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AunoTtanms: ViccienoBaH MexaHM3M TNpoliecca r1y0oKoM BBITSIXKHM TOHKOCTEHHOM 3arOTOBKH B IITaMIle ¢ KOHMYECKON MaTpUlIeii ¢ ornpe-
NeJICHUEM TIPeeIbHOTO COCTOSTHUSI POpMOOOpa30BaHMsI, HACTYMAIONIETO B MOMEHT OTPHIBA IHA B PaJIMyCHON YaCTU ITyaHCOHA, KOTaa
HAIpsSXKEHUS B MEPUJIMOHAJIbHOM HAIpaBJIeHUU JOCTUTAOT CBOETO MaKCMMAaJbHOTO 3HAUEHUS. DTO YCJIOBUE OINPENEIEHO YMEHbIIe-
HUEM pa3MepoB KPOMKM 3arOTOBKM Ha CTAAUU 3aMeIJIEHHOT0 YIIPOYHEHUs MaTepuaja U yMEeHbUICHUS Tiomanu dhaaHa 3aroToBKH,
SIBJISTIONIUXCS OCHOBHBIMU (haKTOpaMH, MPEMSTCTBYIOIMMMHU Tporieccy. OHO MO3BOJISIET YCTAHOBUTH KPUTEPHiA, C TIOMOIIBIO KOTOPOTO
omnpeneisieTcsl MpeaeabHblil KO9Gh@MULUUEHT BBITSIXKHU (OTHOLIEHWE TUaMeTpa 3aroTOBKHM K AMAMETpy AeTajlu), a UMEHHO, PaBEeHCTBO
MEPUIMOHATBHBIX HAMIPSIKEHU B 30HE PaJIMyCHOTO 3aKPYTJIeHUS TyaHCOHA U Mpejielia MPOYHOCTU MaTepuaja. YCTaHOBIICHO BIUSIHUE
MPOYHOCTHBIX CBOMCTB MaTepuraja 3arOTOBKM, TPEHUSI M1 KOHYCHOCTU MaTPUIIbI Ha MpeAebHbIA KO3 GUIIMEHT BBITSIKKH. BoIsiBIEHO,
YTO U3MEHEHUE MIACTUYECKUX M MPOYHOCTHBIX CBOMCTB XaponmpouyHoro MenHoro crjuaBa bpX08 (mpenesoB mpoYHOCTU U TEKy4eCTH)
He BJIMSET Ha BEJIMYMHY KOHCTAHT YIIPOYHEHMST MaTepralia U MpakKTHIeCKN He OTpaxkaeTcsl Ha MpelebHOM KOdGh(MUIINEHTEe BBITSIKKU.
TTpoBeneHbl KOMITJIEKCHBIE UCCIIEA0BAaHM S, BKJIIOUAIOLIME TEOPETUUECK M1 aHAIU3 U MOJeIMpOBaHue B TporpaMMHOM npoaykre ANSYS/
LS-DYNA c ucxogHbIMU JaHHBIMHU JIJISI 3aTOTOBKH TOJIIIMHOM 1,35 MM 1 nuamerpom 100 MM 13 Mmatepuana bpX08. [IpeacraBieHbl 3Tamnbl
KOMIIBIOTEPHOTO MOIEMPOBAHUSI C YKa3aHWEM OCHOBHBIX ITapaMeTPOB Mpoliecca, TAKMX KaK MOIeIb U MeXaHMYeCKUe XapaKTePUCTUKHU
Marepuaja 3arOTOBKHU, TUIl 2JIEMEHTOB, KUHEMATUYeCKUE HArpy3KH, YCIOBUSI KOHTAKTHOTO B3aMMOIEHCTBUS DJIEMEHTOB MEX Y cO00it
U T.A. Pe3ynbpTaThl MOAEIMpPOBaHUS Mpoliecca MOATBEPAUIN TEOPETUUYECKUE BbIBOIbI, HEOOXOAUMBbIE ISl peaju3alluu npouecca 6e3 ae-
(bekToB neranu.
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Abstract: This article studies the mechanism of thin-walled workpiece deep drawing in the mould with a conical die and determines the
forming limit state that occurs at the time of the bottom detachment in the radius part of the punch when stresses in the meridional direction
reach their maximum value. This condition is determined by a decrease in the workpiece edge size at the stage of slow material hardening and
a decrease in the workpiece flange area that are main factors hindering the process. This condition makes it possible to establish a criterion
used to determine the limiting drawing ratio (ratio of the diameter of the workpiece to the diameter of the part), namely: equality of meridional
stresses in the punch radius rounding area and the material tensile strength. The paper establishes the effect of the workpiece material strength
properties, friction and die taper on the limiting drawing ratio. A change in the plastic and strength properties of the BrKh08 heat-resistant
copper alloy (tensile strength, yield strength) does not affect the material hardening constant values and practically does not affect the limiting
drawing ratio. The paper uses a comprehensive research method including theoretical analysis and modeling in the ANSYS/LS-DYNA
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software with input data for the 1.35 mm thick workpiece 100 mm in diameter made of BrKh08. The article presents computer simulation
stages indicating main process parameters such as the workpiece material model, mechanical properties, type of elements, kinematic loads,
conditions of contact interaction between elements, etc. Process simulation results confirmed theoretical conclusions necessary for the process

