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Development of energy method for calculation of one-piece die strip drawing power parameters
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for calculating power parameters of one-piece die strip drawing were given. Calculation results satisfactorily correspond with the
data obtained in experimental studies and allow for deeper understanding of the nature of specific friction force distribution in the
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BBenenue

B HacTosi11ee BpeMs pU aHaJIM3€ SHEPTOCUJIOBBIX
mapaMeTpoOB IIpoliecca IJIacTUIeCKoi medopmanmu
3arOTOBKM WCTIOJB3YIOT IBA NMPUHIIUIINATBHO OTIH-
yarluxcs MeToaa pacyeTa [1]: mepBblii — OCHOBaH Ha
COOJIFOIEHNH YCIOBUH IIACTUYHOCTH 3aTOTOBKHU TPU
paBHOBECUU CUJI B ouare aedopmManiuu [2—4]; BTopoid,
9HEpPreTMYeCcKuii, — Ha cobJirofeHun OajlaHca MOIII-
HOCTH BHEITHUX ¥ BHYTPEHHUX CUJI TUIACTUUYECKU JIe-
dopMupyemoii 3aroToBku [5—9].

WHTteHcupukaus mpoLeccoB BOJOYEHHUS B YCI0-
BUSX pACIIUPEHUSI HOMEHKJIATYPHI ITPOTATUBAEMBIX

npoduiecii B MOHOJUTHBIX BOJIOKAX IPU Pa3JIMYHbIX
TEXHOJIOTMYECKUX CMa3Kax HAaCTOSTEbHO Tpebyer
COBEPIICHCTBOBAaHUS METOIOB pacdyeTa TEXHOJIOTHYE-
CKMX ITapaMeTPOB MPOLIECCOB BOJOYCHUS IIPU CTPEM-
JIeHUU K uX yHudpukagum [10—12].

Llenbio HacToOsIIIEH pabOTHI ABASIETCS JajibHeillliee
pa3BUTHE SHEPIETUYECKOTO METO/A pacyeTa CUJIOBbIX
[apaMeTpoB IpoLiecca BOJOYEHMUS ITOJOCHl B MOHO-
JINTHOM BoJIoKe. [1pr 3TOM MCITONTB3YIOTCS TPaHUYHEIS
YCJIOBUSI B BUJIE MOIITHOCTH CHJI TPEHUSI HA KOHTAaKT-
HOW TOBEPXHOCTHM odara aedopMannu, YYUTHIBAIO-
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e HepaBHOMEPHOCTH pacIpeaecHUST HOPMaJIbHBIX
KOHTAKTHBIX HAIIPSIXKEHU I 110 AJIMHE oyara aedopma-
UM ¥ HEPaBHOMEPHYIO CKOPOCTb CKOJIbXKCHUS 3aro-
TOBKH IO MHCTPYMEHTY.

MeToauka uccje10BaAHNS

PaccMoTpuM mipouiecc BosoueHus (puc. 1, a) mo-
Jocel [ (ee mmpuHa by = by, ucxonHad BbIcoTa H| =
= 2h) CO CKOPOCTBIO V; Ha BXOJI€ B MOHOJUTHYIO BOJIO-
Ky 2 ¢ YIJI0M KOHYCHOCTH O o4ara nedopMaliuy 1au-
HOIA L, BKIIIOYAIOUIETO 30HY Ae(opMaluy pasMepoM /,
(paccTosiHUE MeX 1y MPOoeKLMsIMU Ha och OX ToYeK A,
Bu A, B’) n xanubpyIolyw 30Hy MPOTIKEHHOCTHIO
I (paccTossHue Mexny Toukamu B, C u B’, C’). Cuna
BojioueHus (Py,,;) oOecreuynBaeT BOJIOYEHUE IOJIOCHI
BbicoTOW H| = 2A; Ha BbIXOJE U3 oyara nedopmaluu
€O CKOPOCTBIO V.

el
h() hx . h .
Qt() l Qtl O b SP BOJI
0 0 Vy Vi X
Xy
X
lﬂ

Puc. 1. IIpoiiecc BosioueHUs MOJIOCHl B MOHOJIMTHOM BOJIOKE

a — cXeMa 1mpolecca,
0— pacyeTHadA CXxeMa pacrpeacjacHus SHEProCcuioOBbIX ITapaMETPOB

