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TpencraBieH croco6 MojydyeHus AeTajeit Tuma moaycdepsl B mTaMIe, riae oopa3yolleil TOBEPXHOCTHIO ETalU SIBJSETCS Ma-
Tpuila. DTO JOCTUTAETCS 3a CUET UCIIOJIb30BaHMSI B KOHCTPYKIIMU IIITAMIIA yIIPYTOTO CTaJbHOIO 3JIeMEHTa, PACIOI0XKEHHOTO 10
KOHTYpY NyaHCOHa. [laHHasi cxema Mpolecca Mo3BoJisieT COBMECTUTD B OJJHOM LITAMIIE IBE ONEpallMu: BHITSIKKY U KaJauOPOBKY.
KanubpoBka npu BbITsSIKKe chepoobpa3HbIX AeTajeil HeobxoarMa U3-3a TOro, YTO B 3arOTOBKE 00pa3yeTcst OOJIbIION yUacToK,
CBOOOIHBIN OT KOHTAKTa C TyaHCOHOM M MaTpHUIIEii, Ha KOTOPOM 3arOTOBKa TePSIeT YCTOMYMBOCTh M HAYMHAIOT 00pa30BBIBAThHCS
rodpsl. YIIpyruii 2JieMeHT, M3TOTOBJIEHHBI 13 TIPY>KMHHOM CTaJIM U PACIIOJIOKEHHBIH 110 KOHTYPY XKeCTKOTO ITyaHCOHa, Kaanuopy-
eT JieTajlb B KOHEUHOM CTaauu BBITSAXKHU. B paboTe mpencTaBieHa cxeMa npoliecca ITaMITOBKH LIS ToJychepruiuecKux aeTajeii ¢
OTHOCUTENbHOMU TonmuHou §” = §/Dy-100 % = 1,5+0,15. 17151 OLleHKM TEXHOJIOTMYECKUX TapaMeTPOB MCIOJIb30BaHA NMHXKEHEPHAs
MeToauka. [TpoBeaeHbl pacyeThl FeOMETPUIYECKHX MAPAMETPOB YIIPYroro sjeMeHTa u3 ctaiu 60I'C s BBITSKKY IeTalu B BUIE
nosycdepbl U3 aTFOMUHKUEBOTO crjiaBa AMr6 TosuHoi ot 0,5 o 10 MM. OmnpenesneHa BeIMYMHA 3a30pa MEXAY yaHCOHOM U
VIIPYTUM 3JIeMeHTOM. PaccunMTaHbl MaKCHMaJIbHbIC HAITPSIXKEHU ST, BO3HUKAIOLIKME B YIIPYTOM 3JIEMEHTE B IPOIECCe ITaMIIOBKH,
U BBISIBJICHO, YTO OH ITacTU4YecKu He nedopmupyetcs. [1peamoxkxeHo UCTob30BaTh YIIPYTU 2JIEMEHT JIJIS TIOJTyYeHU S IeTaieit C
TOYHBIMY FEOMETPUYECKMMU pa3MepaMu U KOMIIEHCALIMK YITPYTOro MPYXXUHHOTO 3¢ deKTa Mpu U3roTOBJICHUMU.
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Nesterenko E.S., Grechnikov F.V.
Calculating parameters of hemisphere part drawing in the die with an elastic element

The paper provides a method to obtain hemisphere part in a die where the part surface is formed by the counter die. This is due to the
tool design with a steel elastic element placed around the punch. Such process scheme allows for two different processes combined in
one tool: drawing and calibration. Drawing sphere-like parts requires calibration since the part has a large area that is not in contact
with the punch and die where the part looses stability and starts to buckle. The elastic element made of spring steel and placed around
the hard punch calibrates part at the final drawing stage. The paper provides a forming scheme to obtain hemisphere parts with a relative
thickness §” = §/Dy-100 % = 1,5+0,15. Process parameters are evaluated using the engineering method. Geometrical parameters are
calculated for the Steel 1060 elastic element for hemisphere part drawing of aluminum alloy 5056 with a thickness of 0,5 to 10 mm. The
size of a gap between the punch and elastic element is determined. Maximum stresses occurring in the elastic element when forming
are calculated. It is found that the elastic element has no plastic deformation. It is proposed to use the elastic element to produce parts
with accurate geometrical dimensions and compensate elastic restitution.
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OB6paboTKa METAAAOB ACBAEHNEM