implementation without part defects.
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BBenenue

OcecUMMETPpUYHbIE TOHKOCTEHHBIE 00OJIOYKU
IIMPOKO TIPUMEHSIIOTCS B adpOKOCMUYECKON OTpac-
JIM TIpou3BoAcTBa. BaxkHoil 3agayueit, crosineit mepen
COBPEMEHHOI TMPOMBIIIJIECHHOCTbIO TpU Hapallu-
BaHUU OOBEMOB WM3TOTOBJIICHUS W3ICINN, SBISICTCS
IIPOM3BOJCTBO KOHKYPEHTOCTIOCOOHOW MPOAYKIIUH,
YTO CTUMYJUPYIOT pa3pabOTKy HOBBIX METOIOB (hop-
MOOOpa30BaHMS TOHKOCTCHHEIX AeTaieii. OOHUM 3
TaKHMX CITIOCOOOB, KOTOPBIMA MOXET BEICTYIATh B Kaue-
CTBE€ CAMOCTOSITEJIBHOM IPEABAPUTEIBbHOM OIlepallun
uau craaueit popMoodpaszoBaHus, SIBASIETCS Ty00-
Kasl BBITSIKKA B IITaMIle C KOHMYeCcKo MaTpuleit [1].
OmgHako 3TOT MPOLIECC OrPaHMYEH BO3MOXKHOCTBIO
MoSIBJICHUS Todp Tipu GopMOOOpPa30BaHUU ILIOCKOM
3arOTOBKH B KOHMYECKYIO YaIlIKy U OOPEIBOM B paiy-
YCHOI1 yacTu myaHcoHa. [Ipu oTHOCUTENIbHOM TOJIIIN-
HE 3aTOTOBKH (OTHOIIICHME TOJIINHEI K €¢ JUaMeTpPy)
6oabwe 0,013 xoadpduument seiTsaxku (K;) onpene-
JISIETCSI TOJIbKO MOMEHTOM pa3pyIlleHUEM 3aTOTOBKHU B
pagnycHOI YaCTH ITyaHCOHA.

Llens Hacrosmieil paboThl COCTOsIIa B OLIEHKE 3a-
BUCUMOCTHU IPEaeJbHOro Ko3dhduiimeHTa BhITIKKU OT
MEXaHMYeCKUX CBOMCTB MaTepHralia TOHKOCTCHHON 3a-
TOTOBKM, réOMeTpUUECKUX pa3MepoB (opMoobpasylo-
IIUX YacTeil MaTpUIIbl 1 ITyaHCOHA, a TaKXKe ompeaeie-
HUM 3HAYCHU S IIPENeIbHOTO0 KO3(pDUIIMeHTa BBITSIKKH,
o0ecrevyrBalollero peajausaluio mpoiecca T1yooKoi
BBITSIKKHM B KOHUYECKYIO0 MaTpuIly 6e3 neeKToB.

