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ONTMMMU3ALUNA TEOMETPUN
TEXHOAOTUYECKOTO MUHCTPYMEHTA
NP NPECCOBAHUN BUMETAAANYECKOW 3ATOTOBKU
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MNepMCKMN HOLMOHAABHBIN UICCASAOBATEALCKNIM MOAUTEXHNYECKNM YHUBEepcuTeT (MHNTMY)

MNpeANOKEHA METOAMKA ONPEAEAEHUST ONTUMAABHBIX YTAOB TEXHOAOTMYECKOTO MHCTRYMEHTA NPW NPECCOBAHUN OUMETAAANYEC-
KOW 3QroToBKW. B OCHOBY ONTUMM3ALMM MOAOXKEHO HAMPSHKEHWE NPECCOBAHMS, OBecneymBaoee MUHUMOAbHBIE 9HEPro3arT-

PdTbl B XOAE MNMpoLuecca.

KAtoueBble CAOBA: OVIMETAAAMYECKAS 3AroTOBKA, NMPECCOBAHNE, ONTUMU3ALMS, MUHVMMN3ALIUS, YTOA KOHYCHOCTU, NPEeCCOBbIN

VHCTPYMEHT.

A technique to determine optimum taper angles of the technological tool in press forming a bimetallic piece part is proposed.
The forming stress ensuring the minimum power consumption is faken in the basis of the optimization.

Keywords: bimetallic piece part, press forming, optimization, taper angle, pressing tool.

st mocTUKeHUST HEOOXOMUMBIX ITPOM3BOIACTBEH-
HBIX 00beMOB BEIITYCKA HU3KOTEMIIEPATYPHBIX KOMIIO-
3uLMOHHBIX cBepximpoBogHUKoB (HTKCII), ¢ yuetom
WX COOTBETCTBHS BCE BO3pACTAOIINM TPeOOBAaHUSIM
KayecTBa, TpebyeTcs pellleHue 3aJa4yld COBEPIIEHCTBO-
BaHMS 1M ONTUMU3ALMU TEXHOJIOTUM MX ITPOU3BOJICTBA.
BaxxHBIM gBISEeTCST pa3padoTKa TEOPETUICCKUX OCHOB
W METOOWK MPOCKTUPOBAHUS TEXHOJOTUUYECKUX ITPO-
LIECCOB MPUMEHUTEBHO K METONAM IOJIYUYEHUST TaKUX
MaTepHajioB, HAYyYHO OOOCHOBEIBAIOIINX BHIOOD TeX-
HOJIOTMYECKUX PEKMMOB M OCHACTKU IJIST TIOBBITIICHUST
kauectBa HTKCII u obecrieueHMsT BHICOKMX TEXHUKO-
9KOHOMMYECKUX ITOKa3aTee.

TexHoMOTHS TPOU3BOICTBA HU3KOTEMIIEPATypPHBIX
CBEPXIMPOBOJHUKOBBIX MaTepHaioB — 3TO MHOIOCTa-
IUMAHBIA npouecc. BaxkHelIIMMHU ornepalsiMU, OMpe-
nensrommnmu kauectso HTKCII, sBasoTcs mpoleccol
MPECCOBaHUS U MHOTOKPAaTHOI'O BOJOYEHUS C IIPOME-
XKYTOYHBIMU TepMOOOpaboTKamu [1].

Ha puc. 1 paccMoTpeHa nedpopMaliusi mpeccoBaHUueM
CBEPXITPOBOIHUKOBOI OMMeTaJIMYECKO COOpHOI 3a-
TOTOBKH, cocTosIei n3 cepaedanka (Nb—Ti miam Nb)
U MenHoit ob6osiouku. [Tosaraem, 4To mpu MpeccoBaHUU
COCTaBHOM 3aroTOBKM KO3(MMUIMEHT BBITSIXKHU OIU-
HAKOB M IJISI CepAeYHUKA, W IJIST 000710UKU. s 1IeH-
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Puc. 1. Cxema npeccoBaHMsI OMMETAIJIMYECKOM COOPHOI
3arOTOBKH