Beenenne

IIpu m3roroBieHUn moaychep METOOAMU XOJIOI-
HOU JTUCTOBOM IITAMITOBKM BCTPEYAIOTCS TPYIHOCTH,
CBSI3aHHBIE C TAKMMU SIBJEHUSIMM, KaK YIpyras oT-
JIaya, HepaBHOMEPHOCTh TOJIIHWHBI U ITOTEPST YCTOM-
YUBOCTU u3fenus. B oOiieM ciayyae yMmeHblleHHe
VIIPYTO#l OTAAYM MPU XOJIOAHOMN ILITaMIOBKe chepo-
00pa3HBIX JHUII Ha IIpeccax JOCTUTACTCS BCICACTBHC
YBEJIUYEHUS CTEIEHU W PaAaBHOMEPHOCTM ILIacTUye-
ckux nedopmanmii [1—4].

Co3gaBast yciioBUs, OOecIeUYMBAOIINE MWHU-
MaJibHYIO CTEINeHb MJacTUYeCKUX AedhopMaluii mpu
M3BECTHOI CIIOCOOHOCTHM IITAMITyeMOIo MaTepuaia K
VIIPOYHEHUIO M 3aJaHHOW OTHOCHTEJIBHON TIyOMHE
nuuina (H/d), MOXXHO TTOTyYUTh MUHUMAaJIbHBIE YIIPY-
rue aeopmanuu gauia [1—3]. OmHaKO MOTHOCTHIO
HUCKJIIOUHUTH YIIPYTYIO OTHAYY IIPU U3TOTOBJICHUH ce-
pUYeCKUX IeTajiell Ha Ipeccax BCJIEACTBUE Pa3IMUHON
MHTEHCUBHOCTH CHUJI BHELITHETO TPEHU ST HEBO3MOXKHO.

MHorouurciieHHbIE UCCICIOBAHUS 3TOTO SIBICHUS
YYEHBIMU M TIPOM3BOACTBEHHBIN OITBIT MOKA3bIBAIOT,
YTO Ha BEJIMYUHY YIIPYToil OTIa4M OKa3bIBalOT BJIMSI-
HUe caenylonne GakTops [4]:

— CITIOCOOHOCTH  IITAMITyeMOTO MaTepuajia K
YIIPOYHEHUIO;

— YCJIOBU S BHEIIIHETO TPEHU S B Pa3IMYHBIX 30HAX
oyara aeopmaluu;

— (puzmKo-MexaHUUYeCcKasi IMpUPoOJa CMa30UHOTO
Marepuala;

— TOJIIIMHA MaTepuajia U OTHOCUTEJIbHAs IJTyOMHa
nHuina (H/d).

PacripocTtpaHeHHBIe 10 HeOaBHEr0 BpeMeHU IPH-
OMM>KeHHBIE METOAWKHM KOPPUTHPOBAHUS IITaMITOB
BecbMa He 3(@EKTUBHBI U TPeOYIOT IMOBBLIILIEHHOTO
KOJINYeCTBa J0pabOTOK LITAMIIOBOI OCHACTKMU [J].

W3-3a pedopmaliuii, BO3HUKAIOIIUX B 3aroTOB-
K€ IIPU BBITAKKE, IPOUCXOAUT U3MEHEHUE TOJLIUHBI
CTEHOK HeTajieii: HamboJbplllee YTOHEHUE COCTaBIISCT
10—15 %, a yroneHue y Kpas gocturaer 15—20 % or
HMCXOIHOW TONIMHBI MaTepuadia [6, 7]. Ha puc. 1 no-
Ka3aHBI 3ITIOPHl OTHOCUTEILHOTO YTOHEHUSI CTEHOK
chepryecKMX JHUILIL.

YTOoHEeHUe CTEHKM CHUXAeT MPOYHOCTh MHMUINA,
MO3TOMY 3Ta BEJIMYUHA IJ1s IeTajleid OTBETCTBEHHOrO
Ha3Ha4YeHUsI CTPOTO perlaMeHTUPOBaHA TEXHUUYECKU-
mu ycaoBusiMu (10 10 %). YacTo npuxomuTes Mpeoao-
JIEBaTh CEPbE3HBIC TPYAHOCTH, YTOOHI IMTOJYYUTh THH-
1l C JOMYCTUMBIM YTOHEHUEM CTEHKU [2].

