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ITpoBeneHo MofeTMpoOBaHUe TIpoliecca MPSIMOTO MIPECCOBaHMS KPYITHOTaGapUTHBIX MPYTKOB ¢ nuameTpamu 188, 214, 252, 283, 326,
560 MM 13 anoMuHKIEeBOro cruiasa 7075 npu kosdduuuenrax tpenus 0 u 0,5, yrirax koHyca matpuiisl 80° 1 90° U3 KoHTeliHEpa aua-
meTpoM 800 mm Ha mpecce 200 MH B mporpammuoM nnakete DEFORM-2D. [Mony4deHo pacnipeneiieHre pagrabHbIX CKOPOCTEM Te-
YeHU s MeTaJlJla Ha paboyeil MOBEPXHOCTHU Mpecc-11aiiobl B 3aBUCMMOCTH OT BEJIMYMHBI KOHTAKTHOTO TPEHMU S, YIJIa KOHYca MaTpu-
1Bl M K09 GULIMEHTA BBITSXK KU Ha OCHOBHOM M 3aKJIIOUUTENILHOM cTanusiX peccoBaHusl. BoICOTY npecc-ocTaTka B MOMEHT Havasia
00pa3oBaHUs LEHTPAJbHOM MPECC-YTSIKUHBI IPUHUMAJIU PABHOM PACCTOSTHUIO MEX Y MIOCKOCTBIO Mpecc-11aiidbl U MI0CKOCThIO
BXOJ1a PEeCCYeMOro MeTaJjijia B paboumii KaHaJ IMJI0CKOM NI KOHUYeCcKoi MaTpull. MI3yueHo coBMecTHOe BiausiHue KoddduuneHTta
BBITSIXKKU, KO3 dULIMEeHTa TPEHUsI U yIJIa KOHYCa MaTPUIlbl Ha BBICOTY Mpecc-0CcTaTKa, YCUJIUE MPecCOBaHUsI, UHTEHCUBHOCTU
cKkopocTeil nedpopmalinii U HANPSIXKEHU I, TeMIIepaTypy Ha KpOMKe KaHajia MaTpuilbl. YUCIeHHbIE SKCIIEPUMEHTHI POBEACHBI 110
IJIaHY TTOJTHOTO (h)aKTOPHOTO 9KCIIEpUMEHTAa 23 st MHTEPBaJIOB BApbUPOBaHU s MapaMeTpoB: X; = 3+9, X, = 0+0,5, X3 = 80+90 rpan.
TpeHue Mexay MHCTPYMEHTOM M 3arOTOBKOI Ha 3aKJIIOUMTEIbHOM CTalMuU MPECCOBAHUS UTPAET OTPULIATEIbHYIO POJib, 3AMETHO
CHUKasl paJilaibHYI0 CKOPOCTb. DTO MPUBOAUT K OoJiee paHHEMY Hauasly 00pa3oBaHUsl LICHTpaJbHOM Npecc-yTsxkuHbI. [Tpecco-
BaHME B KOHMYECKYIO MaTPUILLY U yBeJnueHUe K03 hUIIMEHTa BBITSXKKHU, HA000POT, MOBBIIAIOT PaAMaIbHYIO0 CKOPOCTh TEUSHU ST
1 obecrieynBaloOT GoJiee MO3aHee Hayaslo 00pa3oBaHUsl LIEHTPAIbHOM Mpecc-yTsXKUHbl. OCHOBHBIM (haKTOPOM, OTIPeaeISIOIUM
BBICOTY IIpecc-ocTaTKa, ABasgeTcs KoadduiueHT BoITsSXKU. [Ipeanoxena MaremaTruyeckast MOZEJb 1JIsI BBIOOpA TOJIIUHBI TPecc-
oCTaTKa Mpu KOHKPETHBIX YCJIOBUSIX MPECCOBAHUST KPYTHOTabaPUTHBIX KPYTJIbIX TPYTKOB C MaJILIMU BBITSIXKKAMHU.
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Kaprun B.P. — 10KT. TexH. Hayk, npod. Kadenpsl oopadorku MetayioB gasiaeHuem (OM), CHUY um. akan. C.I1. Koponesa
(443086, r. Camapa, MockoBckoe 1., 34). E-mail: vrkargin@mail.ru.

Jepaoun A.JO. — actupant Kadpeapst OMJI, CHUY um. akaa. C.I1. Koponesa, Bea. nHxeHep-TexHoJor AO «ApkoHuk CM3»
(443051, r. Camapa, yi1. Anma-AtrHcKas, 29, K. 33/34). E-mail: andrey77d@mail.ru.

Jlna mutupoBanus: Kapeun B.P.,, Jlepsoun A.JO. MonenupoBaHue 3aKIIOYUTEIbHOM CTaAUK MIPSIMOTO IIPECCOBaHU S
KPYITHOTabapUTHBIX IPYTKOB IIPKM MaJIbIX BEITSXKax // W3B. By30B. LIBeT. Mmetannyprus. 2018. No. 5. C. 48-55.
DOI: dx.doi.org/10.17073/0021-3438-2018-5-48-55.