1— nipecc-dopma, 2 — ob6oiouka, 3 — cepacuHUK
IMosicHeHuUst K OYKBEHHBIM 0003HAYEHUSIM CM. B TEKCTE

TpaJbHON 4YacTU (CepaeuyHuKa) cTerneHb aedopMaluu
paBHa [2]
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e oy, — Yroj HakJjoHa obpa3sylolleil cepaedHKa K Ocu
MpeccoBaHus, A — KO3(PGUILIMEHT BBITIXKKH.
W3 reoMeTpryecKrX COOTHOLIEHUIA puc. 1 cieayeT
R
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rae R, — paauyc cepreyHuka, Ry — HapyXHBIA paguyc
3arOTOBKHU.
C yuetoM ypaBHeHUS (2) cpemHsIsI CTEIeHb aedop-
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Maluun CEpACYHUKA OIMMChIBACTCA CJICAYIOIINUM 06pa—
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Jnst ycpemHEeHHOTO 3HA4Y€HUST COTPOTUBIIEHUS Jie-
opmaniuu cepaedHMKa COCTABISIONIAsT HATIPSI)KEHU S,
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TOM COOTHOIIECHUA (3) COCTaBUT
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JIVST TIPECCOBAaHUS LEHTPaJbHON 4YacThU (CepAcYHMKA)
OMMeTaJITNYeCKOM 3aTOTOBKH [3]:
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AHaJOTUYHBIN pacyeT BBIMOJHEH IJIST Hapy>KHOM
yacTH (000JI0YKHM) OMMETAJIINYECKOM 3arOTOBKU.
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¢dopmanuu marepualia 000JOUKH.

COOTBETCTBEHHO, HOJS OOIIEr0 YCUIUS MpeccoBa-
HUSI, 3aTpa4eHHOro Ha AeopMal1io, COCTABUT
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st 060J104KHM HEOOXOAMM yUeT CUJI TPEHUSI B pabo-
yeit yacTu 30HBI AedopManuu. [Ipoekiius pe3yabTupy-
IOIIei CHJI TPeHMSI Ha OCh IIPECCOBAHMS 3AITUIICTCS B
BUIE GOPMYIIBI
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rae Ry — paauyc Hapy>KHOIN MOBEPXHOCTH OUMeTaIu-
YeCKOIt 3arOTOBKM Ha BBIXOJIE.

Bxitag ot mpeononeHus cU TPEeHUS B 30He aedop-
MallMyd B OOllee cpeaHee HaIpsKeHUe TPecCOBaHMSI
COCTaBUT
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LIbI K OCH IIPECCOBaHMS OIpeesieH U3 YCIOBUSI MUHU-
MyMa MOJHOTO HanpsiKeHU s IPeCCOBaHusI, U O, 3aBU-
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Ilocne nuddepeHuupoBaHus ypaBHeHus (12) mo
tgo.,,, NpeoOdpa3oBaHUi U YIPOLIEHU I MONYyYUM
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Ha puc. 2 npencraBiaeHbl pe3yJbTaThl pacyeToB IO
dopmyne (13) mpu koadunrente rpenus f =0,1 1 oTHO-
meHuu 65/0% = 3,33, KOTOpPOEe COOTBETCTBYET rOpSYEMy
MPECCOBaHUIO OMMETANITUYECKONH CBEPXITPOBOMSIIEH
3arOTOBKM, COCTOSILIEH M3 HUOOMEBOTO CepIeYHMKa
1 MemHOU obosiouku, aias temmeparypsl 600 °C. Tlpu
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Puc. 2. 3aBUCMMOCTb ONITUMAJIBHOTO YIJ1a KOHYCHOCTHU
OT KO3(P(PUIIMEHTa BBITSIKKH MPU MPECCOBaHNT
OMMETAJNIMYECKOM 3arOTOBKHU

npuf= 0,1 n 65/0% = 3,33
I1—R,=0,252-0,453-0,654—1,0
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aToil Temmeparype misi Nb o = 30 MIla, nist meau
0% =9 MIla [4].