Hns onpenenenus P,,, pacyeTHas cxema BoJjioye-
HUS MpeacTaBieHa B IJIocKocTu Z0OX cucteMbl KOOp-
nuHat ZOXY (puc. 1, 6), B KOTOpoii BIusiHUE Kaauopy-
IOIIel 30HBI HAa 9HEPTOCHUJIOBBIE TTapaMeTphI ITpoliecca
He y4uThIBaloTcsa [5, 6, 8]. DTa cxema MCIoOIb3yeTcCs
IIPU COCTABJICHUM YpaBHEHUI paBHOBeCHUS cUJI (XX =
=0 u XY = 0), neiicTByIOIIMX HAa CUMMETPUUYHYIO MO-
JIOBUHY 3aTOTOBKM I CO CTOPOHBI BepXHEil MOJIOBUHBI
BOJIOKH 2 BIOJb oceif koopanHat OX u OZ:

lel — pe3yJIbTUPYIONIas CHjia HOPMaJbHBIX KOH-
TaKTHBIX HaINpsXeHUH Oj,(x), meiicTBylowas B T. D
KOHTAaKTHOM IIOBEPXHOCTH odYara medopMmaldy Ha
paccTosiHUU Xy 0T ocu OZ;

T1, — pe3yJbTUpYyIOLas cujia TPEHU s, AeHCTBYIO-
1jas Ha 3arOTOBKY B TOYKE MPUIIOXKEHUS N} y;

O 11 Oy — CUJIBI cpe3a, AeiicTBYIOlIME B HOpMaJlb-
HBIX CEYEHHSIX 3aTOTOBKM Ha BXoJe B oyar nedopma-
IIMM ¥ Ha BEIXOJE U3 HeTo [3, 7, §].

M3 ycnoBus MOCTOSIHCTBA pacxoia MaTepualia 3a-
FOTOBKM B TEKYIIEM CEUeHMHU oyara necdopmalivu,
MMePICHANKYJISIPHOM OCH BOJIOUCHUSI, KMHEMaTHJe-
CKMe TTapaMeTphl JeopMaliiy 3aTOTOBKY OIpeesi-
IOTCSl CUCTEMOI ypaBHeHU T [1—5]

v (X) =, hO/hx =Voly = Vo(l—gx)_l,
ok

hy —xytga’ 1)
Ve (X) = v, (x)(cos ),

3nech v,(X) — rOpu30HTaIbHASI CKOPOCTb HOPMaJIBHO-
ro Kk ocu OX ceyeHUsl 3arOTOBKM BBICOTOM A, = hy —
— xtgo. (cpenHsisE CKOPOCTh Marepuaja 3arOTOBKM B
HOpMaJibHOM CeuyeHUuU paboueil 30HbI oudara aedop-
Mallu, TMOJOXEHUE KOTOPOro OIpenessieTcss KOop-
auHato 0 < x < 1)); vy o (X) — CKOPOCTh CKOJIbXEHUSsI
Marepuaja 3aroTOBKM B TEKYIIeM CeYeHUU pabodeit
30HBI oyara jaedopMaluu Ha PacCTOSIHUU X OT BXO-
Ja 3aTOTOBKM B oyar nedopmauuu; W, = hy/h, u g, =
= (hy— h,)/hy — cOOTBETCTBEHHO KO3 OULIMEHTHI BbI-
TSXKKM U 00XKaTUs B TEKYLIEM CeYeHUU oyara nedop-
Malluu; vy — FOPU3OHTAJIbHASI CKOPOCTh HOPMaJIbHO-
T'O CEYeHM ST 3aTOTOBKH, K KOTOPOMY B T. D IIpujioXKeHa
cuia Ny,.

B oG1iem ciyyae aJist BoJioueHu s 6€3 pOoTUBOHATSI-
>KEHM I MOIITHOCTh, 3aTpadyeHHast mpu aechopMaIiim 3a-

VN :VO

! Tanee no TEKCTY U Ha pUCYHKaX HUXHUU ABOMHOU nud-
pOBOIf MHIEKC 0003HauaeT: mepsas Hudpa — TeIo (3aT0TOB-
Ka), Ha KOTOpOe IeCTBYET cujia; Bropas uudpa — teyio (Bo-
JIOKa), CO CTOPOHBI KOTOPOTO JeHCTBYET 3Ta CUJIA.
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TOTOBKM KaK XXK€CTKOIMJIACTUYHOro Teja (CM. puc. 1, a),
omnpeaesITCs 1Mo ypaBHeHUIo [5, 7, 8]

Woaon = W(b + Wr + Wl‘p = PBOJ'[vl’ (2)