Kargin V.R., Deryabin A.Yu.
Simulation of final direct extrusion stage for large rods with low extrusion ratio

The direct extrusion of large 7075 alloy bars 188, 214, 252, 283, 326, 560 mm in diameter was simulated with 0 and 0,5 friction
coefficients, 80° and 90° die cone angles from the 800 mm diameter container at the 200 MN press using the DEFORM-2D software
package. It provided the distribution of metal flow radial velocities on the dummy block working surface versus the contact friction
value, die cone angle and extrusion ratio factor at the main and final stages of extrusion. Butt-end height at the beginning of back-end
extrusion defect formation was taken equal to a distance between the dummy block plane and the plane of extruded metal feeding into
flat or cone die openings. The joint effect of the extrusion ratio factor, friction coefficient and die cone angle on the butt-end height,
extrusion force, deformation and stress intensity factors, and die opening edge temperature was studied. Numerical experiments were
performed based on the 2° complete factorial design for the following parameter variability intervals: X, 1 =349, X, =0+0,5, X3 = 80-+90".
Friction between the tool and the blank at the final extrusion stage has a negative effect due to a noticeable radial velocity reduction.
This leads to the earlier initiation of central back-end extrusion defect formation. Extrusion into the conical die and increasing the
extrusion ratio factor, on the contrary, speeds up radial flow velocity and ensures that the back-end extrusion defect starts forming later.
The main factor that determines butt-end height is the extrusion ratio factor. A mathematical model is proposed to select the butt-end
thickness for specific conditions of extruding large bars with low extrusion ratios.

Keywords: extrusion, large bars, difficult-to-form 7075 aluminum alloy, back-end extrusion defect, butt-end, simulation, experimental
design matrix, DEFORM software.
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Beenenne

B mocnenHue ronsl mosiBUIACH TOTPEOHOCTD B KPYII-
HOTaOapUTHBIX KPYTJIBIX MPYyTKaX U3 JTOPOTOCTOSIINX
TPYAHOIE(DOPMHUPYEMBIX aJIFIOMUHUEBBIX CILJIABOB, WC-
MOJIb3yeMBIX JJIS U3TOTOBJIEHUSI OTBETCTBEHHBIX JeTa-
JIel MaIlTMHOCTpOeH M. Takue 3arOTOBKY MOXKHO MOJTY-
YyaTh IPECCOBaHUEM ITPU MaJIbIX BBITSXKaX [1, 2].

3akaounTeNbHasl CTaaus IPEeCCOBAaHMUS KPYITHO-
rabapUTHBIX KPYIJIBIX IIPYTKOB OYeHb BaXXHa, ITO-
CKOJIBKY Ha 3TOM 3Talle BO3HWKAaeT LEeHTpajbHas
nmpecc-yTsaXXKMHa, onpenesionias pa3Mephbl Mpecc-
OCTaTKa U BeIXOI rogHoro [3—S§].

OCHOBHBIM HCTOYHWMKOM Hayajla 0Opa3oBaHMs
LIEHTPAJIbHON MPECC-YTSIXKUHBI HA 3aKJIIOUYUTEIbHON
CTaIuM IIPECCOBAHUS SIBIISICTCS YBEJIWUCHME Paavailb-
HOM CKOPOCTM TEYEeHUSI MeTaJljla OT TepudepruitHbIX
clIoeB K LieHTpaJdbHBIM. OCcOOEHHO 3TO HabJtogaeTcs
B CJIyJae IIPECCOBAaHMS ¢ MaJBIMU KO3(pPUIImeHTaM’
BBITSIKKU, KOT/Ia XapaKTep paavajbHOro MOTOKA Me-
TaJlyla CTAaHOBUTCS npeobaanatomum (puc. 1) [5].

4=
|

Puc. 1. Cxema mpeo6agaonero paanajibHOTO TOTOKA
MpeccyeMOoro MeTaJljia B KaHaJl MaTPUIIBI

