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AnHoTtauusi: B pakeTHO-KOCMUUYECKOI M aBMAIIMOHHOW TEXHUKE aKTHMBHO MPUMEHSIOTCS TOHKOCTEHHBIE OCECUMMETPUYHBIE AeTalu
YCEUEHHOU cyxatomieiicst GopMbl, M3TOTOBJICHHBIE M3 JTUCTOBBIX 3aroTOBOK. COBEPIIEHCTBOBAHME MPOLIECCOB X (HOPMOOOPa3oOBaHUS,
B OCHOBE KOTOPBIX HAIPaBJICHHOE U3MEHEHWE TOJIIMHBI MaTepualia ¢ 1eIbIo MOJTYYeHUs eTaleil ¢ MUHUMATbHON Pa3HOTOJIIMHHO-
CThIO, MMO3BOJIUT 00ECMEYUTh BEAYIIME MO3ULIMHU MPEANPUSITUII aBUALIMOHHON 1 KOCMUYECKOI OTpacieil MPOMBIIIIEHHOCTH, a TaKXe
rapaHTUpyeT CHUXEHUe Tpyao3aTpar. JJaHHasi paboTa MOCBsILIeHA UCCIEA0OBAHUIO BOZMOXHOCTHU TMOJYyUYEeHUsI TOHKOCTEHHBIX 0CECUM-
METPUYHBIX JIeTaJIeil yceUeHHOU cyKaloleiics hopMbl OHUM M3 CTIOCOOOB JIMCTOBOU MITAMIIOBKY B YCJIIOBUSIX TIJIOCKOTO HATIPSIXKEHHOTO
COCTOSTHUSI pacTsikeHUsi (0TOOPTOBKOI). BhisiBIeH MexaHM3M U MPOBeeH aHAIU3 HaMpPsiKeHHO-Ie(OPMUPOBAHHOTO COCTOSIHUSI 3ar0-
TOBKM B npouecce GopMOU3MEHEHMSI C yUETOM BbIPaXeHMSI MUHMMU3ALUK MEX Y 3aJaHHOM U TEXHOJIOTMYEeCKH BO3MOXHOI TOJLMHA-
Mmu. Pazpaborana maTemarudeckasi MOJIeJb pacCMaTPUBaeMOro crocoba hopMooO6pa3oBaHusi, OCHOBAHHOTO Ha Tpoiiecce 0TOOPTOBKM.
TeopeTuueckue UCCaeI0BaHUsI OCHOBBIBATUCH Ha MOJOXEHUIX TEOPUH MJIACTUYECKOro 1e(hOPMUPOBAHUSI TIMCTOBBIX MATEPUAIOB TyTEM
COBMECTHOTO pelIeHMsT TPUOIUKEHHBIX TUddepeHIInaTbHbIX ypaBHEHU I PABHOBECHUSI CUJI, YPABHEHU I CBSI3M, YCIIOBUS TIACTUYHOCTH
Y OCHOBHBIX OTIPENEISIONINX COOTHONICHU ! MPU 3aJaHHBIX HAYaIbHBIX U TPAHUYHBIX YCJIOBUSIX. C 11eJIbI0 UCKITIOYEHUST OTUOOK TIPU
MPOEKTUPOBAHUYM MHCTPYMEHTA JJIsI IEPCIIEKTUBHOM peain3aliu crnocoba Ha M3roTOBJIEHHOM HITAMIIOBOM OCHACTKE, a TAKKE ISl MO/~
TBEPXKIEHUSI TEOPETUUYECKUX BBHIBOJIOB MO BBIOOPY TEXHOJIOTMUECKUX MApaMETPOB M HOCTUKEHUST MUHUMaJIbHON Pa3HOTONIIMHHOCTH
MPOBE/IEHO MOJIEIMPOBAHME Mpoliecca OTOOPTOBKHU B MporpaMMHoM KoMmriekce LS-DYNA ¢ ucXxonHbIMU TaHHBIMU KOHUYECKOMW 3aro-
toBkM 13 ctanu 12X18H10T: yron konycHoctu 16,4°, Tonmuna Sy, = 0,3 mm. [IpencraBaeHbl dTanbl KOMITBIOTEPHOTO MOAEIUPOBAHUS C
yKa3aHUeM OCHOBHBIX ITapaMeTpOB Mpolecca, TAKUX KaK MOJEIb MaTepraiia, MeXaHMuecKre XapakKTepUCTUKK MaTepuaia 3aroTOBKH,
TUII 2JIEMEHTOB, KHHEMAaTH4YeCKUe Harpy3KH, yCJIOBUsI KOHTAKTHOTO B3aMMOJIEHCTBUS 2JIEMEHTOB MEXy COOO¥ U T.1I.
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Abstract: Thin-walled axisymmetric truncated parts made of sheet billets are actively used in rocket and aerospace engineering. Improvement
to their shape formation, based on directed material thickness change will ensure the production of parts with minimum thickness variation.
This will also enable aviation and space industry enterprises to attain leading positions, as well as reduce labor costs. This work studies the
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possibility of obtaining thin-walled axisymmetric parts of truncated tapered shape using one of the methods of sheet metal stamping under flat
tensile stress conditions (flanging). The mechanism was identified and the analysis of the stress-strain state of the billet during deformation
was carried out. This takes into account the minimizing of the difference between the specified and technologically possible thicknesses.
A mathematical model was developed to consider the shaping method based on the process of flanging. Theoretical studies were based on the
principles of the plastic deformation theory of sheet materials. This was achieved by the following factors: approximate differential equations
of force equilibrium; equations of constraint; plasticity conditions; and fundamental constitutive relations under given initial and boundary
conditions. The process of flanging was simulated using the LS-DY NA software package with the following initial data of a conical billet made
of 12Kh18N10T steel: cone angle 16.4°, thickness Sy;; = 0.3 mm. The aim was to eliminate errors in designing a tool for future implementation
of the method on a manufactured die tooling, as well as to confirm the theoretical conclusions on the selection of technological parameters and
achieve minimal thickness variation. The steps of computer modeling are presented, indicating the main process parameters such as material
model, mechanical characteristics of the workpiece material, type of elements, kinematic loads, conditions of contact interaction of elements
with each other, etc.