BOJI

rne Wy, W u W, — MOLIHOCTH, 3aTpa4eHHbIC CUIION
P,,, Ha dopMou3MeHeHUEe MaTepuana 3aroTOBKU B
ouare nedopmanuu (Wy), npeoponeHne MOIHOCTH
CHJI Cpe3a Ha BXOJIe 3arOTOBKU B o4ar aedopMaliuu 1
BbIXOZAe U3 Hero (W) u npeononeHre MOLUIHOCTU CUJI
TpeHus B ovare nedopmaunu (W) U3 (2) crenyer

Pyon = Wyoa /M1 =

BOJI

= PBOH,Q) + PBOII,T + PBOH,Tp = PBOJ‘[,I[ + PBon,Tp' (3)

3nech Py, j — COCTABJISIONINE CUJIBI BOJIOUEHUS Py ;0
Pyon ¢ OOecrieunBaeT HOPMOM3MEHEHUE 3aTOTOBKH B
ouare aepopmanuu; Py,, - — BXxone GopMOU3MeHeHUsI
3arOTOBKH yPaBHOBEIINBAET CUJIBI Cpe3a, IeUCTBYIO-
IMe B €€ CEUYEHMSIX Ha BXONle M BBIXOJIE M3 odyara Jie-
bopmaunu; Py, r, — YPAaBHOBELIMBAET CUITY TPEHHUSI
B ovare nedopmanuu; Py, = Pyoy ¢+ Pyoy o — 00€C-
rnmeuynBaeT AechopMaIliio 3aroTOBKM 0e3 ydeTa BIWs-
HUS CUJIBI TPEHU S, T.C.
W, +W.
Prons = d’T )
OTMeTHUM, YTO, pa3Ie/InB KOMIIOHEHTHI YPaBHEHHUS
(2), onpenensiiolIe pacxod MOILIHOCTU Ha Aedopma-
LIMIO 3arOTOBKM B o4are nedopMalinu, Ha CKOPOCTb Vy
n3(1)—(4), moaTyYnM ypaBHEHHE paBHOBECH S CHT (XX =
= (), gelcTBYIOIUX BIOJb ocu OX, MpUBEIEHHBIX K
HOpMaJILHOMY CEYEHMIO 3aroTOBKU B T. D ouara je-
dopmanmu [7, 8]:

Wey+W, + W,
PBon,D = =
YN
M1
= PBon,d)D + Ijlaon,rD + PBon,TpD = PBon V_’ (5)
N

BOJI®
IpuBC€ACHHaA K HOpMaJbHOMY CCUCHUNIO 3aroTOBKHM B

1. D ouara nepopmauut; Pyoy gps Poonep U Pyonrpp —
COOTBETCTBEHHO COCTaBIAIOIINE CUIbL Py,, p, TIpHU-
BeIeHHBIC K HOPMaJIbHOMY CEUEHUIO 3aTOTOBKH B T. D
ouara gecopMaluu.

IIpoaHanu3upyeM BIMSHUE KaXIOi M3 HUX Ha
CHJTY BOJIOUCHU S B 3aBUCMOCTH OT T€OMETPHIECKUX
pa3sMepPOB MOHOJUTHOM BOJIOKU (O, /1;) U TEXHOJIOTU-
YecKMX MapaMeTpoB npouecca BojaodeHus (A, W(E), f)
3aroTOBOK U3 Pa3JIMYHBIX MaTEPUAJIOB (T,(€) — Mpenesn
TeKy4eCTH MaTeprajia 3arOTOBKM Ha CABUT).

1. DHEeprocuaoBEIe MapaMeTphl Ipolecca aedop-

rae PBOH’D — COCTaBJSIOIIAsI CUJIbl BOJOYEeHUS P,

0,5P,,,,
i X
dx
‘xm _ xN
/

0,5P

BOJI,TD

O’SPBon.ﬂD

Puc. 2. DHeprocuaoBbie mapaMeTphl
npouecca aedopMaliuy 3aroToBKU 06e3 TpeHu st

a — cxeMa Ipolecca; 6 — CXeMa CHJI, IeMCTBYIOLIUX B CEYEHUU
3aroTOBKH, MIPOXOASIIEM Yepe3 LIEHTP €€ Macchl (1)

MallM¥ IpHU BoJodeHUM (puc. 2) 6¢3 ydeTa CUJIBI Tpe-
HUS (KOaDDUIIUEeHT TpeHus cKosibxkeHus f = 0) B oya-
re nechopmanmu [5, 7, 8] (Wi, = 0 Py, 1 = 0) ompese-
JISTIOTCSI HA OCHOBaHUM ypaBHeHUI (3), (5) u puc. 2, 6:

0.5P,05, = 0,507, + W) [v,,

095P30n,11DV1 /vm = O’S(PBOJ'I,(bD + PBOn,rD) = le,OSiH(I. (6)

3neck Ny — pe3ynbTUpylolias cujia HOpMauibHbIX
KOHTAKTHBIX HAMPSIKEHUH O, o(X) B ouare aedopma-
uu npu f = 0, nelicTByIoIasl Ha 3JIeMEHTapHOE ceve-
HUE 3arOTOBKH B OKPECTHOCTSX T. M, ONpeAesitonieit
TOJIOKEHME IIEHTPA MACChl 3aTOTOBKHU B odare aedop-
MalWU ¢ KOOPOAUHATOM X,

l:l lﬂ

X, = ,[(ho —xtgo)xdx j(ho —xtga) dx = xy,
0 0

IIe V,, — CKOPOCTb MIEPEMEILIEH U LIEHTPA MACChl 3aro-
TOBKM B ouare aechopMaluu:
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vohy

v, =——,
hy —x,,tga

hy I

v dz|,

z

x=[,

0,5W, =bt,, T ozt Tvz
0 0

rae T, ., — CPeAHee 3HAYCHUe Mpelesia TeKyYecTH Ha
CABUT MaTepualia 3arOTOBKM Ha BXOJE €€ B ouar Jie-
(opmaliuu 1 Ha BBIXOJIE U3 HETO:

Loh,
0,5, = b1, o, £ £ Hdxdz,

H = 4(avxj2+ (%ﬁﬁj,
ox 07 Ox
rne H — WHTEHCUBHOCTb CKOpPOCTU Acchopmanuu
CIBUTA U V,, V, CKOPOCTH JAeopMallMy B HaIrpasJie-
Huu oceit OX, OZ |1, 5, 7).
W3 ycnosusa dv, /dz = —dv,/ox ipu o < 15° mony-
qyuM [3]

0,5W, =bt, ,,vohotga,
L, (7)
0,5Wy, =~ 2bt, ,,vohy (1 +gtg (lenu.
U3 (6), (7) cnenyet
0,5(Wy, +W,)
g =—2 % ®)
v, sina

[IpyiHuMasa B repBOM NPUOIMXKEHUU JTUHEWHBII
3aKOH pacIipeae/ieHUsT HOpMaJIbHBIX KOHTAKTHBIX Ha-
MPSKEHU I Ha MOBEPXHOCTH BOJIOKH [4, 7, 8]:

Glz,o(x =0) _Glz,o(x = lu)
/

pig

x, 9)

0120 (x)= G120 (x=0)-

TIE 615 o(x = 0) ¥ 61, (x = /) — COOTBETCTBEHHO HOP-
MaJIbHblE KOHTAKTHbIE HAIIPSIXKEHUSI Ha BXOAE 3aro-
TOBKH B BOJIOKY U BbIXOJIe U3 Hee NpH /= 0, Hoay4num

lfl
j512,o (x)dx =
0

N12,0 =
cosa,

bl,

= reosa (6120(x=0)+0),0(x=1))),

15
— _[Glzo(x)xdx
cosay

I}

a
JGIZ,O (x)dx
cosa |

(10)

U3 (7), (8), (10) cnenyet

0,5, +W,)
—_—x

c x) =
12’0( ) bv, 1, tgo

3xm 3(lﬂ—2xm)
- x|
/ 12

a IS

x[| 2 —

(1)

2. PacipenenneHre SHEPrOCHMJIOBBIX ITapaMeTPOB
Mpoliecca BOJOYeHUs B ouyare necdhopMamiu, CBs3aH-
HBIX C PacXOJOM MOIIHOCTU Ha IPEOJO0JIEHUE MOIII-
HOCTH CUJI BHEILHETO TPeHMSsI, B paboueil 30He oyara
nedopmalium MpeacTaBiIeHo Ha puc. 3.

YuuThiBasi, 4TO 3JIEMEHTAapHas Cuja TPEHUs Ha
pacCTOSSHUM X OT BXo1a B ouar aedopmanuu (puc. 3, a)
onpeaesieTcsl ypaBHEHUEM

dx
b
cosa.

dTy, = fbo),(x)

SJIEMCHTapHas MOIIHOCTb CUJIbI TDEHUS B 9TOM CE€YC-
HHUM o4ara I[C(bOpMaLII/II/I COCTaBUT

hy
hy —xtgo

015 (x)
= fb = 2 Vo
cos a

AW, = dT,,v dx, (12)

X,CK

e 0)5(X) # Ojpo(X) — pacrnpesesieHue HOPManibHbIX
KOHTaKTHBIX HaMPSIKEHU (CM. pUc. 2, a u puc. 3, a),
0O0YCJIOBJIEHHBIX BIUSIHUEM Ha P, p CHIIBI TPEHUS

Ty, = 0,5W,,c080 /vy = N5 tgy, p.

