHCTpYKLUI. B nepBoi yactu uccieno-
BaHMS OIIEHMBACTCA IIOTPEIIHOCTh, BHOCHMAsl TMIIOTE30H
TIpeHeOpEKUMON MAJIOCTH HECTAITMOHAPHBIX 3PPEKTOB (KBa-
3UCTATUYHOCTH) 3aJIa4H.

1. Apantauusa BsA3Konsiactuyeckon moaenm
OxoHcoHa — Kyka Kk ANSYS Mechanical APDL

Jliist ormucanust GOJIBIIMX MJIACTHYECKUX U MaJlbIX yIpy-
rux pedopmanuii MetaimioB B pabdore [30] mcronb3yercs
craniaptHas mozenb [31; 32] ¢ hopMyIupoBKOil B TepMH-
Hax TEKYILIETO JIarpaH)keBa MoJX0Jla B CKOPOCTAX, YHCIICH-
HO peanm3oBaHHas B makere LS-DYNA®. B dopmynupos-
KE MOJEIH MPUHATA aJJUTHBHOCTD YNPYTUX U IIaCTHUE-
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CKUX TEH30pOB CKOpOCTEH aehopMaryii, Ipy 3TOM TEH30p
CKOpOCTEeH ymnpyrux aeopMannii CBS3BIBACTCS JTMHEWHO C
npou3BoHON SlymaHHa TeH3opa HanpspkeHuid Kupxrodda,
a MJIaCTUYECKUH — 3aKOHOM IIJIaCTUYECKOT0 TeUEeHUs

dr==s, -, (1

e d,.j‘.’ — KOMITOHEHTHI JIEBHATOpa CKOPOCTEH TUIacTHYe-
ckux nedopmanmii n s, =0, _Gkksij — KOMITOHEHTHI JIe-

BHATOpa HANPSLKEHUH ¢ MaT€pPHUANbHOM MPOU3BOAHOMN ATOTO
teH3opa. B (1) moppa3ymeBaeTcs MIACTHYSCKUN ITOTCHIN-
aJ1, aCCOLIMMPOBAHHBIN C KpUTEpUEM TeKydecTd Museca

6, =0,, 2)

rae G, =./3s;s,/2 — WHTEHCHBHOCTb HANpPsKECHUI,

a O, — mpeesa TEKy4yecTd IPU OJHOOCHOM PaCTSDKEHMU,

IUIsI KOTOPOTO TMPHHAT 3aKOH HM30TPOIHOTO YHIPOYHCHUS
Ixoncona — Kyka B popme

€
6, =(A4+ Bs’]’, Y1+ Cln-2), 3)
€,
roe ép = ,l2dl.f dl.f /3 — HWHTEHCHBHOCTH CKOpOCTE#l me-
t
dopmaimit, €, = J-S pdt — HAaKOIUIEHHBIE IUIACTHYECKHUE
0

nedopmarun. Ilapamerp Ae(OPMAIMOHHOTO YHPOYHEHHS
h=0dc, /de, B (1) onpenensercss u3 3akona (3). B makere

LS-DYNA® naHHOH MOJAENTH COOTBETCTBYET CTaHIApPTHHII
matepuan MAT 098 [32]. 3aBUCHMOCTh OT CKOPOCTH Jie-
(dopmaruii yuuTeiBanach 11 Matepuaita AMr6, mis Korto-
poro kamuOpOBalOCh BO3JEHCTBHE B YHCICHHOW MOJENIU
MPOKOBKH ITHEBMOMOJIOTKOM M OIIPEJIeNsulach SKBUBAJICHT-
Hasl TTyOrHa B/IaBIMBAHMS WHCTPYMEHTA IIPH pacyeTe Mmpo-
mecca 00KaTKH POITUKOM.

Koncrantel 4, B, C u €, 3akoHa ynpo4yneHus J[xoH-

cona — Kyka ObumH B3TBI (JIMOO OTpE/IEIICHBI almpOKCHMa-
nueit naaHpiX) u3 [33] ans AMro6, w3 [34] ansa 12X18H10T u
u3 [35] anst BT6 u cBenens! B Taou. 1.

HavanpHast IIIOTHOCT U YIPYTHE KOHCTAHTHI MIOMETIC-
HBI B Ta01. 2.

B nepeune mozeneil mIacTUYHOCTH U BA3KOIUIACTUYHO-
ctu ANSYS Mechanical APDL maHHBIC ompenenstomnie
COOTHOIIIEHHS OTCYTCTBYIOT, IOPTOMY Oblila BEIOpaHa aHa-
JIOTUYHAs MYJIBTHJIMHEHHAs M30TPOIHAs MOJENb IJIacTH4-
Hoctu MISO [36], B KOTOpOH, B OTJIMYKE OT MoAeH J>KOH-
coHa — Kyka, He y4HTBIBaeTCs BIHSIHHAE CKOPOCTH aedop-
MaIy Ha YIPYTOIUIACTHYECKOE TIOBEICHHE MaTephaa.
Mozesnp UMeeT CIIeAYIONNHA BUI:

E=€,+€,+€,, 4)

& (xt)=E[a(xT(xt))dT, (5)

Ta6muna 1/Table 1

KoncranTel Monenu Jxoncona — Kyka aiis pa3inyHbIX
MaTepHatoB

Material constants of Johnson — Cook model for different

material
Mapamerp | A,MIla | B, MIIA C e, | n
AmMr6 184 4210 0,0474 1 1,2
12X18H10T 305 1161 0,01 1 0,61
BT6 968 380 0 1 0,42
Ta6muma 2/Table 2