IIpy mTamMnoBke TOHKOCTEHHBIX neTajeil Sy/D, x
x 100 < 1,0 (rae Sy 1 Dy — ToaUIMHA U AUAMETP UCXO[-

Puc. 1. U3MeHeHMe TOMIIMHBI CTEHKH
LITAaMIIOBAHHOTO THUIIA

YKazaHHbIE 3HAYEHUsI COOTBETCTBYIOT OTHOCUTEbHOM AehopMaliuu
TIO TOJIIIUHE €, %

HO¥1 3aTOTOBKH) C IEJIbI0 YBEIMUCHUS CUJI BHEITHETO
TPEeHUSI Ha TTyaHCOHE M, BCJEACTBHE 3TOr0, YMEHbIIIe-
HUS BEJIMYUHBI YTOHEHUS CTEHKU JHUIIA TPUMEHSI-
[OT IITAMITOBKY 3aT'OTOBKY C IIPOTMBOIABIICHUEM 3J1a-
CTUYHOM, XXMAKOCTHON I CMELIaHHOU cpenoii [8].

ITpu nipsiMoit BBITSXKKE 3JaCTUYHBIM ITyaHCOHOM
B XECTKYI0 MaTPHUIy MOXET IIPOMCXOIUTH YTSIXKKa
¢aaHLa. DTo Haubosee XxapaKTepHO IJIs1 AHUL C Ta-
pameTpoM Sy/D;-100 < 1,5. B Takux ciyyasax npume-
HSIIOT XECTKUH IMIPUXUM B COUCTAHUU C DIIACTUIHBIM
IMyaHCOHOM JIM0O creluaabHble XEeCTKUE TPUXUM-
HbIe KOJIbIIA IJISI UCKIIOUEHUsI HEPaBHOMEPHOTO BTSI-
THUBAaHUS 3aTOTOBKH B XKECTKYIO KOJIBIIEBYIO MaTPUILY
9JIACTUYHBIM IMyaHcoHoM [12, 13].

B xone BBITSIXKKM B MeTaJljle BOSHUKAIOT PacTsTU-
BaoIIe W CXXMMaloIIe HanpsskeHus. [1pu ompene-
JICHHBIX T€OMETPUYECKUX COOTHOIIEHUSIX 3arOTOBKa
o AeCTBUEM IpeodaagarolInX HalpsKeHU cxa-
THUS TepsIeT YCTOMYMBOCTh U HAYMHACT BBIITYYHBaTh-
csl, o0pa3ysl Ha HEKOTOPBIX yyacTKax cKJaaku (rog-
pbl), TOSIBJICHHE KOTOPBIX HapyllaeT HOPMaJbHBII
XOJI MPOIlecca BHITSIKKUA M Y4acTO IMMPUBOAUT K Opaky
[10—13].

IMoTepst yCTOMUYMBOCTA MOXET OBITH pa3jiMuyHa I10
BHEITHUM ITpU3HAKaM U IIPUPOJIe €€ 00pa30BaHMUS:

e ropooOpazoBaHUEe — PABHOMEPHBIE MO BCEMY
MepUMeTpy 3aTOTOBKHU ropbl MU BOJTHUCTOCTU (TIpHU
HE3HAYMTEJIbHOM OTHOIIEHWHU BBICOTHI TOodpa K €ro
JIIVHE);

® BHIIMYYMHBI (BCIIYUUMHBI) — MECTHBIE BCILJIECKU
Ha TTOBEPXHOCTHU THUIIIA;

® CKJIaIKU — TO(MPHI WU OTAEIbHBIC BBIITYYUHEI
(BCyuyuHBI), Y KOTOPBIX BBICOTA BOJIHBI (BCILJIECKA)
MIPUOJINKAETCS K IJTMHE BOJHHI [14].

HccienoBanus moTepu yCTOMYMBOCTUA 3aTOTOBKU
B npouecce ¢hopmMooOpa3oBaHUs 000JI0YKOBBIX AETa-
JIeH THITIa JHUII OCTAIOTCS JOCTATOUHO aKTyaJIbHBIMH,
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U TIpeX e BCEro, ¢ TOYKU 3peHUS MOMcKa KpUTEPUEB
OLIEHKY BO3MOXHOCTHU IIPOTEKAHMSI ITPOIiecca B ONTH-
MaJIbHBIX YCIOBUSIX 0€3 Tohpoodpa3oBaHUS.