Ha 3aBeplIalolIeil CTaAuU Mpolecca

1 — MepTBast 30Ha

2 — HavaJio 00pa30BaHUS LEHTPATbLHOM MPECC-yTKUHBI

Dy — nuameTp KoHTeliHepa, dy, — AMaMETP OTIPECCOBAHHOIO MPYTKa

Ha MomeHT 3apoXaeHu s IEHTPpaJIbHOM Mpecc-yTs-
KWHBI BIUSTIOT MHOXECTBO (PaKTOPOB: KO3 GHUIINECHT
BBITSIKKW A, METOH IIPECCOBAHUS, CHUJIBI TPEHUS Ha
MOBEPXHOCTSIX KOHTEMHEpPA, MAaTPUILILI U MpeCC-IIan-
OBI, TIPUpOAA IIPECCYeMOTO MeTaJjljla, TeMIIepaTypHOe
M0JIe 3arOTOBKM M WHCTPYMEHTa, KOHCTPYKIIAS Ma-
TpUL U IIpecc-1aind u ap. [3—15]. Yem MeHblIe yroa
HaKJIOHA 00pa3yIolleil KOHYCHOM MaTPUIIBI U OOJIBIIIe
KO3(UIMEHT BHITSKKU A, TeM TMO30Hee HaUMHAET-
csl oOpa3oBaHUE LIEHTPaJdbHONM Mpecc-YTSXUHBI [3].
MeHee HarpeTas nmpecc-1aiida cmocooCTBYeT CHUXKE-
HUIO TOJWMUHBI mpecc-ocTaTtka [10]. IIpeccoBaHue ¢
pyOallikoii 3aTpyAHSIET TeueHUe MeTasa o padouei
MOBEPXHOCTH TIpecc-IIaionsl. DTO 00ycIaBIMBaeT 60-
Jiee TTIo3AHee Hadajio GOopMUPOBAHUS ITPECC-YTIKMHEI
[13]. TIpu oOpaTHOM MeTOIE BBICOTA Ipecc-OcTaTKa
MEHBIIIE, YeM IPpH IpsIMoM MeToze [9].

B Hacrogiiee BpeMs BEICOTY IIpecc-ocTaTKa IS
Pa3JIMYHBIX YCIOBUI MPEeCCOBaHMS Ha3HAYAIOT 1O 3M-
MMApUYeCKon (popMmye

h=KD,, M

rae D, — nuametp KoHTeiiHepa, K — sMIUpUYeCKU i
koabdunueHT, paBubiii 0,22—0,25 npu npsMoM U
0,12—0,15 mpu o6paTHOM MpeccoBaHum [14].

JJ1sT TIOBBIIIICHUST BBIXOJA TOOHOTO B ITAaTCHTHOM
JIUTEpaType MPEeIJIOKEHBI pa3IMUHble KOHCTPYKIIUHU
nmpecc-1aio, comepxalliye LIEeHTpajlbHbIe YIIyOe-
HUSI KOHWYECKON (OpMBI, 3alOTHSIEMbIE METaJIJIOM
3arOTOBKM Ha HadaJbHOM craguu mpoiecca [16—18].
Ha 3akiiouuTenbHOM 3Talie 3ape3epBUPOBaHHBIN
00beM MeTaJjlia Co3MaeT YCAOBUSI IJIST 3HAYUTEIBHOTO
YMEHBIICHUS BEPOSITHOCTH 00pa30BaHM IIPECC-YTHI-
KMHBI U BBICOTHI Mpecc-ocTaTka. M3BeCTHHI cmoco6
MIPSIMOT'O TIPECCOBAHMUS METAJUIOB M YCTPOMCTBO JIST
ero ocyuectBieHus [19], mo3BoJisionIMe OCTaHO-
BUTb MPOLIECC B MOMEHT 3apOXACHUS LEHTPaJbHOMU
MIpPeCcC-yTSIKUHBL.

INpoBeneHHBIN aHaNW3 OOpa3oBaHWsS IEHTpPasb-
HOM MpPEeCC-yTAXKMHBI HAa 3aKJIIUYUTEIBLHOU CTaauu
IIpeccoBaHM TI0Ka3all, YTO B HAYUHO-TEXHUUECKOMN
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JIUTEepaType pacCMOTPEHO BIUSHUE Pa3INIHBIX (Pak-
TOPOB Ha (hOPMUPOBAaHUE BHICOTHI IIPECC-0CTaTKa, HO
TOJIBKO Ha KaY4eCTBEHHOM ypoBHEe. OCHOBHBIM (haKTO-
POM, OIIpEIeIsIIOIIMM BEIOOp pa3MepoB IMPEeCcC-0CTaT-
Ka, IoKa OocCTaeTcs OuaMeTp KOHTeiiHepa. MoOMEHT
BO3HUKHOBEHHUS IEHTPAJIbHON MPeCcC-yTKUHBI U3Y-
YeH MalJio.

B Hacrosiiiee BpeMsi IJisl MCCIEOOBAHUSI IPOLEC-
COB TIPECCOBaHUS HaMOOJIee IIHPOKO HCIOIb3YeTCs
KOMITbIOTepHOE MoJeinpoBaHue [20—22].

Llens maHHOI pabOTHI — MPOBECTH aHAJIMU3 pa3-
JIMYHBIX (PAKTOPOB, BIMSIOIINX Ha 0Opa3oBaHUE
LIEHTPaJIbHOM TIpecC-yTIKUHEI, 1 000CHOBATh BHIOOD
pasMepa Ipecc-ocTaTka IJisi KOHKPETHBIX YCIIOBHIA
IIPECCOBAHMS KPYITHOTabapUTHBIX KPYIJBIX IPYTKOB
C MaJIBIMU BEITSIXKKaAMH.

IlocTanoBKka 3agaum

IIpu BEIOOpPE pa3MepoB Mpecc-0cTaTKa BaxXKHO 3HATH
ocoOeHHOCTH AcopMani MeTajjla IIpH IIepexo-
Jle OCHOBHOW CTaauy IMpoliecca B 3aKII0YUTEIbHYIO,
KOrja MPOMCXOIUT BBHIIIPECCOBBIBAHUE 00BbeMa ouyara
TUTACTUYECKON nepopMalini.