HayvanbHas NI0THOCT U yNIpyrue CBOMCTBAa MaTEPUAIIOB

Initial density and elastic properties of materials

ITapamerp Po» K/’ E  TTIA \Y
Amr6 2640 71 0,3
12X18H10T 7800 206 0,3
BT6 4450 115 0,32

A

4
roe "C — TEH30p YETBEPTOro paHra ynpyrux KOHCTaHT Ma-

Tepuana;  €(X,/) — TeH3op NOMHBIX aedopmarmii;

g, (x,t)=8(x,t)—€,(x,r)—&,(x,t) — TeHsop ympyrux
neopmaii; €, (X,f) — TeH30p MmIACTHYECKHX AeopMa-
wnit; €, (X,t) — TeH30p TemmepaTypHbIX Jae(opMarimii;
o(x,7) — xodpdUIMEHT TeMnepaTypHOTO pPacCIIMPEHHs
Marepuaia; 1, — TemMrepaTypa Hadana OTCUETa TEMIIEPATYp-

HO¥ Aedopmarim; E — equHmaHbIi TEH30p BTOPOI'0 paHra.

Kputepnii 1mIacTHYHOCTH, OIpPENENAIONINA ypPOBEHb
HamnpsOKeHUH, MpH KOTOPHIX HAYMHAETCS IIACTUYHOCTH,
B o0mielt popme uMeeT BU

f(6)=0,,=0,, (6)

rae O, — SKBHBAJICHTHBIC HANpsvKeHHs, O, — mpezen
TEKy4eCcTH MaTepHana,

Ecnu 5KkBUBaJIeHTHBIE HANpsbKeHUs: O, MEHbILE Npeje-
J1a TeKy4ecTH O, TO Je)OPMUPOBAHNE OMUCHIBACTCS 3aKO-

HOoM ['yka
6="C-(&-%,), (7)

A L aA 4
rme 6 — temsop Hampspkenmid; C = "C(x,T) — TeH30p
YETBEPTOro paHra ynpyrux KOHCTaHT Marepuaia. B ciyuae,
Koraa G, =G, , MaTepPHAIl MOJBEPTAeTCs MIACTHYECKOMY

nedopmupoBaHuio. [lpy dYnCIeHHOW peanm3amuyd MOJICITH
MISO wucrnonb3yercss KpuTepuii miacTHdHOCTH Museca (8)
U acCOIMATUBHBIH 3aKOH TEYEHHUS, B Ka4eCTBE MEpHI yII-
pouHeHHUs BEIOMpaeTcs paboTa ImIacTH4ecKoi nedopManmu.
3aKOH yIpOYHEHNUS OTPeeNseTCs] COOTHOMEHNEM (9):

(e} =

eqv

©>
W

(®)

0o | W
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rae §(X,t)=6(x,l‘)—6(x,t)E — JIEeBHATOp TEH30pa Ha-

MPSDKEHUH;

F=,=§:§-0,, ©)

N | W

rae O, — GyHKUUs KOJIMYECTBA PaOOThI IPH IUIACTHYECKOM

nedopmuposanuu. Jns moaenn MISO o, ompenensieTcst

HATPSMYI0 U3 SKBUBAJICHTHBIX TUIACTHUCCKUX AehopMariuii
W 3aJaHHOW JumarpaMMmbl aedopMupoBaHus. 3aqada peria-
€TCSl C UCHOJIb30BAHUEM UTEPALMOHHON MOLIAroBOM mpoLe-
Iypel B TEPMUHAX TMPHpAIICHUH aedopMaIii ¥ HampsKe-
uuil. [Tnactiuueckoe aedopMupoBaHme OMUCHIBACTCS ACCO-
LIMATHBHBIM 3aKOHOM TCUCHUS:

dé, =xa—9, (10)
06

rae d€, — npupalieHne TeH30pa IUIACTHYCCKUX Aedopma-

IMH; A — TUIACTHYECKHH MHOKHUTETb (MHOKHUTEND Jlarpan-
*kKa), IPH YUCIEHHOH peanu3anuu Mojenn MISO ompeners-
eTcs B uTepaloHHol nponenype Hetorona — Padcona; Q —
IUTACTUYECKUH MOTEHNINAJ, B KAYeCTBE KOTOPOTO UCIIONB3Y-
eTcs yxe onpeaeneHHas B (9) GpyHkuus Texyuectu F.

o, MIla
600
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400 ¢
300 ¢

200 ¢

o, MIla
800
720
640
560
480
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320
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80

0 0,08 0,16

C

024 032 04
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[Ipupamenre Hanps>KEHUH MPH MOIIArOBOM Mpoueaype
pacdaera HJIC Beraucisiercs mo gopmyire:

d6="C-.d¢,, (11

re dé, =dé€—dg, —dg,.

Metonuka amantaruu moxenu (1) —(3) B ANSYS
Mechanical APDL uepe3 cootHomenust (4)—(11) Bkitogaer
CIIE/TyFOIIME JTAIIbI:

1. IlporpammupoBanre B MatLab Monenu ogHOOCHOTO
nepopmupoBanus (OHC) obpasia co cBoiictBamu (3).

2. IToctpoenne muarpaMM G—€ ISl HECKOJBKUX
YPOBHEH cKOpocTH JedopManuy B KaXIIOM M3 paccMaTpH-
BaeMbIX MaTEPHAJIOB.

3. Beibop 1o ckopoctH cpeaHeit nedopmaiyu mporecca u
NOTOYEYHAas! KyCOYHO-JIMHEWHas armmpoKCUMalis Ha TpyOon
CeTKe JUarpaMMBI C TIOCIIEAY oM dKcriopToM B ANSY'S.