Keywords: flanging, thickness, thin-walled, minimization, shape formation, process, engineering method, stresses, LS-DYNA, simulation.
For citation: Demyanenko E.G., Popov I.P., Levagina A.A. Improving shape formation under conditions of plane tensile stress. Izvestiya.
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BBenenue

OO MBKM OTCEKOB, OOTeKaTeseil, TOIINBHBIE Oa-
K¥ pa3JInuHbBIX (OPM U pa3MepoB, 0aJJIOHBI XpaHEHU ST
ra3oB, COILJIOBbIE 000J0UYKHU, 000J0UKH KaMep cropa-
HUS OBUTATENIe W APYTHE OeTaau, IpUMEHsIEMbIe B
PaKeTHO-KOCMUYECKON M aBUAIIMOHHOW WHIYCTPUU,
NOJIKHBI oOecIieyrBaTh 3aJaHHBIE 3KCILIyaTalliOH-
HBIC XapaKTePUCTUKM, a TaKXKe YIOBIETBOPSTH KOH-
CTPYKTOPCKUM TPeOOBaHUSIM, KOTOPBIE OIPEACIISTIOT
TEXHOJIOTUYECKYI0 BO3MOXHOCTb WX H3TOTOBJICHUS
[1—4]. Y3BecTHBIE ctocoOBI (hopMOOOpa3oBaHUS [S—
7] Taxux neTaJieil He B MOJHOM CTeNEHU 00eCceynBatoT
MoJIyyeHHe HeOoOXOAMMON M paBHOMEPHO pachpeie-
JICHHOW WX TOJIIWHBI (HallpuMep, MPU MHOTOKpAT-
HO# BBITSIKKE Pa3HOTOJIIMHHOCTD MOXET JOCTUTATh
80 %), uTo BileyeT 3a cOOOI yBEIMYCHHUE YMCIIA TeX-
HOJIOTUYECKMX TIEPEXOI0B, CHUXKEHIE KO3 DUIINeHTa
HUCIOJIb30BaHU S MaTepuasa U3-3a Mocaeaylomein Me-
XaHUYeCKOW 00paboTKU 1 00l11iee MOBBIIIEHUE U3EP-
JKeK TTpon3BoacTBa. CONMyTCTBYIOIIMMH IPOOIeMaMK
MPpU 3TOM SIBJISIIOTCS TopoobOpa3zoBaHue (JloKajbHas
MoTepsl YCTOMUYUBOCTU Ae(POPMUPOBAHUS) U YXYAlIe-
HUE KauyecTBa IOBEPXHOCTH.

Yrobbl n36exarh mnposiBaeHus: aedektoB [§—10]
y TOHKOCTEHHBIX JAeTaJieii ¢ OTHOIIeHUEM 3alaH-
HO# TOJIIMHBI 3aTOTOBKM K €€ OOJIBIIeMY THUaMETPy
Ssan/D < 0,08, popmooGpasoBaHue NPOBOAUTCS B
YCJIOBUSX HAIPSIXKEHHOIO COCTOSIHUS, OJM3KOro K
MIJIOCKOMY HaIIPSIXKEHHOMY COCTOSIHUIO PaCTSIKCHUS,
HaIlpuMep C MCIOJIb30BAaHUEM ITPOIIECCOB OTOOPTOB-
k1 1 popmoBku. Kpome Toro, BaxkHO pa3padaTbiBaTh
npolecc TaKUM 00pa3oM, YTOOBI TOJIIIIMHA 3aTOTOBKU
M3MEeHsIIach B HallpaBJIeHW U, CBSI3aHHOM C 3alaHHOM
TOJIIIMHOM AeTau. 1151 3TOro B peaJibHbIX Mpolieccax
neOpMUPOBAHUS CTAHOBUTCSI BaXKHBIM OOECIICUUTH
MUHUMaJILHYIO pa3HOTOJIIIIMHHOCTh JIeTa I, KOTOpast