YucieHHOe MOAECIMPOBaHNE OCHOBHOW M 3aKJIIO-
YUTEJIbHOU CTamui IIPSIMOTO IIPECCOBAHUS peajlv-
30BaHO CpPEICTBAMM CIICIIMAJIM3UPOBAHHOTO IaKeTa
nporpamm DEFORM-2D Ha 6a3e MeToga KOHEYHbIX
aJIeMeHTOB [23].

YucioBele pacyeThl BHPTYAJbHOTO IIPSIMOTO
npeccoBaHus Ha mnpecce ycuauem 200 MH kpynHo-
raGapuMTHBIX MPYTKOB ¢ AuaMmeTpamMu, Mm: 188 (A =
18), 214 (A = 14), 265 (A = 9), 283 (A = 8), 326 (A = 06),
560 (A = 2) u3 TpyaHoae(POPMUPYEMOrO aTIOMUHUE-
Boro cruiaBa 7075 [24] mpoBeAeHBI MPU CIEIYIOIINX
napaMeTpax: iuameTrp koHTeiitHepa — D, = 8§00 mm;
pa3Mmepbl 3arotoBKu — DXL = 785x1000 MmMm; TeMIie-
patypa HarpeBa 3arotoBku — 450 °C; teMmepaTypa
MaTpUIlBl, KOHTeiHEpa W Mpecc-aiiobl — COOTBET-
crBeHHO 450, 400 1 350 °C; ckopocTb IMpeccoBaHUS —
2,2 MM/C; KOJIMUECTBO KOHEUHBIX 3JIEMEHTOB B 3aro-
TOBKe, IIpecc-Inaiide M MaTpuile ¢ KOHTCHHEpOM —
cootrBeTcTBeHHO 4000, 2000 u 5000; koapdpuumeHt
TPEHUS Ha KOHTaKTHBIX ITOBEPXHOCTSIX MHCTPYMEHTA
MIPUHST TI0 3aKOHY 3ubenst; Ko3hGUIIMEHT TEIIONE-
penauu — 11 KBT/(M2‘FpaI[); Marepuall UHCTPYMEH-
ta — ANSI-H-13.

[Tpu mocTaHOBKE 331291 KOMITBIOTEPHOTO MOIEIIH -
pOBaHUS €¢ pacCMaTPUBAJIM KaK 0CECUMMETPUIHYIO.
TonmuHy cnos MeTaia, HaXOASIIEerocss B KOHTeHe-
pe Ipecca, Ha OCHOBHOM CTaJIWM Ipoliecca 3a1aBain

pPaBHOI MOJIOBUHE AUaMeTpa KOHTelHepa, 4To mepe-
KpBIBaeT BBICOTY oyara nedopmalivid, a Ha 3aKJIo-
YUTEJbHOU CTAIUM — COOTBETCTBYIOIIEH MOMEHTY
HayaJia o0pa30BaHM S LIEHTPAIbHON MpPecC-yTSXKUHBI.
BricoTy nmpecc-ocTaTka NpruHUMAaJU paBHOI pacCcTosI-
HHIO0 MEXIY IJIOCKOCTBIO MpecC-IMaiidbl M MJI0CKOC-
ThIO BXOJa MpPEeCcCcyeMOoro MeTajja B pabouyuil KaHas
MJIOCKOU MJIK KOHUYECKOW MATPULL B MOMEHT BO3HUK-
HOBEHHUSI IICHTPAJIbHOU ITPECC-YTIKUHEL.

ITpu 3HAYUTETLHOM MPUOTUKEHUU MTpecC-11aiiobl
K MaTpHUle U3MEHSIOTCSI CKOPOCTU TEUEHU S MeTaa,
0COOEHHO B ITIONIEPEYHOM HaIlpaBIIecHUU. B cBs3m ¢
STUM JIJISI PACCMOTPEHU S TIOJTHOM KapTUHBI nedopma-
LIMY TPOBEICH aHaIu3 paclipenesieHus paaralbHbIX
CKOpOCTEil TeUeHMs] MeTajja Ha pabouell ITOBEpX-
HOCTU Tpecc-IIaiidbl B 3aBUCUMOCTH OT BEJIUYMHBI
TpeHUs, yrja KOHyca MaTpullbl M KoadduinueHta
BBITSKKY Ha OCHOBHOU M 3aKJIIOYUTEIBHON CTaIMIX
MpecCcCoBaHMUSI.

AHAaJI43 NMOJIyYeHHBIX Pe3y1bTaTOB

Ha puc. 2 npuBeneHbsl rpaduKu pacrpenesieHus
paJuajibHOM CKOpOCTH TeueHus: metayia (V) Ha oc-
HOBHO1 cTalM U TIpollecca 1 B MOMEHT Havajia 06pa3o-
BaHMS LEHTPAJIbLHON TpecC-yTIXKUHBI IMpU Ko du-
LIMEHTaX BBITAXKU A = 3 1 6, Koa(pduLimeHTax TpeHuU st
pw=0wu0,5, yrrax konyca marpusl o. = 80 1 90°.