COOTBETCTBEHHO, M3 MHOTOYTOJIbHUKA CUJT (pHC. 3,
0) moy4num
0,5, 050 = Ripsin(a+6,, )=

= Lsin(a+6npp).

13
cosf (13)

np,D

3necb Ny, — pe3yjibTUpYyIOLlasi Cuja HOPMaJbHbIX
KOHTaKTHBIX HaNpPsKEHUI Gp,(X) B ycaoBusix aedop-
MalMK 3arOTOBKHU C YYETOM BHELIHEro TPeHUs; Oy, p
¥ fip. p — COOTBETCTBEHHO YTOJI TPEHUS ¥ KOIhbuLn-
eHT TpeHud B ouare aedopmaiuu [8]):

0,5/ cosa
op,D —

tge —J
p.D>
vy Nip
R, =T, + N|, — nojHas cujia peakLiMu, AeHCTBYIO-
uiast B oyare aeopMallii Ha 3arOTOBKY CO CTOPOHBI
BEPXHEH IMOJYBOJIOKHU.
MouiHOCTb yebHBIX CUJI TDEHUS B 30HE ouara Jie-

dopMamm cCoOCTaBUT

[ [0po(x=0)+20,,(x=1)) Ly bhe
=2 20 R 0.5, = [aw, =v, 2200 | 9204 (4)
3 one(x=0)+0,0(x=1,) 0 cos“a phy —xtga
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4 /NIZ
“ O | e
G 1,(%)
(o)
A D
T @ = =< B
Ty, ‘d?
h 12 h
! m O’SPBOII,D ! Oaspnon
V() 0 Vm Vl X
dx
xm — xN
lﬂ
o
4}
enp,D
R |
12 /N12
TIZ O’SPBOJI,D

Puc. 3. BnussHue BHelIHeTo TpeHus B ouare neopmanuu
Ha yCUJIVE BOJIOYEHU I

a — pacyeTHas cxema Ipoliecca; 6 — cxema CHJI, IeHCTBYIOLINX
B CEUCHHHM 3aTOTOBKH, IIPOXOASIIEM Yepe3 LIEHTP ee Macchl (1)

YuuteiBasg (cM. puc. 3, @), 4TO pacxod MOIIHO-
CTHU YIOEJNBbHBIX CUJ TpeHUs B oyare aegopmanuu (14)
omnpenensieTca 06ajaHCOM MOIIHOCTU ATUX CHJ Ha
yuyacTKaX KOHTaKTHO# noBepxHocTU (AD u DB), pa3-
JEJIEHHBIX MeX Ay coO0i TOUKOM MpuitoxeHus Ny, [7,
8], mpu onpeneseHuu Gy,(X) HEOOXOAMMO OOECEeYUTD
clieyIole YCIOBUS:

l;l
X, Ny, = _sa Iclz(x)xdx,
0

b
coso

v Jbhy ¢ o1y (x) dx
? cosZa o By —xtga

—y Sbhy 615 (%) d
0 cos?a v, ho —xtga

IA
Ny, = jclz(x)dx,
0

15)

x=0,25W,,.

YyurtsiBasg xapakTep paclpenesieHUsl Gpp(x) (cM.
puc. 3, a), npu peueHun ypaBHeHui (5), (14), (15)
MPUHUMAEM

O12,4 —O12,p
op(X) =0, ————x
m
nmpu 0<x<x,,
(16)
O12,0 = %12,
——(l,—x)

op(x) =0 p - /

o m

npu x, <x </,

e 61y 4 = 01p(x = 0), 613 p = 015(X = X)) U Opp p =
= Op(x = [;) — COOTBETCTBEHHO HOPMAaJbHBIE KOH-
TaKTHBIC HAIpsDKeHUsl Ha Bxole B oyar aedopma-
LMY B TOUKE NPUTOXKEHUST Nj, U BbIXOIE U3 Hee (CM.
puc. 3, a).