16

ornpeneiasieTcsl Kak BbIpaXKeHue MUHUMU3ALUU B BUIE
WHTErpaJIbHOM KBaJApaTUYHOW pasHUIBI MEXIy 3a-
IAHHOM Y TEXHOJIOTUYECKU BO3MOXHOMN TOJIIMHAMMU.
B cBs3u ¢ aTUM Lienb HacTosIIEl pabOThl COCTOSLIA
B pa3paboTKe METOAUKH TTOJAYUEHUsI AeTasleil 3aJaHHOM
TOJIIMHBI U3 KOHUYECKOM 3aTOTOBKH ITyTeM OTOOPTOBKH.

TeopeTnyeckue UCCaeI0BAHUA
npoimecca 0OTOOPTOBKH AJIs MOJTyYeHHS
TOHKOCTEHHBIX 0CECUMMETPUYHbIX
JaeTajieil ycedeHHOM cyKawmeicsa ¢gpopmbl

B pabore oTpakeHBI pe3yabTaThl MUCCICTOBAHUS
TOJIBKO IIJIST OTHOCUTEILHO HEBBICOKMUX HeTajieil (OT-
HOIIIEHU S BBICOTHI K OoJiblieMy nuametpy H/D ~ 1 u
JraMeTpa K OTHOCUTEIbHOM KPUBU3HE D/Rp <0,045).
PaccMoTpuM croco® M3roToBJEHMS TMOJOOHBIX TOH-
KOCTEHHBIX OCECMMMETPUYHBIX HIETAJIE YCEYEHHOM
cyXaromieicss (opMbl ¢ MHUHUMAaJIbHON pa3HOTOJ-
IMWHHOCTHIO M3 KOHMYECKOM 3aroTOBKM Ha OCHOBE
npouecca ordbopToBku. [Ipy 3TOM UCHOAb3yeM TeO-
pUIO TLIACTHYECKOTO Ae(OPMHUPOBAHUS JIUCTOBBIX
MaTepuajaoB C YUETOM aHU3OTPONUU MEeXaHMYECKUX
CBOMCTB MCXOJHOW 3aroTOBKM M OLIEHKY YCJIOBUU
yCTOMYIMBOTro (popMOOOPa30BaHMUS MPU TIJIOCKOM Ha-
MIPSIKEHHOM COCTOSTHUM pacTsSKeHUs. [Ipy MUHU-
MU3alMY BbIpaxk€HUsI Pa3HUILIbI MEXAY 3aJaHHON U
TEeXHUYECKH BO3MOXKXHOM TOJIMMHAMM PACIIUPSIOTCS
BO3MOXHOCTHM aHajau3a mpoleccoB. Ha puc. 1 mpen-
CTaBJIeHa cXeMa YCTPOMCTBa, MOSICHSIONIAsI CIIOCOO
OTOOPTOBKH JeTaJI M3 KOHUYECKOI 3aTOTOBKH.

Konnyeckast 3aroToBKa 4 3aKMMaeTcs MEXIy Mart-
puleii 3 U MpUKUMoM 2, obecrieurBasi HEMOIBUKHYIO
yacTh (hJIaHIIa 3aTOTOBKM MOI MPUKMMOM BO BpeMs
¢dopmoobpazoBaHus. Tak, Hampumep, MpU OMycKa-
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Puc. 1. 'eomeTpuueckas cxema (popMooOpa3oBaHUs

1 — niyaHcoH, 2 — npukuM, 3 — matpuua, 4 — 3aroToBKa/neTaib
R, 1 R — HauOOIbIIKE PAIUYChI 3aTOTOBKY U IETaIM, MM;

Ol — YIOJI KOHYCHOCTH 3aTOTOBKH, TPAJL; Fyyp U Fyer — HAUMEHBLINE
paaunycChel 3arOTOBKM U I€TAIN, MM, Q — YCUJIME U HAITPaBJICHUE
npuwxuma, H; p — texymmii paguyc aetaiu, MM

Fig. 1. Geometric layout of shape formation

1 — punch, 2 — blank holder, 3 — mold, 4 — workpiece/part

Ryier and Ry, are the major radii of billet and part, mm;

Obpjlier 18 the billet cone angle, deg.; ryjje; and 7y, are the minor radii of
billet and part, mm; Q is the force and direction of clamping, N;

p — is the current radius of part, mm

HMU IyaHCOHA [/ BHU3, 3a CUET pa3HOi KOH(PUTypaluu
reoOMETPUU MyaHCOHA U 3aTOTOBKH, B IIEPBYIO OUYEPED
MIPOMCXOAST KacaHue U n1ehOpMUPOBAHHUE 3aTOTOBKH
B 2JIeMeHTax MeHbllero guamerpa. [lo mepe omycka-
HUS TIYaHCOHA 3JIEMEHTHI 3aTOTOBKHU C KOOPAWHATAMU
0oJiblIEro AUaMETpa BCTYMAIOT B 30HY ouara aedop-
mainuu. [lpouecc mpekpamiaeTcs B MOMEHT Hayaja
MJacTUYeCKOM aepopMaiiu KpOMKU 3aTOTOBKU.