TeopeTnyeckuii pacyeT npeaeabHOro
K03 punueHTa BITIXKKH

B maHHOM HMCCIefOBaHUH paccMaTPUBACTCSI IITaAMIT
(puc. 1), KOTOpBIit COCTOUT U3 ITyaHCOHA [, MATPULIBI 2
C KOHMYECKOW Y LMJIMHAPUYECKONW paboOYMMU IO-

BEPXHOCTSIMM, Ha KOTOPYIO YCTaHABAMBAIOT ILJIOCKYIO
3aroToBKy. Ilpu omyckaHuu myaHcoHa [ 3aroTOBKa
MpUJIeTaeT K KOHWUYECKON MOBEPXHOCTH MATPUIILI U
BBITSITMUBAeTCs B AeTallb 3.

OnpeneauM IpeaeibHblii KO3(MGOUINEHT BBITIXK-
KM B cliyyae oOpBIBa JHA B paJIUuyCHOW YacTH ITyaH-
COHA B IEPBOM MPUOIMXKEHUHU C YUETOM TPEHMSI, UC-
10JIb3ysI OCHOBHBIE ITOJIOXEHU S U IOIYILIEHU S TEOPUH
MJIACTUYECKOro 1e(pOpMUPOBAHUS JTUCTOBEIX MaTePH-
ajoB [2—4]:

do
p—p+0p—ce—cefctga:0, 1

dp
TJle p — pajuaibHask KOOPAMHATA; G, — HAMPSIKEHHUS

B MEPUAMOHAJIbHOM HampasieHuu, Mlla; 6y — Ha-
NpsiXKeHUsI B TaHTeHILIMaJIbHOM HarmpaBieHuu, MIla;
f — KoaddummeHT TpeHU; 0. — YTOJ KOHYCHOCTH
MaTpUIIbI, Tpa.

Bynem cumrtath, 4TO yIIpOYHEHHE BO BCEX DJIEMEH-
Tax ¢JIaHLa 3arOTOBKK OJMHAKOBO 1 PABHO YIIPOUHE-
HUIO KPOMKH 3aTOTOBKM B MOMEHT MaKCHMaJIbHOTO
ycuius. 3anuileM CTEeNeHHYI0 QYHKIUIO YIpOYHe-
HUA Kak [5—8]

.
o, = Agg,

2

rme A M n — KOHCTaHTHI YIIPOYHCHU S, os* — TIpenmen
TeKy4eCTH MaTepHraja 3arOTOBKHU C YIeTOM YIIPOUHe-
Hus, MIla; ey — TaHreHUMaNbHaA nedopmaLus.

OnpeneaM MHTEHCUBHOCTD AedopMaliu Cleay-
IOLIUM 00pa3oM:

R33F_RH
g, =gy =—o2—10
R

3ar

(©)

roe R,,, — paguyc KPOMKM 3arOTOBKM B MOMEHT
HauOoJblIEeTO ycuausi, MMm; R, — Tekyluil pa-
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Puc. 1. CxeMa riry60Koi#1 BBITSIXKKY B IITaMIIE

C KOHUYECKOI MaTpHUIlell B UICXOMHOM COCTOSIHUM (CJieBa)
U Ha cTaauu ¢opMooOpa3zoBaHus (CIIpaBa)

1 — nyaHCOH, 2 — MaTpuila ¢ KOHMYECKOI paboueii TOBEPXHOCThIO,
3 — netanb, 4 — 3aroToBKa

Fig. 1. Diagram of deep drawing in the mould
with a conical die in the initial state (on the left)
and at the forming stage (on the right)

1— punch, 2 — die with a conical working surface, 3 — part,
4 — workpiece

ANYyC KPOMKMU 3aroToBKU, MM; r; — paguycC nmyaHCO-
Ha, MM.
HaiineM KOHCTaHTBI YIPOUYHECHMUS:
ln|($IH /o, 2| o
n=—————-,
Inf3,, /0,002|

- @
rae 8, — OTHOCUTENbHOE YIJIMHEHNE B MOMEHT ITOSIB-
JIEHUS LEWKU NTPU MaKCUMaJIbHOM YCUJIMHU; G, — YyC-
JIOBHBIH mpeaen npouHoctu, MIla; 6, = 6,(1 + &) —
HamnpsKeHUSI B MOMCEHT IosiBieHus mmeiikm, MIla;
0y, — YCJIOBHBIN nipefen Tekyvectu, MIla.