YT00OBI pacIupUTh TEXHOJOTMUYECKHE BO3ZMOXHO-
CTH IIpoliecca BRITKKHY, CTApaIOTCsS YMEHBIITUTD TaH-
TeHIIMAJIbHBIC HAIIPSIXKeHUs CXaTHs Ha CBOOOTHOM
y4acTKe 3arOTOBKM MEXIY €€ KOHTaKTHBIMM y4acT-
KaMHM ¢ TIYaHCOHOM M MaTpHUIIel 3a CUeT YBEJIMUYCHU S
MEPUINOHAIBHBIX PACTATUBAIOMINX HAIPSKCHUIH
IyTeM TIOBBIIICHM ST YCUJIMS TIPYXKUMA WJIU TTIpUMeEHe-
HUS YCTPOMCTBA MEPETSIKHBIX MOPOTOB, T.. 32 CUET
MEpONPUSATHI, 3aTPYIHSIOMNX IIepeMelleHre hIaH-
11a 3arOTOBKU B IMOJOCTh MaTpuilbl [15—17]. OmHako
yKa3aHHbIe Mepbl HEM30eXXHO BEAYT K YBEIUYCHUIO
MECTHBIX YTOHCHHWI CTCeHKM JHUIIA, BCICACTBUEC YETO
HUX MOXHO ITPUMEHSITh TOJIBKO B OTAEJbHBIX CIy4Yasix U
orpaHu4eHHoO [1—6].

B ciygasix, ecay BBITYYUHBI BEI3BIBAIOTCST 3T -
OaIIMMKM MOMEHTaMU, TPU BBITSXKKE MPUMEHSIOT
KanuopoBKy [1]. 1 3TO¥ ke LeJu UCTIOJIb3YIOT [Ty~
X0 IITaMII, T.€. IITaMII C MaTpHUlIieit, KOHPUTYpaITusI
KOTOPOI COOTBETCTBYET (pOpMe Hapy>XHOU MOBEPX-
HOCTH IHUIIA, OAHAKO OH MMEEeT OOJIBIIYI0 Maccy 1
CIIOXEH B M3TOTOBJICHHU. A C YBEIMUYCHHEM OTHO-
CHUTEJIPHOTO MaMeTpa 3arOTOBKM BBICOTA CKJIaI0K
BO3pacTaeT, U NMPU KaJUOPOBKE IMOJYYaeTCs 3aXKUM
MmeTasaa [1—5].

B McKITIOUUTENBHBIX CITy4asiX, KOrna He0OXOa MM bl
0CODOTOHKOCTEHHBIE THUINA W3 CIEeIMaJIbHOW CcTa-
JIM WJIN CIUIaBa, MOXET OBITH IIPMMEHEHA BEITSXKA C
npokjankamu [1]. 3aroToBKy cBapuBaloOT MO KPOM-
Ke ¢ Oojiee TOJICTOM 3aroTOBKOM — TPOKJIAJIKONW U3
HU3KOyTIeponucToil craau. CIBOSHHYIO 3arOTOBKY
IITAMITYIOT TI0 OOBIYHOM TEXHOJIOTUU, MPU 3TOM OC-
HOBHasl 3arOTOBKA pa3MeIlaeTCsl CBEPXY CO CTOPOHBI
myaHcoHa. [IpuMeHss OBe MPOKJIAOKM, pacroJara-
eMble ¢ 00eUX CTOPOH OCHOBHOW 3arOTOBKU, MOXHO
OTILITAaMIIOBAaTh BeCchMa TOHKOCTEHHBIC mAHUIIA [12].
Cepbe3HBIl HEMOCTaTOK TAKOM TEXHOJOTHH 3aKJIIO-
YaeTcs B TOM, YTO MMOCJIe MITAMITOBKY KaX10# neTanun
MMPOKJIaaKU BEIOPAChIBAIOTCS, UTO BJICYET 32 COOOI 1e-
pepacxon MeTaiiaa B 3—12 pa3s [18].