B Tab6n. 1 npenctaBiaeHbl 3HAUEHUS BBICOTHI ITPECC-
0CTaTKa B MOMEHT 00pa30BaHMS IIPECC-YTSIKUHBI IS
KOHKPETHEBIX YCJIIOBUM ITPECCOBAHMS.

PacrnipeneneHue paauaibHON KOMIIOHEHTBI CKO-
pPOCTH TeUYCHUSI MeTaJUla Ha padouyell MOBEpXHOCTU
Ipecc-11aiiobl B OCHOBHOM M 3aKJTIOYNTEIbHOM CTaIM-
SIX TIpoliecca HepaBHOMepHoe (cM. puc. 2). BennunHa
V'r MUHMMaJIbHA y CTEHOK KOHTeHepa U Ha OCH Mpec-
COBaHUS, a OT Nepudepun K LIEHTPY YBEINUNBACTCH,
JIOCTUTAasl 3KCTpeMaJIbHbIX 3HAaUCHUII B 00JIACTH Hal
KpPOMKOI1 KanuOpytoimiero nosicka. Ilpu mpubaumxe-
HMU K OCH ITPECCOBAHMUS 3HAUYEHUST V' yMEHBbIIAIOTCSI.

Tabnuna 1

3aBHCHMOCTD BBICOTHI Ipecc-octaTka (h)

oT K03 dummenTa BHITSKKHE (1), Koadunuenra
TpeHud (L) M yIJIa KOHyca MaTpuib (O

A | u | o, Tpajx | h, MM
6 0 90 103,0
6 0,5 90 109,4
6 0 80 98,7
3 0 90 170,9
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R, MM

Puc. 2. Pacnipenenenne pagrajibHONM CKOPOCTH TEUCHU ST
MeTaJlJla Ha OCHOBHOM CTaJuu mpoliecca (@) 1 B MOMEHT
HayaJjia 00pa30BaHUS LEHTPAIbHOMN IPECC-YTSIKUHBL (6)

I1-2=6,0u=0,00=90%2—A=6,0.=0,5 a=90
3—-A=6,u=0,00=80"4—A=3,u=0,00=90

B MomeHT Hayana ¢hopMHpOBaHUS LIEHTPaJbHON
MpecC-yTSXKUHB OTMEYAlOTCsS PEe3KOoe TOBBILICHUE
pagraibHOM CKOPOCTU T€UCHUS U CMEIIeHNEe MaKCH-
MaJIbHbIX 3Ha4eHU I Vp 61MKe K OCY TPECCOBAHUS.

W3 cpaBHEeHUS pe3yabTaTOB IPECCOBAHUS MTPU OT-
CYTCTBMHU KOHTAKTHOTO TPEHM S HA MHCTPYMEHTE U €TI0
Haguuuu (Kp. I v 2Ha puc. 2) BUIHO, YTO IIPU MPecco-
BaHUU C TPEHUEM HaOII0JaeTCs POCT KCTPEMaIbHbBIX
3HaueHUt V' Ha OCHOBHOI cTaguu mpotecca Ha 87 %,
a Ha 3aKJTIOYUTELHONW CTaiud — WX CHUXXEHHE Ha
30 %.

Takum o6pa3oM, TpeHNE Ha 3aKII0UMTEIBHOM cTa-
WY TIPECCOBAaHUST UTPAeT OTPUIIATEIbHYIO POJib, 3a-
METHO YMEHbIasl paaualibHYI0 CKOPOCTb TEUCHUS B
MMOTICPEYHOM HAMpaBJICHUH OT KOHTEHTHEpa K KaHaJy
MaTpulbl. DTO MPUBOAUT K OOJiee paHHEMY Hadajly
o0Opa3oBaHUs LIEHTPaJbHOM TIIpecc-yTsXKUHBIL. Poct
BBICOTHI pecc-ocTaTka npu U = 0,5 Mo cpaBHEHUIO ¢
=0 cocraBun 6,2 % (cM. Tabm. 1).

W3 cpaBHeHMS pe3yJbTaTOB MMPECCOBAHUS B ILIO-
CKYI0 ¥ KOHMYECKYI0 MaTpullbl (Kp. / 1 3 Ha puc. 2)

BUIHO, YTO BO BTOPOM CJIydyae MaKCHMMaJlbHasl paau-
aJbHasl KOMIIOHEHTa CKOPOCTU Ha OCHOBHOM CTaauK
mnpotecca Beipocia Ha 10 %, a Ha 3aKJIIOYUTEIbHON —
Ha 16 %, 110 CpaBHEHUIO C 3KCTPEMAaTbHON BETUIUHON
V'r B BapuaHTe C IJIOCKOI MaTpULEH.