Ypasuenus (5), (14)—(16) onpeneasiioT 3HEPro-
CUJIOBBIE MapaMeTpbl Mpoliecca BOJOUYEHUS MOJOCHI
Pyon = filHy, vy, o, f, €, T;), B TOM YUCIIE U B OTHOCHU-
TEJbHBIX BETMYNHAX:

o _ Ogox PBOJ'I
BOJ,OTH — - >
2, 21, Hb
G _ G]ch _ NIZCOSOL
Cp,0TH — - H
BOJI bLGBon
O12(x)
GIZ,OTH = >
maxoi,

KOTOpBIE TIO3BOJISTIOT CPABHUTD TMOJyUYEHHBIE Pe3yib-
TaThl pacyeTa ¢ aHAJOTMYHBIMU JaHHBIMU APYTUX aB-
TOPOB, a TAaKXKe C pe3yJbTaTaMM SKCIIEPUMEHTAIbHbBIX
HCCIeNOBAHUI TIPOLIECCOB BOJIOUEHM ST, TIPENCTaBIICH-
HBIMU B TEXHUYECKOI auTepatype [2—S5, 8, 9, 12, 13].

Pe3yabTaTsl M X 00CyXKI€HHE

B tabi1. 1 mpuBeneHBI Pe3yIbTaThl PACUETA Cpoy oy U
Ocp,orn 1O Pa3pabOTAHHON METOMKE 1 ypaBHeHI/IHMl [5]:

Osor _ (lnp + g][l + ij,
2t ., 2 a

612,0]:) _ 1

Oson (H_l)(l"'f)

o

(17)

!B opmyiax (17) 0603HaYeHNUS TApaMeTPOB (HATIPSIKEHUE
BOJIOYCHUSI, CpeHEe HOPMabHOE KOHTAKTHOE HampsixKe-
HHe, KO3(MOUIMEHT BHITSXKKU U KOI(PPUIIMEHT TpeHU )
MPUHSTHI B COOTBETCTBUHU C 0003HAYEHUEM ITUX XK€ BEJI-
YUH B MaTepuajax HacTOsIIEN CTaTbU.
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Tabnuna 1

CpaBHeHHe Pe3yJbTaTOB pacyera

10 Mpe/JI0KEHHOI MeToIuKe (YUCIUTEb)

u ypaBHenusim (22) padotsl [5] (3namenaresib)

" f Ogon,otH Ocp,oth
a=s| 100 |1 | s | w0 | 15
o | 0139 0182 0227 10,508 10,508 10,508
0,139 0.182 0227 100 100 10,0
Clog |03 0292 032 4013 6742 7723
41 %01 0298 0287 0313 466 6357 7.236
ois| 0382 0347 0369 388 5717 682
1210378 0339 035 3678 5378 6357
o | 0306 035 0393 3855 3855 3855
0,306 035 0,393 3333 3333 3333
L3l | 0662 0558 0558 18 272 2832
2110657 055 0543 1553 2119 2412
ois| 0842 0,665 0641 1422 209 2501
1210832 065 0619 1226 1,79 2119
o | 0449 0493 053 2533 2533 2533
0,449 0493 0536 20 20 2.0
slog 0972 0787 0761 1182 1623 186
210010064 0775 0741 0932 1271 1447
ois| 1237 0937 0874 0933 1376 1,642
211221 0916 0844 0736 1,076 1.271
) | 0574 0618 0662 1972 1,972 1972
0,574 0618 0,662 1429 1429 1429
ol gy 1245 0988 0939 0919 1262 1443
J1%N 1232 0972 0914 0.666 0908 1,034
ois| LS8 L176 1078 0725 1,07 1277
211561 1,049 1,041 0525 0768 0,908

CpaBHeHUE IIpeICTaBJICHHBIX PacUeTHBIX IMapa-
METPOB IIPOIIECCOB BOJOUYCHUS MOKA3bIBAeT, YTO MIPU
NPUHSTHIX TOMYLICHUsIX Tpu onpeneieHun Wy, W,
U XapaKTEepUCTUK CUJI TPEHMs B odare aedopmanuu
o 3akoHy Kymona [1—3, 5, 6] pe3yabrarsl pacyeToB
Ogon,orn TPAKTHUYCCKM COOTBETCTBYIOT IpPYT IpYTY.
Bmecte ¢ TeM OTIMYUS 3HAYCHUH O oy COCTABIISIIOT
1,04—1,07 n 1,38—1,41 mpu p = 1,1 u 1,7 cooTBer-
CTBEHHO, U TpeOyeT YTOUHEHUS 3aKOH pachpeneeHust
HOPMAaJIbHBIX KOHTAKTHBIX HaIpsIXXeHUM, oO0yciaB-
JIMBAOIINX pacIpeie/icHNe YACIbHBIX CHUJI TPEHUS
Mo IJIMHE ovyara aedopMaiuu, KOTOPbIE OMpPEAeasioT
HU3HOC IIOBEPXHOCTEH MHCTPYMEHTa M 3aroTOBKHM U
OKa3BIBAIOT BIMUSHUE HA paclipele/icHNe OCTaTOYHBIX
HaMpsIKeHUU B MPOTIHYTOM u3aenuu [14].