®opMo0OpazoBaHUE TOHKOCTEHHBIX U OCOOOTOH-
KOCTEHHBIX OHMII COIIPOBOXIAETCS MHTEHCUBHBIM
roppoobpa3zoBaHNEM CXKATOPACTSIHYTON 30HBI 3aro-
TOBKHU. DTO OOBSICHSIETCS TEM, YTO IPM IITAMIIOBKE
chepoobpa3Hoit AeTaau MPaKTUUECKU 0OJIbIIAsI 4YacThb
3arOTOBKHU OCTAEeTCS HE IMPUXKATOM K pabOUYMM JacTIM
WHCTPYMEHTA (3TO 0COOEHHO XapaKTEePHO JJIs XeCT-
Kux mwrtamnos) [18]. B Takom ciydyae mTaMmnoBKa ocy-
IIECTBIISETCS 3a HECKOJBKO IEPEXOHOB MyTeM IIpe-

Ilyancon

3arotoBka

Marpuna

,

Puc. 2. Cxema npoliecca B Ha4aJbHOM TOJOKEHU T

BapUTEJIbHOTO Habopa MeTa/ula M IOCIEIYIOIIEro
NpUAaHUs IeTaau OKOHYATEIbHOM hopMbl [18].

YMeHBIIIeHNUST Pa3sHOTONIIMHHOCTA IO 00pa3yio-
et noaycdepsbl U YIIPYroil 0OTAa4u MOXXHO TOOUTHCS
3a CYET UCNOJIb30BAHU S YIIPYTUX CBOMCTB IITAMIIOBOM
OCHACTKH, B YACTHOCTH B MHCTPYMEHTAJIBbHBIX IIITAM-
Mmax IJIST TIPOILECCOB BBITSIKKYM, (DOPMOBKH, 00XMMa,
pasnmauu u ruoku [19, 20].

Ha pwuc. 2 mpencraBieHa cxema Iiporecca IITaM-
MOBKM C YYETOM YIPYTMX CBOMCTB IITAMIIOBOM OC-
HacTku. Ilpu ee HCHONIb30BAaHUM TIOBBIIIACTCS
TOYHOCTh T€OMETPUM IeTalM, YMEHBIIAaeTcsa rodpo-
o0pa3oBaHue, paBHOMEPHO pacmnpeaesiioTes aedop-
MallM¥ B 3aTOTOBKE, CHUXXAIOTCS pa3HOTOJIIIMHHOCTh
¥ YTOHCHNE B OTTACHOM CEUYCHUU M COKpaIIaeTcsI Bpe-
MS$I TEXHOJIOTMYECKOTO ITPOoIiecca B LIEJIOM.

Takum oOpa3oM, 1LIeJIbI0 JaHHOH pabOTHI IBISCTCS
pa3paboTKa CXEeMEI IIpollecca BBITSKKM TOHKOCTEH-
HBIX OCECMMMETPUYHBIX AeTaIeil TUIIa AHUII B IIITaAM-
e ¢ YIPYTUM DJIEMEHTOM Ha ITyaHCOHE.

MeToauka uccJjaeI0BaHuii

B nmaHHo#l paboTe OyneM cUMTaThb OTHOCUTEIBHO
TOHKOCTEHHBIMHU AETaTu C TONUHON S* = Sp/Dj X
x 100 % =1,5+0,15, a ToiactocreHHbIMU — ¢ S’ = 10,0+
+5,0 [2]. Ing pacdyeTa TEXHOJOTMYECKUX ITapaMeTPOB
HCIIOJIb3yeM UHKEHEPHYIO METOAUKY [2].

Huns pellleHUs NaHHOK 3alayu HEOOXOAUMO CHe-
J1aTh pSO NONYIIECHUMA:
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— MarepuaJll 3arOTOBKHY U30TPOIIEH;

— cXeMa HaIpsSXEHHOTO COCTOSIHUSI CUMTAETCS
TJIOCKOW;

— TpeHMe MOAUYMHSETCd 3aKOHY AMOHToHa—Ky-
JoHa [1—4]:

T = fapQup> )

roe T, — KacaTeJbHOE HalpsiKeHMe, AelCTBYyloLlee
Ha KOHTAKTHOM ITOBEPXHOCTH U BBI3BIBAEMOE CHJIAMU
Tpenust, Mlla; f,, — KoapPuUUEHT TpeHUs; gy, —
HOpMaJIbHOE HaBJICHUE, NEMCTBYIOIEe Ha 3arOTOBKY
CO CTOpOHHI ITpukuMa, MIla.