3a cueT pa3MepoB U TCOMETPUHU ITyaHCOHA U 3aro-
TOBKM BO3MOXHO PEryJMpoBaTh TOJIIMHY MOCIEA-
Hell 1o JJIMHE o0pa3ylolleil U B pe3yJbTaTe MojydaTh
JeTalib ¢ TOJIIMHOM, MO0 OJIMU3KONM K MOCTOSIHHOM,
C MUHUMAJIbHOW Pa3HOTOJIIWHHOCTbBIO, JUOO C me-
peMeHHOl (MOHOTOHHOI), OJAM3KON K 3aJaHHON, U
TaKXe ¢ MUHUMAJIbHOM Pa3HOTOJIIMHHOCTBIO (C ee
YMEHBIIEHUEM OT 3JEMEHTOB KPOMKHW MaJIOTO Jua-
MeTpa K dJIeMeHTaM ¢ OOoJiblllero AuaMeTpa, U Hao-
60poT). OCHOBHBIMU (aKTOpaMU, BIUSIONIMMU Ha
OMUCAHHOE BBIIIE pacTpeAeIEeHNE TOJIIMHBI CTEHKU

JIeTajiu, SIBJISIIOTCST YToJI HaKJIoHA 00pa3ylolieil KOHU-
YEeCKOM 3aroTOBKHU, TPEHUE, MEXaHUUYECKUE CBOMCTBA
3aroTOBKHU (Hampumep, Ko3hGUIIMEHT aHU30TPOITUH
TpaHCBepcaJbHO-U30TpOIHoOro Teaa) [11].

HamnpaBieHHOe u3MEHEHUE TOJIIMHBI 3aTOTOBKU K
3aJaHHON TOJIIIIMHE AeTaJy BO3MOXHO IIyTEeM BapbH-
pPOBaHUSI MOCTOSIHHBIX B MPOLIECCE TEXHOJIOTMUECKUX
napamMeTpoB [12] (pa3MepoB 3aroTOBKM, TeOMETpUU
WHCTPYMEHTa, Ko3GhUIIMeHTa TPEHUS, TPaHUYHBIX
YCJIOBU, MoKa3aTeieil MeXxaHUYeCKUX CBOWCTB U T.J.)
1 TpeOyeT aHanuTuyecku [13—15] nmpeacraBieHHOroO
U PEIIeHHOTO BBIPaXKEHUSI MUHUMAJbHON pa3HOTOJI-
muHHOCTH [16—18]:

[[(Syan = Sr)dF — min, 1)
F

rae S,,, — 3aJaHHas TONLIMHA AeTalu, MM; S — TeX-
HOJIOTMYECKM BO3MOXHAsI TOJILIMHA, KOTOpasl IOJIY-
yaeTcsl mociae ¢popmMooOpa3oBaHUs 3arOTOBKU, MM;
F — nuomaap netanu Mo CpeAUHHONH MOBEPXHOC-
™, MM

MaremaTruueckoe YCJIOBHE MTOCTVXKEHUS 3ajaH-
HOT'O pacIpeeIeHUsT TOCTOSTHHOM TONIIUHBI CTEHKH
JIeTau AJsl pealu3aly IpeaioXeHHOro crocoba 3a-

IIHUIIEM B BUIC

1 _ 7 2
IJ. (S3an_1)_Q 1_%

rllEET

dp — min, )

rae 3ajQ = S3a£L S3ar’ r3ar = r3ar /RZLGT n p = p/RZ[eT'
O6o03HauuM Beau4IuHy Q:

Q== [(A+0y)/(uoy —1]= const, ©)

IlIe Gy = O,/Cg — COOTHOLICHNE HAPSIKEHUH, KOTO-
poe omnpeneaseTcss MHKEHEPHBIM METOIOM C UCITOJIb-
30BaHUEM YpaBHEHUS PABHOBECHUSI B ITOJISIPHOM CUCTE-
Me KoopauHar [19]. JIns canydass dopMoodpa3zoBaHU s
3arOTOBKM TPU JOMYIICHWHU, UTO TOMOJHUTEIBHOE
naBiaeHue ¢ = 0, OHO IPUMET BUI

do fo [% N

p—p+afc5p —docy —

dp sinay (R, Ry

% | g
- Y

rae R, u Ry — paanycel neTajau B MEPUANOHATIBHOM
¥ TaHTCHLHMAJIbHOM HANPABICHUSX; G, U Oy — Ha-
MPSIKEHUST B MEPUIMOHAJIBHOM U TaHTEHIIMAJIHHOM
HanpaBieHusx, [la; f — kKoadhdUIIMEHT TpeHusT Ha
BHYTPEHHEN MMOBEPXHOCTH 3arOTOBKM; 0 — YIoJl Ha-
KJIOHA 00pa3ylolei 1eTaau K OCH, Tpa.