4. YrteHue M MOTOYEYHAS WMIUIAHTALUS SKCIOPTHPO-
BaHHBIX U3 MatLab nquarpamm B ANSYSS.

5. IIpoBepka koppekTHOCTH Mozenu B ANSYS Ha 3ana-
4e OJJHOOCHOTO PACTSDKSHUSI.

Ha puc. 1-3 mokaszanbl pe3ynabTaThl ajanTalud st
TpeX UCCIeqyeMbIX MaTepHaoB.

3nayennsa xkoHctanT Monmenu MISO g morodedHoro
BBoza (TBPT) npusenens! B Tadu. 3.

o, MIla
700

600 |
500 |
400 1
300
200
100

€

(-]

0 005 o1 015 02 025 03

b

Puc. 1. luarpamma G —€ s Matepuana AMro6.
Ckopoctb nedopmariiu €:a—1¢';bH—1000 ¢™';
CHHHUE MapKepbl — TOUKH allPOKCUMAIUH JUIsl KCIIOpTa
B ANSYS; ¢ — uncieHHbIi SKCIEPIMEHT Ha OTHOOCHOE
pactsmxerme B ANSYS, £=1000 ¢

Fig. 1. The stress strain diagram relates to the material
AMg6. Strainrate € :a—1s"'; b— 1000 s™'; blue markers
are approximation points for export to ANSYS; ¢ — numeri-
cal experiment for uniaxial tension in ANSYS, €= 1000 !
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o, MIla o, MIla
900 ; ’ ‘ * ‘ 1000
800 900 |
700 | 800
600 | 700 1
600 |
x|
400 |
300 300
200 200
100 100
0 : : : : ‘ 0¢ ‘ ‘ ‘ : ‘ &
0 005 01 015 02 025 03 0 005 01 015 02 025 03
a b
o, MIla
1000
900 Puc. 2. lnarpamma ©—€ s matepuana 12X18H10T.
800 Cropocts aedopmammu €:a —1¢'; b — 1000 ¢
700 CHHUE MapKephl — TOYKH alIIPOKCUMALIUU ISl OKCIIOPTa
600 B ANSYS; ¢ — 4HCJICHHBIH YKCIIEPUMEHT Ha OJTHOOCHOE
500 pactsukenne B ANSYS, €=1000c ™"
400 Fig. 2. The stress strain diagram relates to the material
300 12Kh18N10T. Strain rate ¢ :a—1s'; 51000 s ; blue
200 markers are approximation points for export to ANSYS;
100 ¢ — numerical experiment for uniaxial tension in ANSYS,
0 & €=1000s"
0 0,08 0,16 024 032 0,4
c
o, MIla o, MIla
1200 ' ‘ ‘ : 1400
1000 | 12007
200l 1000
8001
600 |
600 |
400 400
200 200
Oe s ‘ ; s € 0¢ ‘ : ; ; x €
0 005 01 015 02 025 03 0 005 01 015 02 025 03
a b
o, MIla
2000
1800
1600 Puc. 3. luarpamma G —€ ans matepuana BT6. Ckopocts
1400 nedopmartiu € :a—1c¢™'; b—1000 ¢™'; cunme MapKepsl —
1200 TOYKH aNpoKcuManuu i skcnopra B ANSY'S;
1000 ¢ — YUCJICHHBIH SKCIIEPUMEHT Ha OJJHOOCHOE PACTSHKCHUE
800 B ANSYS, ¢=1000c¢"'
600 . o .
400 Fig. 3. The stress strain diagram relates to the material VT6.
200 Strain rate € :a—1s™; b— 1000 s™'; blue markers are
€ approximation points for export to ANSYS; ¢ — numerical
0 0 0,08 0,16 024 032 0,4 experiment for uniaxial tension in ANSYS, €=1000 s

c
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Tabmuma 3/Table 3

3HaYCHUS «HATIPSDKCHHE — TUTACTHYeCKast eOopMaIus),
KOTOPBIE BBOZSTCS B TAONHIy JaHHBIX MaTepuaa ¢
noMmoInbeo komauasl TBPT

The stress-plastic strain data points which are entered into
the material data table via the TBPT command

AMr6 12X18HI0T BT6
€, % o, MIla €, % o, MIla €, % o, MIla
0,27 191,70 0,15 306,03 0,85 976,43
0,45 200,20 0,45 359,61 0,90 1030,55
1,50 208,16 1,50 413,48 2,25 1100,10
2,25 215,23 2,25 441,17 3,15 1116,18
3,15 224,44 3,15 469,65 4,20 1130,67
5,40 249,85 5,40 528,92 6,75 1157,15
8,25 285,04 8,25 590,99 9,90 1181,68
9,90 306,50 9,90 622,98 11,70 1193,47
13,65 357,85 13,65 688,68 15,75 1216,36
18,00 421,05 18,00 756,47 20,40 1238,50
20,40 457,30 20,40 791,10 2295 124935
28,50 585,53 28,50 897,62 28,50 1270,67