B MOMeHT MakcUMaJIbHBIX MEpUIMOHAIbHBIX Ha-
MPSTKEHU I (Gp) OTHOCHUTEJIBHOE CYy>KeHNE KPOMKMU 3a-
TOTOBKY B MOMEHT MOSBIEHUS IEHKU (Y,,,) ONpenes-
€TCs CIeAyIoIM 00pa3oM:

R. —R
X="m T oy nlK 5
r Y K| Q)

S
=_—m 6
Vi I+5. (6)

rae Ky = R,,/Rer — KOOOOUUMEHT BBITAXKY; Ryop —
panuyc JeTajau, MM.

W3 popmyasl (5) BeipasuM R, /R,,-~ 1 —y,In|K | n
npeobpasyeMm ypaBHeHHUE (2):

o, = AX" = Ay, (InlK,])". )

I[Mpn pemeHun m ympolneHUM BhIpaxeHus (1) c
TPaHUYHBIMH YCIOBUSIMU Gy oy = 0, p = R, BO3HHKa-
eT Jorapudm In |RH/R£[6T|’ KOTOPBI MOXHO IIpencTa-
BUTH B BUJIE

| RH Rsar
| RueT Rsar

| R

H

In Ry =

~In :ln|KB|+ln

3ar

| et

:1n|KB|+ln(l—\pm 1n|KB|):1n|KB|—\|/lll 1n|KB|. ®)

Takum o6pa3om, BeipaxkeHue (1) mMpu rpaHUYHBIX
YCIOBUSIX Gy may = 0 npu p = R, c yuetrom (7) u (8) no-
clie pemeHus mpuMeT Bu [9—11]

G pmax = A+ fotga) Byl (In|K, )" In|K, (1= w,,). (9

B ycioBusgx pa3BuToii miaacTuyeckoil aedopma-
LIMY B MIpolieccax o0pabOTKU METaJIJIOB IaBJeHUEM 3a
MOMECHT Hadajia pa3pylIeHUs IPUHUMAETCSI YCIOBHE,
IIpY KOTOPOM MepUIMOHAJbHbIE MaKCUMaJIbHbIE Ha-
MPSIXKEHUS B OTTACHOM CEUYeHUU TOCTUTAIOT 3HAUYCHU I
HamnpsKEHUST Havajla 00pa30BaHUS IICHKHW IIpH JIH-
HeITHOM pacTsikeHUu: 6, = G,(1 +§,,)).

Takoe yciaoBue cnpaBeIJIMBO, KOIJa paccMa-
TpUBaeTCcsI HepaBHOMepHas aedopManus ¢aaH-
11a, MpM KOTOPOW 3aroroBka 0OoJjiee MWHTEHCUBHO
YIPOUYHsIETCSI B 00J1aCTU PagMyCHOTO 3aKPYTJEeHUS
OUJIMHAPUYECKON dYacTW MaTpUIBl, TAe 3Hade-
HUS Hampsi)KeHUI HECKOJIbKO OoJibllle, HEXEIW Ha
KpOMKe 3aroToBku. OgHaKoO B JaHHOM CJiy4yae BBU-
Iy IPUHSITOTO TOMYIIEHUS O TOM, YTO YIIPOUHEHUE
Bcero (aH11a OAMHAKOBO M paBHO YITPOYHEHUIO Ha
KPOMKE, IJIs yuyeTa 3TOU pa3HUIbl HANPSIKEHUN 3a
MOMEHT OOpHIBa JHA 3arOTOBKM MOXHO NPHHSITH
YCJIOBHE Gy = O ax, KOTOPOE LIMPOKO BCTPEUALTCS
B TeopeTUUYecKux pacueTtax [5, c. 151]. Takum obpa-
30M, IOJIYIUM

n+l — . cSB , (10)
A+ fetgoa) By, (1 - yy,)

(In |KrIpeH | )

T+n
% A

K =ex
wer =P U0 fetga) Byt (- o)

rae B — xoadduument Jlono; Knpez{
KO3 HULIMEHT BBITSIXKU.