C oT10i1 1enblo B Taba. 2 U Ha puc. 4 npeacran-
JICHBI pe3yJbTaThl CpaBHEHMS 3KCIEPHMMEHTAIbHBIX

@]
5 5o
°g °g
=& =
lﬂ
N, X, a | o,x)
]vIII cle,max
Jisg big I
I I
1,004 | L1,00
0,754 -0,75
I\I
0,50 -0,50
0,254 -0,25
O T T T 0
0 2 4 6 8 [,mMMm
@]
5= 5o
ed °g
=& [
lﬂ
N, X, 0 G ,5(x)
Ny 14 woo\m I I O12,max
I I
1,004 ! -1,00
0,751 \< L 0,75
0,50- & 0,50
D
0,254 -0,25
0 T T T T T 0
0O 2 4 6 8 10 12 14 16 lﬂ, MM
@]
5o 5o
°g ed
s =&
6| o),(x)
GlZ,max
-1,00
-0,75
-0,50
-0,25
0 T

0 2 4

T T T T T T T T 0

6 8 10 1214 16 18 20 [, Mm
Puc. 4. XapakTep pacrnpenejeHus: U3MEpPEeHHBIX

cust gaBieHust N; /N nay (O) B ceueHusx I-VI oyara

nedopmanuu [15] ¥ pac4eTHBIX BETUUUH G|5(X)/C|2, may (M)
a—n=127,6—-1,56,6—1,72
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Tabnuna 2
Pe3yabrarsl 3kcniepumenTa [15] u TeopeTHIecKHX pacyeToB
Pe3sysbrarhl aKCniepuMeHTa Pe3ysbrarhl pacueta MpUBEICHHOM TOJIOCHI
Hopmanbhast HpnBe: PacueTtHas Pacrip CHCJICHI:IC
, JnuHa JIEHHBII Koopnunara | HanmpsokeHMi
Koad- | Nei-ro cuJia aBJIeHMS Beicota | npnuna
Hduametp ouara yTOJI Ny 10 JUTMHE
duiveHT| ceueHus Ha Mec03y 3aro- ouara
3arOTOBKU nedop- , KOHYCHOCTHU BOJIOKH [y
BBITSDKKH |10 JUTUHE B i-M CEUEHUU . | TOBKH | nmedop-
dy, MM Malumn KIIMHOBOM W
w BOTOKH |, O 0- MM | Marn [y, S O12N | O12,8
! Ni, H| Nj/maxN;| o, . rpan MM » N O124 | O12.4
1 115 0,57
18 1,27 11 15,71 173 0,86 10,2 18 15,71 7,54 0,48 091 0,66
I 202 1,0
1 108 0,67
1T 171 0,74
19 1,41 21,43 10,0 19 21,43 10,07 0,47 0,87 0,55
17 209 0,91
114 230 1,0
1 90 0,33
1 185 0,69
20 1,56 I 28,57 222 0,83 9,9 20 28,57 13,14 0,46 0,83 0,45
1w 245 0,91
14 269 1,0
1 75 0,26
17 185 0,64
I 220 0,74
21 1,72 35,7 9,8 21 35,7 16,07 0,45 0,79 0,37
w 250 0,87
14 277 0,95
Vi 288 1,0

ucciegoBaHuii [15] pacnpedelieHUsI HOPMaJdbHBIX
KOHTAKTHBIX HANPSIKeHU T (CUJI, IeMCTBYIOLIUX HOP-
MaJIbHO KOHTaKTHOM MOBEPXHOCTU M M3MEPEHHBIX
IMTHOTOBEIMUA MECHO3aMU B Pa3JIMUYHBIX CEUCHMSIX
Mo IJIMHE oyara aechopMaluu) B MOHOJUTHOU BOJIO-
K€ C YIJIOM KOHYCHOCTH 7° U BBIXOJHBIM OTBEPCTUEM
d, = 16 MM TIpu BOJIOYEHWU TPYTKOB C PacyeTHOM
BEJIMYUHOM Oy, oryy TPUBEICHHOM MOTOCHI, IS KOTO-
POl IPUHSITO

2hO,r{p = dO’ hl,np = hO,np /u’

2(h0,np - hl ,np)
dO - dl ’

bp=b =b=1.