Kak cnenyer u3 puc. 2, Ipu nNpeccoBaHUU OMMe-
TaJINYECKON 3aTOTOBKH pa3Mep yTIja KOHYCHOCTH 3a-

HYCHOCTMH IMO3BOJACT CHUBUTDL SQHCPTOCMKOCTbD ITPOLCC-
ca ImpecCoBaHU.
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HANPSI)XEHUE BOAOYEHMA CMAOLLHbIX MPODUAEN
NMPAMOYIOAbHOIO CEYEHU4

©2013r. B.H. Toodumos, T.B. KysaHeLoBO

MNepMCKMM HOUMOHOABHbBIN UICCAEAOBATEABCKUIA MOAUTEXHUYECKNM YHUBEPCUTET (IMHMY)

MY NPOEKTUPOBAHMM NPOLECCA BOAOHEHNS MPODUAEN MPSIMOYTOABHOTO CEYEHMST YAOBHO NCMOAB30BATH AHAAUTUYECKME Bbl-
POXKEHNS, MO3BOASIOLLIME OMEPATUBHO OLIEHMBATb BAUSIHUE PA3HBIX TEXHOAOTUYECKUX GAKTOPOB. NMPUMEHEHNE BOAOYMABHOTO
VHCTPYMEHTA C ONTUMOABHBIMI YTAGMM MO3BOASIET COKPATUTE OHEPTO3ATPATHI, CHN3UTbL PA3PYLLIEHME N A€DEKTHOCTb 3AroTOBKM.
B AQHHOM pa6oTe NPEeAAQraeTCst METOAMKA PACHETA HAMPSHKEHNSI BOAOYEHMS MPOPUAS MPSMOYFOABHOTO CeYeHMsl. TTOAyHEHbI
GOPMYABI AAS PACYETA HAMPSIXKEHMST BOAOYEHUS 1 ONPEASASHUS ONMTUMAABHBIX YTAOB KOHAAQ BOAOYNABHOTO MHCTPYMEHTA. o-
KQ3AHO, YTO OMTUMAAbBHbIE YTAbI 30BUCST OT KOO PULNEHTOB TPEHMS 1 BLITSIXKKM,

KAtoueBble CAOBQ: ﬂps’IMOYFO/\beIM ﬂpOd)M/\b, HAMNpsH»KeHne BOAOHEeHWS, BOAOYUABHbLIN NHCTRYMEHT, OMNTUMOABHbIN YIOA.

In designing the rectangular section drawing process, it is convenient to use the analytical expressions allowing estimating at
once the effect of various process factors. The use of drawing tools with optimum angles makes possible to lower the power
consumption, destruction, and unsoundness of piece part. The design procedure for calculation of rectangular section draw-
ing stresses is proposed. Formulas for calculation of drawing stress and definition of optimum angles of the drawing tool channel
are derived. The optimum angles are shown to depend on friction and reduction ratio.

Key words: rectangular section, drawing stress, drawing tool, optimum angle.

JAnuHHOMEpHBIE NPOGUINA MPSIMOYTOJIBHOTO Cevue-
HUS U3 LUBETHBIX U YEPHBIX METAJLJIOB Y CILIABOB LIUPOKO
MPUMEHSIOTCSI B Pa3HBIX 00JIACTSIX B TPOMBIIIIJIEHHOC-
T1. Hampumep, B IprOOPOCTPOCHUU U 3JEKTPOTEXHUKE

HUCIIOIB3YIOTCS aJTIOMUHUEBBIE M MEIHBIC DIIEKTPOITPO-
BOOIHMKM TaKOTro Npoduas Jis U3TOTOBJICHMS Mar-
HUTHBIX CUCTEM IpHUOOPOB U 00OPYHOBAaHMS, TaK KakK
MTO3BOJISIOT TTOJYYHUTh BEICOKYIO CTCIICHB 3aITOJTHCHUS
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