W3 anammza puc. 1, 2 u 3 ciemyer, 4To A BCEX THUIIOB
MaTepHaioB POCT HANPSHKEHHH C YBETMYEHHEM CKOPOCTH B
HCCIIeIOBaHHOM Jauarna3oHe He rnpesbimaer 10 %, npu aTom
MPU CKOPOCTSIX AeOpMalliK, XapaKTEepHbIX Ui Mporecca
npokoBku (1000 ¢ ¥ BEIIE), PocT € HA MOPSIOK MEHSET
nmuarpammy He Oosee ueM Ha 2 %. W3 3Toro ObLT clenaH BbI-
BOJ O BbIOOpE IS NAJbHEHIINX pacdeToB YIPYTOILIACTH-
YeCKHX CBOCTB, COOTBETCTBYIOMIMX ckopocTh 1000 ¢,

2. OueHkKa gonycTMMOCTU UCNONb30BaHUA
KBa3MCTaTU4eCKON NOCTAHOBKU ANA pelleHus
HecTaUMOHapHoOM 3agaum npokoBku B ANSYS

IIpoBepka mnpoBoaMIach Ha MOJEIBHOW OCECUMMET-
pPUYHOI 3ajadye coygapeHus] MIapHKa C LMIMHIPUYECKUM
cronbukoM u3 oOpabaTpiBaeMOTro MaTepuana. PacuerHas
CcXeéMa HeCTallMOHapHOM 3afadM NpelCTaBlIeHa Ha pHC. 4.
Cucrema ypaBHeHUH pu 3ToM umeet Bua [37]:

VPAGHEHUS OBUIHCEHUSL:

divé=pii, xe V,, (12)

rae 6(X,t) — TeH3op HanpspkeHuid, u(X,7) — BeKTOp mepe-
MmeuieHuit; V,,k=1,2 — o0beMbl HWIMHAPA U IIAapHKa CO-

OTBETCTBEHHO;
2eomempuyeckue coomuoulenuss Junepa — Anomancu:

é:% Vu+(Vu)T—Vu-(Vu)T xeV,,  (13)

rae € (x, t) — TEH30p MOJHBIX Aedopmanuii;

cpAarHUYHblE YCI06US 6 hepeMeulerHUsdX.!
u=U, Xes§,, (14)
U HanpssICerHusx

6-n=P, xeS,, (15)

154

rae S, S, — YacTH IpaHuIlbl C 33/[aHHBIMH TIEPEMEIICHHUS-
MU U Harpy3KaMu COOTBETCTBEHHO.

B 30mne konmaxma nByx rpasuy S, S.,, 06pasyomux
0OLIYyI0 MOBEPXHOCTH KOHTAKTA S, IS Maphl TOUEK C Ha-
YANBHBIME KOOpIHMHATAMH X, U X, , IPHHAIEKAIER S,
U S,, COOTBETCTBEHHO, MPH KOHTAKTE B 3aJ[aHHBIA MOMEHT

BpPEMEHM { MMEIOT MECTO paBEHCTBA

X () =%, () =x,(0), VX ()€ S.(1)

rne X, (1) =Xy, () +u,(1); (16)
6(X1)'n1 :_6(Xz)'n2; (17)
6(x) t=6(x,) t=0; (18)

rae n,, t - HOpPMAaJIBHBIN U JTI000# KacaTenbHBIN eIuHIY-
HBIE BEKTOPBI K IIOBEPXHOCTH KOHTaKTa B Touke X, (7). Co-

riacHo (16)—(18), pacdeT mpOBOAMICS B YCIOBUSIX OTCYTCT-

BUS TPEHHUS.
Hauanvuvie ycnosus:
x(0)=0, xeV, x(0)=V, xe/,
6(0)=0, xeV, 6(0)=0,xeV, , (19)

p(0)=p,, xeV; p(0)=p,, xeV,

rae p, — IUIOTHOCTb MaTephajia MPOKOBOYHOro obpasia,
p, — INIOTHOCTb MaTepHana chepudecKoro HHAEHTOpaA.

O6mas cucrteMa ypaBHeHHH KpaeBoi 3amaum MJITT
BKITIIOYAET Takxke onpedensiowue coomruowenus (12)—(19)
UId LWIMHApa V, W JHHEHHO-ylpyrylo MOAeldb BHUAA
6="1C-(8—8&,) mua V,.

Ha puc. 4 n3o0paskeHa NOJIOBUHA POAOJILHOTO CEYEHHS
paccMaTpuBaeMOM CHUCTEMBI, COCTOSAILIEN W3 3aKPEIIEHHOTO
110 BEPTUKAIM Ha HWKHEW IPaHU LIMIMHIPA U MAJA0LIEN Ha
HEro CO CKOPOCTBIO V, momychepsl. Junamerp nuaMHApa

10 mm, monycdepsr — 30 Mm. Boicota munuaapa — 25 M.
Marepuai miapruka — WIeIbHO YIpyrasi CTalb cO CBOWCTBA-
mu E,=210TTla, v, =03, p, =15 600 kr/nm’.