Uy = arctg(tgcx (18)

3neck hypp M hy g, — COOTBETCTBEHHO 3HAYCHMUSI
BBICOTBI MPUBEJCHHON MOJIOCHI HAa BXOJAE U BBIXOJE
u3 oyara aedopMaluy ¢ MPUBEAEHHBIM YIJIOM KO-
HYCHOCTH BOJIOKH (0y,), 0OecrieynBaole paBHbIe

BeTUYMHBI KOOGGUIIMEHTA BBHITSXKKU (L) W TJIUHBI
ovara aedopmauui (/;) B yCIOBUAX SKCIIEPUMEHTA 110
BOJIOUEHMIO TIpyTKa [15] 1 B pacueTHO# cxeMe BOJIO-
YeHMs TMPUBEACHHON IOJOCH ¢IUHUIHON ITHPUHBI
(cM. puc. 1, 6).

AHalln3 JaHHBIX Ta01. 2 ¥ pUc. 4 MOATBEpKAaeT Ka-
YeCTBEHHOE COBNAICHNUE pe3yIbTaTOB SKCIIEPUMEHTOB
[15] u pacyeTOB HOpMaIbHBIX KOHTAKTHBIX HAIpPsIKe-
HU 110 ypaBHeHUSM (5), (14)—(16).

CremoBaTeIbHO, XapaKTep paclpeaccHUS YIeab-
HBIX CHUJI TPEHHUS, ACHCTBUE KOTOPBIX IMTOTUNHSIIOTCS
3akoHy KyjioHa, B KaxIOM 13 MOIEePEYHbIX CEYSHU I
oyara aecdopMaly OIpeneasaeTCs MNPUBEICHHBIM
Ko3(dunmeHToM TpeHus [14] v He SIBJISIETCS MOCTO-
SAHHOU BEJIMYMHON HAa MOBEPXHOCTU KOHTAKTa WH-
CTPYMEHTa M TIJIACTUUYECKM IeOpMHUPYyeMOM 3aro-
TOBKMU:

I 4 const. (19)
v(x

fnp ()C) = fnp,D (m)
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3aKjauyenue

Ha ocHoBaHUM pa3BUTHUSI SHEPTETUIECKOTO METO-
Jla pelleHus1 TexHogoruueckux 3agady OMJI paspabo-
TaHa METOAMKA U TTOJTyYEHBI pacYeTHBIE (POPMYIIBI 11T
oIpenesIeHUs] SHEProCHIIOBBIX ITapaMeTPOB Ipoliecca
BOJIOYCHU S TIOJJOCHI B MOHOJIUTHOM BOJIOKE, YIMTHI-
Balolllie HEepaBHOMEPHOE pacmpeneacHue YAeJIbHbBIX
CHJI TpeHHUS B ouare aechopMalliyl B YCIOBUSX HEPAB-
HOMEPHOI CKOPOCTHU CKOJIbXXEHMS 3aTOTOBKY Ha KOH-
TaKTHOM ITOBEPXHOCTH.

IMoxa3aHo, 9YTO BIMSTHUE CUJI TPEHUS CKOJIbKCHUS,
MoAYMHSIOMMUXCS 3akoHy KysoHa, Ha mpoliecc Tpe-
HUS 3aTOTOBKHU 10 MHCTPYMEHTY OTJIMYAETCS OT BJIMSI-
HUS TeX Xe CHJI Ha IIPOIlecC TPECHUS TBEPABIX (Heme-
GopMUPOMUPYEMBIX) TeJ TIPU TTOCTOSTHHOM CKOPOCTHU
OTHOCUTEJIBHOTO CKOJIbKEHUSI.

DT OTIINYUS YIUTHIBAIOTCS, KOTIA IIPU OIIpeesie-
HUW pe3yJIbTUPYIOLIEH CUJIBI TPEHUS B odare aedop-
MallM¥ MCHOJb3YeTCSI MPUBEACHHBIN KO3(G(OUIIMEHT
TPEHUSI CKOJBXEHMSI, KOTOPHI pacCUMTBIBACTCS Ha
OCHOBaHMHM OajlaHCa MOIIHOCTU YIEIbHBIX CUJ Tpe-
HUS U MOIITHOCTHU PE3YJIbTUPYIOIIEH CUIIBI TPEHUS Ha
IMOBEPXHOCTH 3aTOTOBK.
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