3anuiieM ycaoBue MIaCTUYHOCTU MTPU OTOOPTOBKE:

Bo, = 0s, Q)

e p=2/7-6p — Ko3hHULUEHT, onpenesomnit

17
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HaIPsSKeHHO-Ie(OPMUPOBAHHOE COCTOSTHHE IIPO-
1iecca ¢ y4eTOM aHU30TPOINMUU MEXaHMYECKUX CBOMCTB
MCXOaHOM 3aroToBKH [20].

I1pu reomeTpryecKOM COOTHOLIEHUU p = Ry cosol
¥ IONYILCHUH G, /Rp = () 3amuIeM ypaBHEHUE paBHO-
BECUSI:

do
ﬁd—_p+csp—Bcss(l+fctga)=0, )
Y

IJe O — YroJl HakJIOHa KacaTeJIbHOW K OCH JeTall,
MMPOBEAEHHOI B cpelHeil yacTu oyara aedopMmaiuu,
rpaj.

Cunrasi, 4TO Ha COOTHOLLICHNE HATIPSIKCHUIA G, /Gy,
KaK Ioka3aHo B pabote [19], ympouHeHue [21—23] u
M3MEHEHME TOJILIMHBI HE 0KAa3bIBAIOT BIAMUSIHUS, MOX-
HO HaliTH HalpsiXCHUs G, B 3aTOTOBKE MPU TPaHUY-
HBIX YCIIOBUSIX: Gy = 0, p =7y U P = p/Ryer

Bynem cuutarh, 4TO HampsikeHue B odare aedop-
MallM{ TTOCTOSTHHO U PaBHO CpelHEMY WHTerpaJibHO-
My 3HayeHUI0. ETo BeJIMUMHY OINpEeaeIuM 110 U3BECT-
Hoil popmyie [19] ¢ yueToM, 9TO MEepUAUOHAIIHLHOE
HaIpsKeHUE paBHO

o, =B 1+ fetga)(l = 7per /P), 6)

Torga Cp€aAHEEC MHTEIrpaJlbHOC 3HAYCHUE

o, (Ffetgn)]; (1-7u/P)dp

Ge l—rﬂeT

)

ka =

Ilocne anredbpanyeckux MpeoOpa3oBaHUl MONY-
YUM
=T (I=In7y,)

G = (1+ fetga) T ) ®)

“Ter

Hanee HEOOXOIUMO ONPENETUTh COOTHOLICHUE
Tsar /- IlprMeM crienylolliee TOMyILEHNUE:

Faar = a + bp. )

[pu p = p/Ryer WPy = Fyar /Ry = 1 BeIpaxenue (7)
3aIUIIETCS B BULIE

b=1-a. (10)

C yuetom (10) ypaBHeHue (9) OyneT mpeacTaBieHO
B cienylomieit popme:

Toar =@+ (1=a)p=a(l-p)+p. (11)

[IpoBeneM MUHMMMU3ALUIO IJISI Clydasl U3MEHeE-
HUS 3aJaHHOU TOJIIIWHEI AETAJN: €€ YMCHBIICHUS OT
oonbiero auametpa. I[lpu Takoit cxeme oTOOPTOBKU
(puc. 1) onpenensionias 3aBUCUMOCTH 3aJaHHOM TOJI-
IIUHEI OTAChIBaeTCS (hOPMYJION

18

Span =1=[m/(1=Fe)1(1-P), (12)

rnem=1—58,,,/S5, < 1.
3anuiieM ycioBue MUHUMU3auuu (2) ¢ yuetom (12):

2

.[; _ ”i (1_5)+Q[1_F3%J dp —> min. (13)
eT p

zet 1 —

Bripaxenue (14) ¢c yuetom (11) mpumeTt Bun
| 2
[h-—=— (1—5)+Q5(: - 1} dp — min. (14)
1-7 p

Trer

Bapbupys M0 @ U B34B MPOU3BOAHYIO, TOJIYYUM
cJieyIolllee BbIpakeHue:

m 1 _ (1

ner

a= 15)
1 (1 g
{Q i (2 } ap
aer p
ITocie MHTErpUpOBaHUS OHO TIPUMET BT
m 2
- —Inr,.-2(1-7,.)+0,5 -2
1 _ ’7ﬂeT |: ner ( /:[e'r) 2 :|
a= — — — . (16)
O/ 1y, +2In7 = 700r)
OnpenenuM OTHOCUTEIBHYIO TEXHOJOIMYECKH
BO3MOXHYIO TOJIIMHY JeTaan 1o Gopmyie
S, =1+ 0(1= 7y, /p)- (17)