Ha BTOpoMm 3Tane pemraercs 3aJada ¢ UCIIOJIB30BaHIEM
HUICHTUYHOW KOHEYHO-3JIEMEHTHOM MOZEIH, HO B KBa3UCTa-
TUYECKOW nocTaHOBKE. [Ipu 3TOM MHEPLHMOHHBIE MapaMeT-
PBI BEIKJTFOUCHBI (TIpaBas 4acTh (4) OTCYTCTBYET), yCTpaHe-
HBI HadaspHbIe ycroBus (19), a Ha TIOCKOW rpaHHUIle TTOITY-
cdepsl
COOTBETCTBYIOIIEE BBIYMCICHHOMY B HECTALMOHAPHOH 3a-
Jaue MaKCHUMAaJILHOMY 10 MOJYJIFO OCEBOMY IMEPEMEIIEHHIO

MPUKJIAAbIBACTCA OCCBOC TICPEMCIICHHUC U

st 2

kv . max
LICHTPaJIbHOM BepXHeii Touku mwapuka Uy’

Ha puc. 5 npuBenens! sl cpaBHEHUsI pe3yJIbTaThl pe-
LIEHUS] HECTALIMOHAPHOM M CTAllMOHApHOW 3ajad JUlsl CIua-
Ba AMr6.

U3 puc. 5-8 BUAHO, YTO KaKk Ka4yeCTBEHHO, TaK U KO-
JUYEeCTBEHHO KBAa3WCTATHYECKOE PEIICHHE HEe3HAYNTEIHHO
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OTJIMYaeTCs OT HecTaloHapHOro >TanoHa. OTHOCHTENb-
HOE OTKIIOHCHHE SKCTPEMANbHBIX 3HA4YCeHUH IIO00W W3
MPEJICTABICHHBIX HA PUCYHKAaX OCTAaTOYHBIX BEJIMYHH HE
npeBbimacT 6 % (ocTaToOUHbIC HAMPSHKCHUS, CM. PHC. S).
HawnGonpmme kadecTBeHHBIE paznuius HAOTIOZAOTCS Ha
JTane akTUBHOHM (a3bl aedopmupoBanus (cM. puc. 5), rae
CYLIECTBEHHBIN BKJIaJ BHOCIT HHEPIMOHHBIC YJICHBI B
YpaBHEHHSAX JABWKEHHSA, XOTS M B 3TOM Cllyyae HEBs3Ka

JUIS MakCHMAJbHBIX 110 MOJXYJIIO 3a IEPHOJ HAONIOJCHUS
3HAYEHUN KOMIIOHEHTOB TEH30pa HaNpPSHKEHUM HE MpEBBI-
maet 3 %. Ha puc. 5 xaxaslit Mapkep COOTBETCTBYET KOH-
Iy PacyeTHOro BPEMEHHOTO miara. YWciio TakuX IIaroB
IUIsL CTaTHYeCKOW 3amadd (CM. puc. 5, @) TPUMEpPHO B
10 pa3 Hmxe HecTaloOHapHOH (cM. puc. 5, b), 4TO COOT-
BETCTBYET IIPUMEPHO S5-KPaTHOMY BBIMTPHIIITY 110 BPEMEHHU
cueTa.

— — -

Puc. 4. MozenpHas 3amada o 1eOpMUPOBAHUH IITHHIPA CPePHIECKUM HHACHTOPOM

Fig. 4. Model problem about the deformation of the cylindrical specimen by a spherical indenter

o, Mlla
320

160
0
-160

-320

-480 £, Mc
0 004 008 012 016 072

a

o, MIla
320

160
0
-160

-320

-480 te

Puc. 5. AMr6. v, =20 m/c. 3aBUCUMOCTb OT BpEMEHH KOMIIOHEHT TEH30pa HANIPSKEHHH Ha OCH, 2 MM OT MOBEPXHOCTH: @ — HECTALMOHAPHAS

IIOCTAaHOBKa, b — KBa3ucTaTHYECKASI. MapKepLI — OKBUBAJICHTHBIC HAIIPSDKCHUS 110 MI/ISCC}/, 4epHas JIUHUS — O, KpaCHas — Gy, rony6aﬂ —0;

Fig. 5. AMg6. v, =20 m/s. Time dependence of the stress tensor component on the axis, 2 mm from the surface: a — dynamic formulation;

b — quasi-static formulation. Markers — Von Mises equivalent stress, black line — 6, red — 6,, blue — ©.

i i , u,, MM ,‘ U, , MM
e =1 o
-0,51 -0,39 -0,27 -0,14 0 -0,51 -0,39 -0,27 -0,14 0

Puc. 6. AMr6. v, =20 m/c. BepTukanbHble 0CTaTOYHBIE MEPEMEIEHHS B LIWIMH/IPE: d — HECTAMOHAPHAs OCTAHOBKA; b — KBa3UCTaTHYECKas

Fig. 6. AMg6. v, =20 m/s. Vertical residual displacements in the cylinder: a — dynamic formulation; b — quasi-static formulation
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Puc. 7. AMr6. v, =20 m/c. Pactipenenenue no riaiyOuHe KOMIIOHEHT TEH30pa OCTATOYHBIX HANPSIKEHUH Ha OCH:

a — HECTALlMOHAPHAs [IOCTAHOBKA; b — KBasuCTaTHYECKass. Mapkepbl — O, , CUDEHEBAs JIMHHUA — O, , KpacHas — O, ,

romybast — T,

Fig. 7. AMg6. v, =20 m/s. Depth distribution of the residual stress tensor components on the axis:

a — dynamic formulation; b — quasi-static formulation. Markers — &, , lilac line — _, red - 6, , blue — 7,
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0,06