TakuMm o0pa3oM, IpeccoBaHHE B KOHUYECCKYIO
MaTpHUIly UTPAET IOJOXUTEIbHYIO POJib, MOBBIIIAS
paavajabHYI0 CKOPOCTh TEUEHHUST MeTaJjljla B TIONepey-
HOM HaIIpaBJICHNH. DTO MPUBOAUT K O0JjIce TTO3THEMY
MOSIBJIECHU IO IIEHTPAJILHOM MTPeCC-YTSIXKUHBI, 2 yMEHb-
LIEHMe BBICOTHI Ipecc-ocTaTka coctaBuyio 4 % 1o
CPaBHEHUIO C IIPECCOBAHMEM B IIJIOCKYIO MaTPHILY.

brino yctaHoBaeHo (Kp. I u 4 Ha puc. 2), 4TO NpU
YMEHbBIIEHUU KO3(PPUILIMEHTA BBITIXKKHN A CKOPOCTH
Vr cHUXaeTcsl 1Mo abCONIOTHON BeJMYMHE — Ha OC-
HOBHOM cTtagny Ha 15 %, a Ha 3aKJIIOYNTEHBHOU Ha
64 %. DTO CBUAETEILCTBYET O TOM, YTO 0ObeMa MeTaJl-
J1a, HAXOMASIIIEerocss Hal MaTpuLeil, Ipu A = 3 cTaHo-
BUTCS HEMOCTATOYHO IJIsl MUTaHUS oObeMa MeTaja,
PAacIoOJIOKEHHOIO HaJl KAHAJIOM MAaTPULIBI.

TakuMm o0pa3oM, MOHMKEHHBIE KO3(M(OUIINECHTHI
BBITSIKKY TIPU IIPECCOBAHWY U3AEIUI UTPAIOT OTPU-
LHaTeJbHYIO POJIb. DTO MPUBOAUT K Oojiee paHHEMY
HavaJly o0pa3oBaHUs LIEHTPAJIBHON IMPeCC-yTSIKIMHBI
U POCTY OTXOJI0B. YBEJIMYEHUE BBICOTHI TPECC-OCTaTKa
MPY PECCOBAHMH B cliydae A = 3, IO CPaBHEHHIO C A =
= 6, cocTaBuIo 66 %.

IlocTpoeHne MaTeMaTHYECKOH MOIEIH

IIpencTtaBisieT U3BECTHBI UHTEPEC U3YUYEHUE CO-
BMECTHOTO BIMSAHUS K0o3(dbduLIMeHTa BBITIXKHU (X)),
ko3ddunmeHTa TpeHus (X,) U yrjia KoHyca MaTpULLbl
(X3) Ha BBICOTY Ipecc-ocTaTKa /1, yCUJIue MpeccoBa-
HU4 P, MHTEHCUBHOCTb HalpsAXEHUI G;, UHTEHCUB-
HOCTb CKOpocTell nedopmauuu H; u remneparypy f Ha
KPOMKeE KaJuOpyIoIlero KaHaja MaTpullbl B MOMEHT
HayaJia o0pa3oBaHMs LIEHTPaIbHON MPeCcC-yTIXKUHBI.
YucneHHbIe 3KCOEPUMEHTHI MPOBEAEHBI MO IJIaHY
TMOJIHOTO (paKTOPHOTO 3KCIEPUMEHTA 23 [25] nnsg un-
TEpBaJIOB BapbUpOBaHUS napaMeTpoB X; = 3+9, X, =
=0+0,5, X3 = 80+90 rpan (ta6. 2).

PesynpraTaM 4nCIeHHBIX SKCIIEPUMEHTOB, BBITOJI-
HEHHBIX MO IJaHy TaKoW MaTpHuIlbl, OyIeT OTBeYaTh
cleayolInui aaredpandyeckKuii IIOJMHOM BTOPOU CTe-
TEeHU:

y=by+ byx; + byxy + byxs + byyxyxy +

+ b13x1x3 + bygxoxs  bypsx xpxs,

rae by, by, by, b3, byy, b3, by3, byp3 — pacueTHble KO-
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Tabnuua 2
Marpuina njaHdupoBaHHS MOJHOTO (PAKTOPHOIO IKCIepUMEHTa 23
dakTopel B HATYpaJbHOM MaciuTabe BbixonmHble mapamMeTphbl
Howmep
A u o
OmbiTa h, MM P, MH 6, MIla H;,c! t,°C
X, X, i
1 3 0 80 174 60,4 76,1 0,11 438.,8
2 9 0 80 82,4 79,3 77,6 0,33 491,4
3 3 0,5 80 170,4 71,3 74,9 0,10 441,6
4 9 0,5 80 88,4 111,4 65,6 0,23 502,0
5 3 0 90 170,9 62,1 74,0 0,09 417,9
6 9 0 90 80 80,1 77,7 0,31 496,1
7 3 0,5 90 174 69,9 77,6 0,09 491,4
8 9 0,5 90 90,2 109,2 65,6 0,21 501,6

3(bULMEHTHI; X[, X,, X3 — KOJUPOBAHHbBIE 3HAYECHU I
¢axkTOpOB:
X, -6 X,-025

xlz . xzz—, x3:

3 0,25

X, -85
=

B pesynbraTte 00pabOTKM YUCIEHHBIX 3KCIEpU-
MEHTaJbHbIX JAaHHBIX TIOJYyYeHbl MaTeMaTU4YeCKUe
MOJIEJIN, B KOTOPBIX UCKJIIOYEHBI pacueTHhIE KOd(Pdu-
LIMEHTHI, BEIMYMHA KOTOPBIX cocTaBiseT <1 % oTHO-
CUTEJIBHO MCXOJLHOTO 3HayeHUs KoddduuueHrta b,
OIpeNeISIONIEro LICHTP 9KCIIEpPUMEHTa:

h=128,8 — 43,54X, + 196X, + 2,09X,X, + 1,36 X,.X;,
P=80,46 + 14,54X,1 + 9,99X, + 5,31.X,.X,,
H;= 0,184 + 0,086X; — 0,026X, — 0,009X; — 0,024X,X,,
;= 73,6 — 2,0, — 2,7X, — 3,3X,X,,

t=472,6 + 252X, + 11,6X, + 4,1X; —
—7,5X.X, + 8,2X,X; — 9,5X, XX,

IlepBast Monmenb MOATBEPKAAET MOJYUYEHHBIE pa-
Hee pe3yJbTaThl M ITOKa3bIBAaeT, YTO B paccMaTpH-
BaeMOli 00JlacTHW MCCJIeOBaHUS Ha BBICOTY ITpecc-
ocTaTKa /1 B 3HAUUTEJILHON CTENEeHU OKa3bIBaeT BJIM-
sgHue KO3 OUUUEHT BBITSAXKMU (X;) U B MeHbLUEH
crerneHn — koapduuueHT Tpenus (X,), a Takxe co-
BMECTHO KO3(M(PUILUEHT BBITSIXKU U KOIPPULIMEHT
TpeHus (X1 X,), KoahOULMEHT TPEeHUS U YTOJI KOHYCa
Matpuubl (X,X3). [NTaBHBIM (akTOpOM, OINpenessIo-
LM BBICOTY IIpecc-ocTaTKa, sIBasieTcsl Koahduim-
€HT BBITSIKKH.

M3 BTOpOI1 MOAenu ciaenyeT, YTO Ha YyCUJIUE TIpec-
CoBaHUS P OCHOBHOE BAMSIHME OKa3bIBaeT, MPEXIe
BCero, Kodp@UIIMEHT BBITSKKHU (X|), a 3areM yxe
K03(pduLMeHT TpeHUs (X;), a TaKKE COBMECTHO 3TU
dakTops! (X;Xy).

TpeTtbss Momenb MOKa3bIBaeT, YTO HAa WHTCHCHUB-
HOCTb cKkopocTel feopmauuii H; B 60bLIEH CTEIEHU
OKa3bIBaeT BAUSAHUE KOAPOULIUEHT BBITSAXKKH (X)) U B
MeHbllIel — KoapPuumneHT TpeHus (X,).

W3 ananuza yeTBepTOI MOJEN BUIHO, YTO MHTEH-
CUBHOCTb HAIIPSIXKEHUI O; B 3HAYMTEILHON CTENEHU
3aBUCUT OT COBMECTHOIO BJIMSHHUSA Kod(ddummeHra
BBITSKKU U KoadduuuenTa rpenud (X;X,) 1 B MEHb-
el creneHn — Ko duumneHTta tpeHus (X5).

[IsgTast Momenb CBHACTEIBCTBYET, UTO B paccMa-
TpUBaeMoil 06JIaCTU UCCIEN0BAHUS HA TEMIIepaTypy ¢
OoJibllee BAUSHUE OKa3biBaeT KOA(MPMULIMEHT BBITSIXK-
K4 (X]) u MeHbllee — K03 buiueHT TpeHus (X5).

IIpu mopenupoBanuu B mnporpamme DEFORM
MpOBEIEH TaKXe pacCIIMPEeHHBIM pacyeT BeJIUYUH
IIpecc-0CTaTKOB B MOMEHT Hayaja OOpa30oBaHUS
Tpecc-yTSIKWH AJIs TIPeCCOBaHUS TIPYTKOB C pa3iny-
HBIMU KO3 duiimeHTaMu BBITSIXKHY (2, 6, 8, 9, 14 1 18)
B YCJIOBUSIX peaJbHOTO Mpou3BoacTBa. Ilo pesynbra-
TaM TIOJYYEHHBIX BBICOT MPECC-OCTAaTKOB (Ha puc. 3
MoKa3aHbl B BUJI€ 3HAYKOB) C IMOMOIIbIO METOJa Hau-
MEHBIIINX KBAaJAPaTOB ITOCTPOCHA allPOKCUMHUPYIOIIAST
KpuBag:

h/D, = 0,302 — 0,03A + 0,001A2. Q)

M3 aHanu3a nonydyeHHoO# opMyJibl (2) BUIHO, UYTO
NPy YMEHbIIEHUU KO3 dUIIMeHTa BBITSIXKHU BBICO-
Ta Ipecc-ocTaTkKa pe3Ko BO3pacTaeT IO SKCITOHEHTE,
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WD,
0.3-
024
| 2
0.1-
0 5 10 15 A

Puc. 3. 'paduku uamMeHeHu st
OTHOCHUTEJIbHOM BBICOTHI pecc-ocTartka (h/D,)
B 3aBUCHUMOCTH OT KO3 dUIIMEeHTa BHITSXKKH (L)

1 — pacuer no dopmyJe (1); 2 — pacuer no dpopmyJe (2)

MMO3TOMY TIpM TIPECCOBAHUUM C MAaJIBLIMM BBITSKKA-
MU LIEJIECO00Pa3HO OCYUIECTBIISITH BHIOOP pa3MepoB
Mpecc-ocTaTka ¢ y4eToM 3aJJaHHOTO 3HaYeHUs A. DTO
MO3BOJIUT (B OTJIMYME OT TPAAUIIMOHHOTO pacuera h
1o opmyse (1)) MOBBICUTH BBIXOA FOIHOTO.