C ucnonb3oBanuem dbopmyi (3), (9), (12) u (16) mo-
nydeHsl sHadeHust m = 0,1, 6, = 0,3311, 0 = —0,7976,
a =—0,1497 u mocTpoeHo pacrpeneseHue TeXHOJOTI1-
YEeCKM BO3MOXHOW M 3alaHHOW TOJIIIWH BBIITYKJION
JeTau CO CACAYIOUIMMU MapaMeTpaMu: OOIbIINMI pa-
anyc Ry = 22,35 MM; MEHBIIUHA — 7 = 11,05 MM; pa-
JUYC KPUBU3HBI JETaJV B MEPUIUOHAIHLHOM HATIPaB-
nenun R, = 1000 mm. [letanb nosnyyeHa us 3aroToBKu
C YIJIOM KOHYCHOCTHU Oy, = 16,4° npu popmoobpazo-
BaHUU C KOI(MDOUIMEHTOM TPEHUS Ha BHYTPEHHEH
roBepxHocTH 3arotoBku f = 0,05 u ¢ yuetoM Koaddu-
LIMEHTa aHU30TPOINU Y TPAHCBEPCATbHO-U30TPOITHOTO
tena = 0,5.

[MonydyeHHBbIE TaHHBIE TTO3BOJIMJIN TTIOCTPOUTH pac-
MpeneieHue OTHOCUTEIbHOU TEXHOJIOTMYEeCKU BO3-
MOXHOI TOJIIMHBI AeTadu BAOJb ouara aedhopMannu
COIJIACHO MPEIOKEHHOU MeTonukKe (puc. 2).
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Puc. 2. Pacnipenenenne OTHOCUTETbHON TEXHOJIOTUUECKY
Bo3MoxxHO# mpu f= 0,05 u u = 0,5 (I) ¥ OTHOCUTETbHOMI
3alaHHOH (2) TOJIIMH TOHKOCTEHHOM BBITTYKJION AeTalu

Fig. 2. Distribution of relative technologically possible
at f=0.05 and u = 0.5 (I) and relative preset (2) thickness
of a thin-walled convex part

MoaeanpoBanue
npouecca ¢popmMooOpazoBaHus
B nporpamMmMHoM komiuiekce LS-DYNA

C LIe1bI0 MCKJTIOUEH U ST OLLIMOOK ITPU MPOEKTUPOBaA-
HUW MHCTPYMEHTA IJIS1 TIEPCIIEKTUBHON peann3alinu
cnocoba Ha M3TOTOBJIEHHOW WITAMIOBOW OCHACTKE
[24] mpuMeHHUM MeTon MoAaeaMpoOBaHuUs (hopMoobpa-
30BaHUS B CIIEIIMAIN3UPOBAHHBIX KOHEYHO-3JIEMEHT-
HBIX TPOTPAaMMHBIX KOMILIeKcax. JIist pacuera TeXHO-
JIOTUYECKUX IPOLECCOB HCMOJb3YIOTCS pa3iMuHbIe
nporpammbl, Takue Kak LS-DYNA, ANSYS, Abaqus,
QFORM, DEFORM wu np. HecMoTps Ha TO, 4TO MC-
CJIeIOBaHUIO TJIACTUYECKOTI'0O TeYSH U S TOCBSIIEHO He-
MaJio Hay4YHOI JTUTepaTyphl, TeOpeTuuecKrue hopMy-
JIBI MOTYT OBITH BBIBEJEHBI TOJIBKO JJIs1 OTHOCUTEILHO
MPOCTHIX MPOLECCOB (T'MOKHU, BBITAKKU, OCAIKU) U C
CYIIECTBEHHBIMH JOMYIIEHUSIMH, a TAKKE 3aTOTOBOK
npocTtoii GopMbl (Kpyrjioi, HUIMHAPUYECKOI, KBa-
npatHoit). OnHaKoO MpU MCIIOJb30BAaHUU 3aroTOBOK
CJIOKHO# (DOpMBI M pa3paboTKe Oosiee COBEPIISHHBIX
TEXHOJIOTUI 00paboTKU MeTana0B nasjieHuem (OM/I)
Takue (hOpMYJIbl 1al0T 3HAUMTEJbHYIO MTOIPEIIHOCTb,
a MPUOIMKEHHBIE METOIBI CJIOXKHBI B OCBOCHUHU U T10-
HCKE PeIIeHUSI.