PaccMmoTpuM 3agady, paccuuTaB MpenesibHbIN KO-
3D PULIMEHT BBITIXKKU C UCMHOJb30BaHUEM (HOPMYIT

— MpeaeabHbIA
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(2)—(11) mnsa cnydvas MCHOJb30BaHUST 3aTOTOBKM U3
XaponpouHoro criaBa bpX08 mpu koaddpuimeHre
tpeHus f= 0,1. YunutsiBas cBoiicTBa MaTepuaia (G, =
=245 MIla, &, = 0,45, v, = 0,31, 64 , = 200 MIla, o. =
=20°, B = 1) 3Hauenue K,., = 2,38.

npen

npen

2,54
2,3
2,11
1,91

1,7 -

1,54

1,3 T T T T T T T T T

0 0,4 0,8 1,2 1,6

Puc. 2. BnusiHue yriia KOHyCHOCTH MaTPHUIIbI
Ha MpeaebHbI KOO OUIIMEHT BBITSI KK
TpY pa3HbIX 3HAUEHUSIX TIpe/iesia MTPOYHOCTHU

1- 0, =245 MIla, 2 — 350 MIla

Fig. 2. Effect of die taper angle on limiting drawing ratio
at different strength values

1—0,=245MPa, 2— 350 MPa

Ilo mpenyioxkeHHOW METOAMKE OIpPEeNeJ UM BIIUSI-
HUE HEKOTOPBIX U3 MapaMeTPOB Ha MpeAebHbII KO-
5bdULKUEHT BBITSXKU. 8 aHanu3a MOJYYEHHBIX
pe3yJbTaTOB ObLI MOCTPOEH rpaduk (puc. 2), KOTOPbI
MOKa3bIBAET, YTO C POCTOM yTjia KOHYCHOCTU MaTpu-
Lbl BeTMYMHA K, YMEHBIIACTCSI [0 SKCIIOHEHIIMAb-
HOI 3aBUCUMOCTH.

KomnbioTepHoe MoieIMpOBaHUE
npouecca riyooKoii BhITIKKH
B KOHMYECKYI0 MATPHUILY

IIpoBeneM KOMMBIOTEPHOE MOAEIUPOBAHUE MPO-
lecca BBITSIXKKM KOHMYECKOW 4Yallku B CIeLMaan-
3UPOBAaHHOM IIporpaMMHOM Komiiiekce ANSYS/
LS-DYNA (puc. 3), ocHOBaHHOM Ha MeTOAe KOHeu-
HBIX 2JIEMEHTOB M MpPEAHAa3HAYEHHOM JNJisI PAcyeTOB
OBICTPOTEKYIINX IIpoiieccoB. OH MIeaabHO ITOIXOIUT
JUIs pellieHus 3aJad o0paboTKM METasJIOB AaBJE€HU-
€M, U B YACTHOCTH, XOJIOJHOU JIUCTOBOU LITAMITIOBKH.
IIporpamma ANSYS/LS-DYNA 1103BOJISIET BEISIBUTH
OIacHble 30HBI U YyYaCTKU MOJIEJU, B KOTOPbIX BO3-
MOXHO pa3pyllieHune, U O peleuTh Bce HEOOXOIUMbIe
rnapameTphbl:

— HanpsXeHHO-I1e(OpMUPYEMOE COCTOSIHUE 3a-
FOTOBKM M MHCTPYMEHTA B JII000I TOYKEe U B JII00O0I1
MOMEHT BPEMEHU;

— DHepreTUYECKUe IapaMeTphl Ipoliecca;

6

Puc. 3. KomnbelotepHas Moneib ocHacTkM B iporpamme ANSYS/LS-DYNA

1 — nyaHcoH, 2 — mMaTpula, 3 — 3aroToBKa

Fig. 3. Computer model of tooling in ANSYS/LS-DYNA
1— punch, 2 — die, 3 — workpiece
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— BEJIMYMHBI YCUJIUH 1 MOMEHTOB, HOPMaJTbHBIX K
KacaTeJbHbIX CUJ;

— KOHTaKTHBIE TapaMeTPHhI;

— MHOTO€ JIpyroe, YTo He0OXOMMMO JJIsl TOHUMa-
HU S TPOLIECCOB, MPOUCXOASIIUX B 3aTOTOBKE.