>

0,02 /—\

-0,02

-0,06

-0,1

K h, MM

0 1,5 345 6 75
b

Puc. 8. AMré6. v, =20 m/c. Pacnipenienienne 1o riry0rHe KOMIIOHEHT TEH30pa OCTaTOUHBIX JiehopMaliuii Ha ocu:

a — HeCTallMoHapHasl [I0OCTaHOBKaA; b — KBazucTATHUECKAS. MapKepLI — €, , CUpEHEBast TNHUA — €, , KpacHast — 8‘p 5 ronyGasl -,

rz

Fig. 8. AMg6. v,=20 m/s. Depth distribution of residual strain tensor components on the axis:

a — dynamic formulation; b — quasi-static formulation. Markers — ¢€,., lilac line — €, , red - €, blue — v,

Tabmuma 4/Table 4

OTHOCUTENbHBIC OTKIOHEHHS KBA3UCTATHIECKOTO PEIICHHUS
OT 3TAJIOHHOTO, %

Relative deviations of the static solution from the
reference one, %

AG,, (1) Ait AG,.., Ag
[Tapamerp
(cM. puc. 5) | (cm. puc. 6) | (em. puc. 7) | (cm. puc. 8)
AMr6 1.3 0.12 53 3.1
12X18H10T 1.7 0.34 6.0 2.9
BT6 1.4 0.46 4.4 33

Pacuer mns aBYyX NpYyrux MaTepHalioB Jajl MOXOXKHE
pe3ynbTaThl, KOTOPBIE 3/IeChb HE MPHUBOMAATCS IJISi DKOHO-
MHUH MecTa. 3HaueHHsI OTHOCUTEIbHBIX HEBSI30K MpPUBEe-
HEI B TaOII. 4.
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3. PacueT NpoKOBKU B KBa3UCTaTU4ECKOM pexume

B nmanHOM pasmene MPOU3BOMUTCS KAIHOPOBOUHBIMA
pacyYeT OCTaTOYHBIX HANPSHKCHUN U IedopMaruii B IPOKO-
BaHHOW IIIACTHHE W3 TPEX BUAOB MAaTEPUAIIOB. DKCIEpPH-
MEHTaJIbHBIE TaHHBIE IS CPABHEHUS B3ATHI U3 paboTsl [30].
[MapameTpbl ymapHOTO BO3ACHCTBHS TPU MPOKOBKE ITHEB-
MOMOJIOTKOM MMEJH CIICAYIOIINE 3HAUCHUS: SHEPTHs yaapa
19,74 Ik, wacrora ynapos 2820 ya./muH, pabouee naBiie-
uwue 0,63 MIla, narnenue npwkuma Ooiika 0,2 Mlla, cko-
pOCTh ABIKEHUS BAOJB 3aroToBkU 300 Mmm/MuH. Bo€k nmen
ceprdecknii HAKOHEYHHK C pammycoM R = 15 mMm. Pesyis-
TaT MPOKOBKU MJsI OAHOTO W3 MaTepHalioB IOKa3aH Ha
puc. 9.

Ha puc. 10 mpencraBineHHbIe BBIpE3aHHBIE U3 Cepe-
JUHHOM 1O JJIMHE MPOKOBAaHHBIX OPYCKOB 30HBI IIACTHHBI,
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Puc. 9. IlpokoBanHsiii o0paserr AMro6 [30]
Fig. 9. Forged specimen AMg6 [30]

Puc. 10. [Tonepeunsie ciou AMro6, 12X18H10T u BT6 [30]
Fig. 10. Cross layers AMg6, 12Kh18N10T and VT6 [30]

KOTOpBIE€ B JaNbHEHUIIEM UCIIOIB30BAHBI IS OLICHKH aJeK-
BaTHOCTU TPEIJIOKEHHONW pacyeTHOM cxembl. Maremartu-
YyecKas IOCTAaHOBKA 3aJadd COOTBETCTBYET OIMHUCAHHOMY
BBIIIE KBAa3MCTATHYECKOMY BapuaHTy. KoHedHO-3iieMeHT-

HBI aHanor (puc. 11) BKIIOYaeT, ¢ y4eTOM CHMMETPHUH,
Opycok pazmepamu 5x25X70 mM. Pamuyc cdepsl — meHeTpa-
Topa — 15 wMm. Ilo HmxHEdl TrpaHu 3amlpenieHsl
nepemenienus U, U., Ha 3agueit — U.. 3arnyGnenue mia-
puKa f (Ha4yaJbHOE BEPTHKAIBLHOE CMEIIEHHE M0 ) BBIOH-
paeTcsi U3 yCIOBHS HAWIYYIIETo COBIAJACHUS N3MEPEHHOU
M pacdeTHON opM OCTATOYHOTO KOHTYpa. JlnHa mpoxoaa
neHeTparopa — 60 MM. [lo okOHUAHUHM TpoIlecca HIDKHAA
rpaHb Opycka OCBOOOXIaeTcs, 4TO JaeT BO3MOXHOCTBH
OILIEHUTH MTPOAOJIBHBINA TIPOTHO.