PemrenueM yka3zaHHON TPOOJEMBI MOXET OBIThb
MIPUMEHEHNE ITPOTPaMM, OCHOBAaHHBIX HA METOMIE KO-
HeuHbIX 2JemMeHTOB, HampuMmep ANSYS/LS-DYNA,
SBJISIONIEHCS OMHOM M3 JIYYIIUX B CBOEH 00JacTH.
OHa nipenqHa3HavYeHa Il PAaCUeTOB OBICTPOTEKYIIINX 1
NTUHAMUYECKUX TMPOIIECCOB U, KPOME TOTO, UIeaIbHO

noaxoauT AJist peweHus 3agady OM I, BKJto4ast X010/~
HYIO JUCTOBYIO IITaMIIOBKY. [IporpamMma mo3BossieT
BBISIBUTH OITACHBIC 30HBI M YYACTKHU MOJECIH, B KOTO-
PBIX BO3MOXHO pa3pylleHue, U ONIPeeIUTh Bce HE00-
XOJIMMBIE ITapaMeTphl:

— HaMNpsKEHHO-Ie(OpMUpPYyeMOe COCTOSTHUE 3a-
TOTOBKM U MHCTPYMEHTAa B JIIOOOI TOUKE U B JIOOOI
MOMEHT BPEMEHU;

— DHEPreTUYECKUe ITapaMeTphI IIpoIiecca;

— BEJIMYUHBI YCUJIUI 1 MOMEHTOB, HOPMAaJIbHBIX 1
KacaTeJIbHbIX CUJI;

— KOHTaKTHBIC ITapaMeTpPHI;

— MHOTOE JIpyToe, YTO HEOOXOAUMO JIJIST TIOHMMa-
HUS TPOLIECCOB, MIPOUCXOASIINX B 3aTOTOBKE.

B mHamwm gHU cyliecTByeT IMIMPOKHUI BEIOOP TIPO-
rpaMM MOJAEJIUPOBAHUS PA3JIUYHBIX CLIEHApUEB [25—
31], XoTOophble YCHELUIHO MPUMEHSIIOTCS B Pa3IUuYHbBIX
chepax MaITMHOCTPOCHUS.

HeobOxonmMocTh pellleHusT MOCTaBJIEHHBIX 3amad
uMeHHO B cucteMe LS-DYNA o0ObsicHSIEeTCSI B TOM
YHCJie BO3MOXHOCTBIO pacuyeTa TOHKOCTEHHBIX 000-
nouek. KnHemaTndeckas cxeMa MOJIEJIMPYEMOTO TIPO-
1ecca u3obpaxeHa Ha puc. 3.

TeoMeTpust 3arOTOBKMA M MHCTPYMEHTa (TIPUKHUM,
Marpulia, IyaHCOH) TMpPOEKTHUPOBajiaCh B CHUCTEME
TpexmepHoro moaenupoBaHuss ACKOH «Kommnac-3D»

Ilyancon ___ |

[pmwxum

Marpuna

|
|
|
|
|
|
|
|
. |
|
|
|
|
|
|

—

3aroroBka |
|

Puc. 3. Kunemaruueckas cxema npoiecca OToOpTOBKU

Fig. 3. Kinematic diagram of flanging
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Puc. 4. DkcriepuMeHTaIbHasA KpUBast YIIPOYHCHM ST
cranu 12X18HI0T

Fig. 4. Experimental hardening curve of 12Kh18NI10T steel

[32] m osKcmopTHpoBajach B PacIpOCTPpaHEHHOM
dbopmate oomena manubiMu Mexay CAD/CAE mipu-
noxeHusimu — lIges. HemocpenctBenHo B ANSYS/
LS-DYNA nyaHCcOHY, MaTpHUlie ¥ 3aTOTOBKE OB ITPH-
cBOEH TUIl 3jieMeHTa — Shell, 000JI04eUHBIT 3JIEMEHT.
Jns y3710B (paH1Ia 3arOTOBKHU OBIJIO 3aJaHO OrpaHu-
yenne BOUNDARY SPC, zampemaroimiee mepeme-
IIEeHNE IO OCSIM M BpallleHre BOKpyT HUX. KoMmaHma
BBITIOJHSIET (PYHKUIUU MpUXUMa U MaTpULbl. 3ana-
I0TCS TPAaHWYHEBIC YCIOBUS U OTPAaHUYCHUS CTEIICHEH
CBOOOIBI MyaHCOHA, O1aromapst KOTOPbIM UHCTPYMEHT
nepemelaeTcss Tojabko mo ocu O0Z. KosadduuumeHTt
TPEeHUS MEXIY ITyaHCOHOM M 3aTOTOBKOI OBLI paBeH
0,05. Ilocne no3uMOHUPOBAHU ST 00BEKTOB 110 ocu OZ
JULSI HUX CTPOMJIMCH MpaBUJIbHAsI (YeThIPEXyTobHas)
CeTKa KOHEUHBIX 2JIEMCHTOB C IUIMHOI pedpa 1 MM IS
3arOTOBKHU U CMEIIIaHHasl CeTKa ¢ AJTWHON pedpa 2 MM
IUISI IyaHcoHa. B kavyecTBe Monmenu MaTepuasa myaH-
COHAa M 3aTOTOBKM OBLIM BBHIOpPAHBI XECTKas MOICIh
MAT _ RIGID u nonepeuyHo-aHuszotrponHass — MAT
TRANSVERSELY ANISOTROPIC_ELASTIC
PLASTIC cooTBeTCTBEHHO.