B Hamem ciydae mcrosb3oBaniach TOHKOCTEHHAs
3aroTOBKa M3 XXapoIpouyHoro mMeaHoro crjaBa bpX08
TONWMHON Sy, = 1,35 MM 1 nuameTpom D, = 100 MM,
CBOICTBA KOTOpPOW 3aJIOXKEHBI B MOJEeTb MaTepua-
Ja: mjaoTHocTh — 8900 Kr/M3, MOIYJb YIIPYTOCTU —
1,12-10° MITa u koaddurment [Myaccona — 0,35. IMo-
CTPOEHHAs JJIsl HETO allpOKCUMMUPOBAHHAS KPUBas
YIIpOYHEHMS IMpUBeaeHa Ha puc. 4. [Ipu MoxenrpoBa-
HUMU mpoliecca MPUMEHSIIUCh KaK 000JI0UHbIE, TaK U
00BEMHBIE KOHEYHBIC DJIEMEHTHI: JJIS TOHKOCTEHHOM
3aroToBkH (R,,. = 50 MM) MCIIOJIb30BAJIMCh 2JIEMEHTHI
ThinShell 163, a njast hGopMooOpPa3yIOLIMX YaCTeil OC-
HacTKH (c reomerpueii oo = 20°, r, = 21 mm) — Solid 164
(TBepmoe Teno). M3o00paxeHre Moaenu ¢ pa3oueHueM
Ha KOHEYHbIE 3JIEMEHThI IPUBENEHO Ha pucC. 5.

BeiOpanHasi reoMeTpusi COOTBETCTBYET pean3a-
LMK [pouecca co 3HadyeHueM K., = 2,38, mosydeH-
HBIM aHAJUTUYECKUM DEIICHUEM M0 TPEeATOXEeHHOMN
meTomuke (2)—(11).

Ha puc. 6 mpencraBieH rpaduK IBUXEHUS 3Jie-
MEHTOB IITAMIIOBOM OCHACTKM U 3aroToBKU. bblim
BBIOpAHBI CJIENYIONINE KOHTAKTUPYIOIINE TTOBEPXHO-
CTH: 3aTOTOBKa — ITyaHCOH M 3aroTOBKa — MaTpulia,
cornacHo puc. 1. KoappuuueHT TpeHUs 10 3aKOHY
Kynona onnHakoB 1151 BceX KOHTAKTHBIX TTap U paBeH
f=0,1. [IpuMeHsICa KUHEMAaTUYECKU A TUIT BHEIIHEN

o, MIla

400+

3004

2004

100~

0 T 1 1

1 T
0,16 0,32 0,48

Crenens nedopmanuu

0,64

Puc. 4. AninpokcuMupoBaHHas KpUBasi yIIPOYHEHU I
s criytaBa bpX08

Fig. 4. Approximated hardening curve for BrKh08 alloy

Puc. 5. Moaenb lITaMMOBOM OCHACTKHU ¢ pa30MeHeM
Ha KOHEYHBIE 3JIEMEHTHI

Fig. 5. Mould tooling model with breakdown into finite
elements

Ilepememenue, Mm

—164

32~

484

—64 -

780 T T T 1 Ll 1 1

1
0 0,04 0,08 0,12 0,16 t,c¢

Puc. 6. 3aBrcuMOCTb niepeMelleHUsI TyaHCOHA OT BpEMEHU

Fig. 6. Punch movement as a function of time

Harpy3ku (IBUKEHUE IMyaHCOHA C 3alaHHOW CKOpPO-
CTBIO); Ha BCIO IIITAMITIOBYI0 OCHACTKY HaKJIaAbIBaJIOCh
orpanuudeHue Ha nepemeiieHue: RBUZ — Tonbko no
ocu Z [12—14].