W3BecTHO, 4TO Tmipu aedhopMaliuu BBITSIXKOMN
BHEIIHUMU Kpail 3arOTOBKU HECKOJIBKO YTOJIIIAECTCS.
ITosToMy 3a30p MeXAy MyaHCOHOM W MaTpULIEd BbI-
TSIKHBIX IITAMIIOB OOBIYHO JejaeTCsl paBHBIM MaKCH-
MaJIbHOM TOJIIIMHE IeTalu Ha KpoMke [1].

HanGosplilee OTHOCUTENILHOE YTOJIICHNE BHEII-
Hell KpOMKU 3aTOTOBKM IOCJI€ BBITSIXKKHU MO BIUSTHU-
€M TaHT'€HIMaJbHBIX HaIpsSXEHUN CXaTUs COCTaB-

nser [1]
Se/So=+Dy/d, ()]

OTCro4a

S, =Sor[Ro /7 =SoxDy /d = Sy K, 3)

rae k = Dy/d — cTeneHb BBITSIXKKM, a IPU BBITSKKE
nerajeir cepruyeckoil opMbl ero BeMYMHA BCeraa
MOCTOSIHHA U JJIs J1000ro nmaMeTpa paBHa k = 1,4;
Dy — nuameTp 3aroTOBKM, MM; d — IUaMeTp JeTalu,
MM; Sy — TOJILMHA UCXOIHON 3arOTOBKU, MM; S, —
TOJIIIMHA KPOMKM (h1aHIIa, MM.

Torma 3a30p MeX Ay MaTpPULIEil ¥ IIyaHCOHOM paBeH

Z=1,185,. @)

J1s MCKII04eH M1 MOTePU YCTORUYMBOCTU 3arOTOB-
K1 Ha (paHLe HeoOXOAMMO MCHOJb30BaTh MPUXKUM.
B GonblIuHCTBE ciiy4yaeB 3HAU€HUS JaBJIEHUM ycTa-
HaBJIMBAIOTCS 3KCMEPUMEHTAJbHO MNpU OTpaboTKe
TEXHOJIOTUM IITAaMITIOBKM IepBbIX AeTaneil. Ilpensa-
PUTEIbHBINA pacyeT YCUJIMNA ITPUXKUMA IIPOBOAUTCS 11O

dopmyne [1, 2]
Q = qon(pna (5)

rae Fy, — TUIOIAAb 3aTOTOBKM, HaXOASALIEHCS MOL
TIPUKAMOM.
VYcunue BBITSIXKU ONpeneasieTcsl Mo BhIPaXKeHUIO
(1]
P, =ndSyo.k, 6)

rae o, — mnpeneil MpoyYyHoCTU MaTrepuaja 3aroToB-

ku, MIla; k; = 1,8 — KoadPuuuent, 3aBucauinii ot
Koa(pduiMeHTa BRITSIXKKY [1].

s nonyueHus addexkra KaaubpoBKU Ha 3aBep-
IIAIOIIEM dTalle INTaMIIOBKU, ONTMpPasiCh Ha MPOU3BO/I-
CTBEHHBIH OMBIT, CICAYET YBEIUUUTD YCUINUE BBITI K-
Ku B 5 pas [1].

Jns 3amaHHON pabGOTOCIMOCOOHOCTU M M3HOCO-
CTOMKOCTH YIIPYTOI'o 3JIeMEHTAa Ha IPOTIXKEHUU BCETO
IIpoliecca BHITSKKI HEOOXOIMMO OIPEaeInTh (hOpMy
U pa3Mepnl yrpyroro sjnemeHTa. McxomHble TaHHBIE
cleaylolue:

— BBITSITUBaeMasl 1eTajlb OCECUMMETPUYHAS,

— MIPUXXUM BEITIOJTHEH B BUJIE KOJIbIIA;

— MaTpulia 3aKphITasi, uMeeT (OpMYy U3TOTOBJIsIE-

MO IeTau;

— YIOPYTUi 3JIEMEHT OCECUMMETPUYHBIN;

— BHYTPEHHS I IOBEPXHOCTh MaTPHUIIBI TOBTOPSIET

¢dopMy Hapy>KHOI TOBEPXHOCTH ACTAJIH;

— HapyXHasl TIOBEpPXHOCTh YIPYIoro »sJieMeHTa

nmMeeT (popMy BHYTpEHHEN MOBEPXHOCTH ACTAIH.