Hns 3apmaHus cBoiictB [33] MaTepmana 3aroToB-
ku (12X18H10T) Obina BBeAeHa 3KCIepMMeEHTalbHAas
KpuBas yIIPOYHEHUS JaHHON KOHCTPYKIIMOHHOM cTa-
JIU, TIOJTy4YeHHAas TIPY UCITBITAHUY Ha TIPOCTOE PacTsI-
xKeHue (puc. 4).

Pe3yabraThl

s onuMcaHUsl CBOMCTB MaTepuajia TOHKOCTEH-
HOH 3aroTOBKU TOJIIMHOHN S,,, = 0,3 MM u3 cranu
12X18H10T 661111 BBEASHBI CAEAYIONIME TTapaMeTPhbl:

— IUIOTHOCTH cTanu — 7 920 Kr/MM?%;

— monyJib ynpyroctu — 198 I'Tla;

20

— ko3 punueHT [lyaccona — 0,29;

— KO3 UIIMEHT, YYUTHIBAIOIIUNA aHU3O0TPOIUIO
TpaHCBEpCaJbHO-U30TPOITHOIO MaTepraja 3arOoTOB-
xku — 0,5.

PesynbTaTel MomenupoBaHUs IpPEACTaBICHBI Ha
puc. 5.

st CpaBHUTENBHOTO aHaju3a pe3yJbTaTOB MO-
JIeIMPOBaHUS BbIOEpPEM TOYKHU BIOJbL OOpa3ylolleii
0CEeCUMMETPUYHOI AeTaau (puc. 6) U IOCTPOUM 3aBU-
CHUMOCTB, OTPAKaIOIIYIO 3HAYCHUS TOJIIUHBI B 3TUX
Toukax (puc. 7). JInsg HarnsgaHOCTU 100aBUM Ha rpa-
(UK OTHOCUTENBHYIO 3aJaHHYIO TOJIIWHY OCTalu,
YTO MO3BOJIUT CHEJIaTh BBIBOA O MOJIYYECHHOM MUHU-
MaJIbHOM OTKJOHEHMHU TOJIIMHBI AeTalud OT 3adaH-
HOI1, He ripeBbimaromei 2,0 %.

Shell Thickness
3.000e-01
2.9620.01 :I
2.92406.01 _
2.885e.01 _
2.84Te-01
2.809.01 q
2.7Me01 _
2.7330.01
2.6940-01
2.656e-01 :I
2.618e-01

Puc. 5. Pacnipenenenue ToJIIMHBL (MM)
CTEHKU OCECUMMETPUYHOM IeTaIn

Fig. 5. Distribution of wall thickness (mm)
of an axisymmetric part

Puc. 6. Bei6op Touek mo o6pasyionieit ocecuMMeTpUIHON
neTanu

Fig. 6. Selection of points along the generatrix
of an axisymmetric part
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Puc. 7. PacnipeneyieHue OTHOCUTEJIbHBIX 3HAYEHU I
TEXHOJIOTMUECKM BO3MOXKHOM TOJIIIMHBI (ITO pe3ybTaTaM
MOICIUPOBAHNS) U 3aJaHHOM TOTIIMHBI TOHKOCTEHHOM
BBITTYKJIOI IeTaIn

Fig. 7. Distribution of relative technologically possible
thickness according to the results of simulation and relative
preset thickness of a thin-walled convex part

BriBoabI

Ilo pesymbraTam wuccliemoBaHUSI OBLIM CHCTAHBI
CIIEAYIOIIE BEIBOMIHI.

1. MakcumaibHO€ pacxoXIeHue JaHHbBIX MOIEJIH-
POBaHMS U TEOPETUUYECKUX He npeBbiiaet 1,5 %. Mu-
HUMaJbHAs Pa3HOTOJIIMHHOCTh HAOMIOHaeTCsT IIpH
yrje nmyaHcoHa 15,36°, a MakxcuMaibHas — npu 16,79°
(cMm. puc. 7).

2. CpaBHEHUE pe3yIbTaTOB MOIETMPOBAHUS 1 T€O-
PETUYECKUX UCCIICIOBAHUM T10 MPEMIOKEHHON METO-
IMKEe YKa3bIBacT Ha UX YIOBIETBOPUTEIBHOE COTIACO-
BaHUE.

3. BbuJIo TOCTUTHYTO HEoOXomauMMoe pacripenee-
HUE TOJLIMHBI (CM. puc. 6): ee yMeHbIIeHUE OT 00JIb-
WX PagNyCOB K MEHBITNM C MUHUMAaJbHBIM OTKJIO-
HEHUEM OT 3aIaHHOTO 3HAYCHUS.
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