1 TOro 4ToObl COKpPaTUTh BpeMsI PEIIeHUs Oce-
CUMMETPUYHON 3amadyd, MCIIONb30BaiIu 1/4 odobema
3aroTOBKHU, 3aKJIIOUEHHOTO MEXIY KOOPAUHATHBIMU
naockoctsaMu XOY u YOZ (ocwk OY coBmellleHa ¢ OChbIO
CUMMETPHH), TP BTOM 3aJaBaINUCh COOTBETCTBYIO-
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IK1e TpaHUYHBIC YCIOBUS (OrpaHMYeHMS Ha TepeMe-
IIEHWE Y3JI0B, JIeXKaIUX B IJIOCKOCTU CUMMETPHUN).
YcTaHOBJICHBI NOIIOJTHUTEIbHBIC OTpaHNUCHUS CTETIe-
Hell CBOOOIbI:

— ITyaHCOH MOXET ABUTAThCS TOJBKO BIOJb OCHU Z,
a cJIegoBaTeIbHO, IJIST HETO OTpaHWYEHBI TTepeMelle-
HUS BAOJB oceil X ¥ Y 1 Bce TIOBOPOTHI;

— HEMOABMXXHBIE YaCTU OCHACTKM (MaTpulia) JU-
IIEHEI BCEX CTETICHE! CBOOOMEI.

TakuM o0Opa3zoM, B pe3yabTaTe MOACIUPOBAHUS
YCTaHOBJICHO HaIpPSI>KeHHO-Ae(hOPMUPOBAHHOE CO-
CTOSTHME 3aTOTOBKH U IMOJTYUYEHBI SITIOPHI MHTCHCHUB-
HOCTH HampsixXeHu (puc. 7), mo3BoasgIoNI e cAeaTh
BBIBOJI, YTO 3HAYEHM I MEPUAMOHAIbHBIX HAIIPsIXKe-
HUU (Gp) OIU3KU K TpeAely IPOYHOCTH B 30HE paau-

Puc. 7. UHTEeHCUBHOCTHU HAMPSKEHU I
Mpu ri1y60Koi BBITSIKKE 3aroTOBKM U3 ciiaBa bpX08§

a — pacnpeeieHue HanpsDKeHUI Ha Lesoi aeTanu,
6 — pacripesie/ieHUe HaMpsKEHW Ha 4eTBEPTU 00beMa 3arOTOBKU

Fig. 7. Intensities of stresses during BrKh08 workpiece deep
drawing

a — stress distribution on the whole part,
6 — stress distribution on the quarter of the workpiece volume

YCHOTO Mepexofa A MpefeabHoro KoadouineHra
BBITSIKKH Kjjpe, = 2,38, 4TO moaTBepxkaaer mpef-
JIOXXEHHYI0 METONMKY TEOPETUYECKOIro pELIeHUs
3a/la4y 110 ONpPeJeNIEHUIO MPefebHOro Ko3bduuu-
€HTa BBITSXKHU 3arOTOBKM B KOHMYECKYIO MaTpULLY

[15, 16].

3aKjaoueHue

IIpennoxeHO aHAJIUTUUYECKOE pellleHre IT0 Oorpe-
JIEJIEHUIO MpeAeabHOro KoddduineHTa TIia1y0ooKoii
BBITSIKKM B IITaMIIe ¢ KOHMYECKOW Marpuieit. Ero
pe3yabTaT OTpakeH IpH MOACITHUPOBAHMHU ITpolecca
B niporpamMmHoM Komriekce ANSYS/LS-DYNA nns
cJIydast ICTIOJIb30BaHUSI 3aTOTOBKHY M3 XapOIIPOYHOTO
MenHoro ciaBa bpX08.

IMonydeHHBIe HAITPSIXKEHU S B 3arOTOBKE B OITACHOM
ceuyeHUU (B 30HE paINyCHOTO IIePeX0aa) COOTBETCTBY-
IOT TIpele/bHBIM 3HaUeHUSIM. PasHUIIa MeXXIy HUMU
U TIpenesioM IPOYHOCTH 3arOTOBKHU COCTABIISIET HE 00-
nee 15 %, uto obecliedynBaeT peajn3aluio mpoiecca
INTYOOKO# BBITSIKKM B KOHMYECKYIO MaTpHIy 0e3 Je-
¢exToB.

YcraHOBJICHO Cc1aboe BAMSHUE ITPOYHOCTU MaTre-
puajia Ha TIpelelbHBI KO3(hGUIIMEHT BBITIXKH. Y
JKapOIPOYHBIX MEIHBIX CIIJIABOB C pa3HUIIEH Mpeaena
npoyHoctu 6ojee 40 % Ko3(pPULIMEHT BBITSIKKHU OT-
Jnu4JaeTcd He 6ojiee yeM Ha 3 %.
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