Ha puc. 12, 13 mpuBeneHsl pe3yapTaThl pacdyera TeX-
Hoslornyeckoro u ocraroynoro HJIC mocne npoxoBkw,
3aMEHEHHOW KBa3HCTATHUECKOW «IPOKaTKOI» oOpasua
IUISL pa3MYHBIX 3HAYCHUH 3armyOnieHus f B Opycke w3
AMr6. Buano, uto ctpykrypa ocratouHoro HJIC kadect-
BEHHO aHaJOTMYHa Ul BCEX BapHaHTOB pacuera. Hawm-
OOJBIINM IT0 BETMYMHE OKa3bIBAETCS HAIIPABICHHOE BJIOJb
Opycka, IOJIOKUTENBHOE G, Yy MOBEPXHOCTH, YTO 00bAC-

HSETCA €ro HanOOoJbIIeH MPOTSKEHHOCTHIO B JTaHHOM Ha-
npaBiieHnd. Bece 3 KoMIOHEHTa UMEIOT 0 3 dKCTpeMyMa:
Ha MTOBEPXHOCTH (MaKCUMyM) U riryOmHax 3—6 MM (MUHH-
MyMm) u 9,5-10,5 mm (mMakcumym). BOmm3u moBepxHOCTH
BCE U3 HUX HEOTPULIATEIbHBI.

B nenom ocrarounoe HJIC xapakTtepusyercst nmpeobdiia-
JAHWEM pPAacTATUBAIONIMX HanpspkeHuH. Cremyer Takxke
OTMETUTH XOpOIlee KaUeCTBEHHOE COOTBETCTBUE PE3YyJIbTa-
TaM, oJiydyeHHbIM B [30].

AHanorn4sasi cepysi pacyeToB C I000POM BEITHMUYHHBI
3aryONeHns / TpOBeeHa HaJl OCTaIbHBIMH MaTepHaIaMu.
OCHOBHBIM M €JUHCTBEHHBIM JIOCTOBEPHBIM IKCIIEPUMEH-
TIGHBIM TTApaMETPOM ISl TPOBEPKH MOJENU B JAHHOM
ciryqae BelcTymaer dopma cioes (puc. 10). O6paboTaHHBIE
n3o0pakeHus MpencTaBieHsl Ha puc. 14. BuaHo, yTo Ha-
OJo1aeTCsl YI0BIETBOPUTEIBHOE COOTBETCTBUE PACYETHBIX
1 9KCHEPUMEHTAIBHBIX JaHHbIX.

1E=102
(PANDED
(AVG)

=0

€
.001273
¢ =.134E-03

—
=.001273 —.935E-03 ~.598E-03 ~.260E-03 .134E-03
-.001104 -.766E-03 -.429E-03 -.910E-04

b

Puc. 11. JluckpeTHsIit aHATOT 3a4a4X MPOKOBKH C Pa3HBIX PaKypcoB (@) M OCTaTOYHBIE BEPTHKAIBHBIE IEPEMEIICHNUS B OJHOM U3 BAPHAHTOB
pacdera ¢ OTpaXeHHEM II0 INIOCKOCTH cuMMeTpHH (b)

Fig. 11. Discrete analogue of the forging problem from different angles (a) and residual vertical displacements in one of the calculation
options with reflection along the symmetry plane (b)
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o, MIla o, MIla
4 133 263 329 543 17 147 277 407 559
a b
Puc. 12. AMr6. Pacnipenenenue 5KBUBaJICHTHBIX
OCTAaTOYHBIX HANPSDKCHUH B CPEIHEM HOIEPEYHOM CCUCHUH:
a — 3arny6nenune 0,6 mm; b — 0,8 Mm; ¢ — 1,2 Mm
Fig. 12. AMg6. Distribution of equivalent residual stresses in the
o, MlIla middle cross section: a — depth 0.6 mm;  — 0.8 mm; ¢ — 1.2 mm
18 513
c
o, MIla G, MIla
590 562
450 431
309 301
168" 170
27 39
-114 . h, MM 91 h, MM
0 0,05 0,1 0,15 0,2 0,25 0 0,05 0,1 0,15 0,2 0,25
a b
c, Mlla
495
375
Puc. 13. AMr6. Pacnpenenenue no riayOnHe KOMIIOHEHTOB
254 TEH30pa OCTATOYHBIX HANPSDKCHUH Ha IJIOCKOCTH CUMMETPHUH:
a — 3ariry6nenue 0,6 mm; b — 0,8 Mm; ¢ — 1,2 MmM; Oupro3oBast
133 JMHUA — G, KpacHast — O, , CHPEHeBasd — ©,
13 Fig. 13. AMg6. Depth distribution of residual stress tensor com-
‘ ponents on the plane of symmetry: a — depth 0.6 mm;  — 0.8 mm;
-108 h, Mm ¢ — 1.2 mm; turquoise line — 6, red - G, lilac - o,

0 0,05 0,1 0,15 02 0,25
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e
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|
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Puc. 14. CoBMECTUMOCTD 3KCIIEPUMEHTAILHOTO U PACUETHOTO MONIEPEUHBIX CCUCHUH MPOKOBAHHBIX 00pasiioB AMro6 (a), 12X18H10T (b),
BT6 (c). benblit KOHTYp O4YepuMBaeT rPaHUIly SKCIEPUMEHTAIBHOTO Cpe3a

Fig. 14. Compatibility of experimental and calculated cross-sections of forged specimens AMg6 (a), 12Kh18N10T (b), VT6 ().
The white outline outlines the boundary of the experimental slice

Ta6mnuna 5/Table 5

KroueBkie PpacCyYCTHbIC MapaMETPhl I TPEX MATCPUAIIOB

Key design parameters for three materials

HapaMeTp ﬁ Szmn ’ Eznax ’ 6;nm ’ G:nax ’ Au,\”
MM | o % MIla MIla MM
Amr6 1.2|-265| 265 | —107 495 0.134
12X18H10T 0.6|-17.5| 173 | -176 881 —0.026
BT6 03] -7.3 7.0 -637 508 —0.148