BoiBoab1

1. I[IpoBeneH aHanu3 BAUSHUS TPEHUS, YIJ1a KOHY-
ca MaTpuIb 1 Ko3¢GGUIIMEHTa BEITSIXKHA Ha IIPOIIECC
0o0pa3oBaHUS LIEHTPaAJIbHON TpPEeCcC-yTSXUHBI Ha 3a-
KJIIOUYMTEbHON CTaAuM IIPECCOBAHMSI.

2. TpeHue urpaeT OTpULATEIBHYIO POJIb, 3aMETHO
CHUXas paavajibHYI0 CKOPOCTh T€UEHMs MeTajljia B
MOMNepeYHOM HamlpaBJeHUU OT KOHTeiHepa K KaHally
MaTpUIIBL. DTO IIPUBOIUT K OoJiee paHHEMY Hadaly
00pa3oBaHUsSI ICHTPAJLHOW Tpecc-yTSKWHEBL. PocT
BBICOTHI TIpecc-ocTaTka mpu 1 = 0,5, o cpaBHEHUIO C
u=0, cocrasun 6,2 %.

3. [IpeccoBaHre B KOHMYECKYIO MaTpUIly OKa3bl-
BaeT MOJIOXUTEIbHOE BIMSHUE Ha IIPOLIeCC, OBbIIIAs
pagnabHYI0 CKOPOCTH B IIONIEPEIHOM HAIIPABICHMH.
DTO crnocoOcTByeT OoJjiee MO3AHEMY Hauyajy IMosBJe-
HUS LEHTPaJbHON IpecC-YTSKMHBL. YMEHBIICHUE
BBICOTEHI IIPECC-0CTaTKa IPU IIPECCOBAaHNM B KOHMYE-
CKYIO MaTpHUIly, IO CPaBHEHUIO C MJIOCKOW MaTpUlLIEi,
cocraBuio 4 %.

4. loBplmeHne Ko3¢pPUIMEHTa BHITSIXKU UTpaeT
TTOJIOKUTEJBHYIO POJIb, TAK KaK YBEJIMUYUBAET 00bEM
MeTaJjljla, pacIoJIOXEeHHBI MeXAy Mpecc-11aiooi
W MaTpulleil. DTo o0yclaBIMBaAeT POCT paavalIbHOU
CKOPOCTH T€UEHU s MeTajljla B 30HY KaHajla MaTpUIIbI
U OoJiee Mo3aHee Havyaslo (OpMUPOBAHUS LIEHTPAdb-
HOM TIpeCC-YTSXKMHBL. YMEHBIICHUE BBICOTHI IIpecC-

ocTaTKa IMPU MPECCOBAHUU C A = 6, ITO0 CPAaBHEHUIO C
A =3, coctaBuJio 66 %.

5. [lony4eHBI MaTeMaTUUECKHE MOIEIIH, CBA3bIBAIO-
IKMe BBICOTY TPECcC-OCTaTKa, YCUJIWE TPEeCcCOBaHMS,
WHTEHCUBHOCTU HAIIPSKEHMU U CKOpocTeil medop-
Malliii ¥ TeMIIepaTypy Ha KpOMKe KaHaJla MAaTPHIIBI C
TpeHUEM, YTIIOM KOHYca MaTPUIIBI M KO3(PPUIIMEHTOM
BBITSIXKKH.

6. Cpemu pacCMOTpPEeHHBIX (DaKTOPOB TTIaBHOE BIIHSI-
HUe Ha (GOpMUPOBAaHUE IIEHTPAIBLHOMN ITPeCC-YTIKM-
HBI B MOMEHT €€ 00pa30BaHUs OKa3bIBaeT KO3(PGUILI-
€HT BBITSIKKU W, B MEHBIIIEH cTeneH, KO3 PUIIMEHT
TPEHU S, a TaKXe, COBMECTHO, KO3(PPUIINECHT TpeHUS
M BBITSKKA, KOG GUILIMEHT TPEHMS U YTOJI KOHYCa Ma-
TPUIIHL.

7. IlpenjioxkeHa MaTeMaTU4ecKast MOJEb JJIS1 Bbl-
0opa TOJIIMHBI IPecc-ocTaTKa MJisi KOHKPETHBIX YC-
JIOBUI TIpeCcCOBaHUS KPYIMHOTaOAPUTHBIX KPYTJIBIX
MPYTKOB M3 aJIOMUHMEBOro cmjasa 7075 ¢ MaabIMu
BBITSIKKAMU.
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