KiroueBble pacueTHble (BBIXOIHBIC) XapaKTEPUCTHKH
MIPOLIECCOB TpeAcTaBiIeHsl B TaOi. 5. Vcnonmb3oBaHbI clie-

max

JyFoIie 0003HAUCHHS: Sf.“i“ , €

., 1=X,Y,Z — MUHHMAJb-
HbIE 1 MaKCHMaJIbHbIC 3HAYCHUS KOMITIOHEHTOB OCTaTOYHBIX

TUTACTHYECKUX JAedopManiii Ha TPAEeKTOPHUH HASHTUIHOH

max

puc. 14; 6", 6" — aHanoruumble Hanpsokenus; Au, —

OCTaTOYHBIM BEPTHKAIBHBIA NMPOrud Opyca mocie OTAEIeHNs
OT OCHOBaHUs; [, — BEPTUKAIILHOE YCUIIUE ITPOKATKH.

4. O6cyxaeHue 1 BbIBOAbI

®dakTuyeckast TIyOMHa MPOKOBAHHOM JIYHKH, KaK U Be-
JIMYMHA HEOOXOAUMOTO JUISl 9TOTO 3ariyOJIeHHs HHIUBHIY-
anbHA JUIA KQKIOro Mareprana. JTo OOBSACHAETCS UX pas-
HOW JKECTKOCTBIO M KOBKOCTBIO (B JTaHHOM cClly4yae pedb
WZET NpPeXJe BCEro O Ipejiesie TeKYy4eCTH MaTephaia u ero
CIOCOOHOCTH K ympo4yHeHuio). C y4eToM TOro, 4TO B IIO-
cnenoBatensHOoCcTH  AMro6-12X18H10T-BT6  xecTkocTh
pacTter, a MOIIHOCTb Y/AapHOTO BO3AEHCTBHUS OCTAaeTCs MO-

CTOSTHHOM, TJTyOWHA JTYHKH U COOTBETCTBYIOIIAS €if BETHYH-
Ha f ymeHpmmaioTcs (cM. Tabi. 5). BeiOpaHHble HHAWBUIY-
IBHO I KaXIOr0 MaTepuasa BEIWYUHBI 3ariyOieHus —
1,2; 0,6; 0,3 MM MmoKa3aiu XOpOILIYI0 COTIaCOBAaHHOCTh JKC-
MEpUMEHTAIBHBIX W PAaCUYETHBIX KOHTYPOB (cM. puc. 14).
Cremyer MOMHUTB, YTO JaHHBIH KPUTEPHUH SBISETCS SIUH-
CTBEHHBIM MPAMBIM M H3MEPSIEMbIM JUI1 HMEIOLIUXCS
B HaIlIeM pacIlOPsDKEHUH OTIBITHBIX JaHHbIX.

KocBeHHO aleKBaTHOCTh HCIOJIB30BAHHOTO I10JX0Ja
HOATBEP>KAAETCS IPUMEPHBIM ITOCTOSIHCTBOM BEPTHUKAIBHO-
rO YCWJIUSl TIPOKaTKH JUIS BCEX THUIIOB MaTepHajioB, Kak
CJIE/ICTBHE TIOCTOSIHCTBA MOIIHOCTH yJJapPHOTO BO3/ICHCTBUSL.

XapakTep pacnpe/elieHns: HapsbKeHui U aedopMariuii
1o TiyOWHe JUIs BCEX THIIOB MaTepUalioB COBMaaaeT. B 4a-
CTHOCTH, B TIPOJOJIbHBIX HANpsDKEHUAX HaAOIIOTAroTCs I0o-
JIOKUTENIbHBIC 3HAYCHHS Ha TOBEPXHOCTH, CHIDKEHHE 0
MHHHMYMa, POCT J0 KCTpeMyMa C AalbHEHIINM CcTpeMIe-
HHUEM K HyJr0. Bee noyueHHbIe 3aBUCHMOCTH HE COZIEpXKaT
OCIIIUUISILIMIA, YTO CBHIETEIBCTBYET O MPABHIBHOM COYeTa-
HHUHU Pa3MEpHBIX U BPEMEHHBIX [1apaMeTpOB JUCKPETH3AlUH
quCcIoBO Mozenu. HeoOXoMMMO OTMETUTD, YTO CHHXKEHHIO
YPOBHSL OCHWJUISIIMK TaKXe CHOCOOCTBYET OTHOCHTEIBHO
HHU3KOE 3HaUYeHUE CKOPOCTH yIAPHOI'O HATPY>KEHUsSI OTHOCH-
TEJILHO CKOPOCTH PAacHpOCTPaHEHHs 3BYKOBBIX BOJH B Ma-
Tepuase MUINHApA U, KaK CIE/JCTBHE, MAJOCTH BEJIMYHHBI
MHEPLHOHHOT0 YIeHa B YPABHEHUSX JBIHKCHHUSI.

OcraTtounblii mporud (cM. Tabdmn. 5) y AMr6 nojoxure-
JIeH, Y AByX APYTHX MaTepHaioB — oTpuiareneH. [loxoxyro
pacdyeTHyI0 3aBUCHMOCTh BENMYMHBI M 3HaKa IPOruda oT
rIIyOMHBI IPOKOBKH HAOII0aIy U aBTOPbI padoTsl [30].
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