IIporu® yrpyroro ajaeMeHTa 3aBUCUT OT U3MECHEHU S
Pa3HOTOJIIIMHHOCTU Ha (JlaHIle 3aroTOBKU W BHY-
TpeHHUX ynpyrux cui. [lon ux neiictBueM OH IOJIXKEH
BO3ICHCTBOBATh Ha 3aTOTOBKY, YMEHBIIass rodpooo-
pa3oBaHUE W YTOJIIEHUE, a MOCJe CHSITUS Harpys-
KU1 — MPUHSITH HauaJabHYI0 (popmy. Cxema HarpyKeHust
VIIPYTOro 3JIeMeHTa IIpeIcTaBjIcHa Ha puc. 3.

B npouecce BBITSXKM NOJ JEHCTBUEM ycuuus P,
VIIPYTUI 3JIEMEHT NporudaeTcs, onupasich Mpu 3TOM
Ha IIEHTpaJIbHYIO 9YacTh 3aT0TOBKH. Ha Hero meiicTBy-
I0T nonepeyHas cuia Py (ycuive myaHCOHa) U cuJja
OT omnopsl P, BCIAeACTBUE YEro ero paguyc R; yBenu-
yuBaercsd 10 R,. Takum 0o6pa3oM ynpyruil ajeMeHT
OKa3blBaeT JaBJEHUE HAa 3arOTOBKY U MPUKUMAET €e

N

R ————————

:“’a“

ORI VAR

=
3

Puc. 3. CxeMa HarpyxeHUs yIpyroro 3JieMeHTa

TTosicHeHuUsI B TeKCTe
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K MOBEPXHOCTU Marpuilbl. I[Ipy 3TOM caM OH Haxo-
JUTCS TION AEUCTBUEM BHYTPEHHUX HOPMATbHBIX CUJI
B OKpyxHOM (Tg) u MmepuanoHanbHoM (7 p) HarpasJie-
HUSX U CABUTOBOM cuiibl (V). Otu cuiisl (B H/M) nmpu-
HSITO OTHOCUTD K eIMHUIIC JIUHBI 1yTu [21]:

Ty =045,
T, =0,5,
N=1.5,, (7)

rae S| — TOJIIUHA YIPYTOro 3JIEMEHTA, MM; Gg U C, —
HamNpsKEHUST BHYTPHU YIIPYTOro 3JIEMEHTa B OKPYXK-
HOM M MEpHIMOHAJIHLHOM HAIIPaBIIEHHUSIX COOTBET-
cTBeHHO, MI1a.

s nmonycdepbl BHYTpEHHHME CHIIbI, OEUCTBYIO-
e B OKPY>KHOM U MEPUIMOHAJIBHOM HaIlpaBJICHM-
SIX, PAaBHBI

riae p = Py/F. — BHYyTpEHHEe NaBJICHUE CO CTOPOHBI
nyaHcona, MIla; F 4 = 27tR12 — TUIOIIAAb BHYTPEHHEN
[IOBEPXHOCTH YIIPYTOTO 3JIEMEHTa, MM2; R, — BHYT-
PEHHUI paauyc YIPyTroro 3JeMeHTa, MM.

YToOBI YIIPYTrUil 3J1IEMEHT IJIaCTUYECKU HE Aedop-
MUPOBAJICSI, HEOOXOAUMO, YTOObI HATPSIKEHMSI, BO3-
HUKAaIIKe BHYTPU HEro, He IPEBOCXOAMIIM TIpeaesia
TEKYy4YeCTU MaTepuaia G, T.e. JOJKHO BBIIOJIHSITHCS
yCJIOBUE

5, =0y <0, O)
rae
R
=0y =L, (10)

W3 ypaBHeHnuii (7) u (8) ciaeayeT, YTO TOJIIMHA
YIIPYTOro 3jieMeHTa COCTaBUT

_ PBRI

= , an
2F 40,

1
rae 6, — npenen rekyyect, MIla.

3a30p MeXIy MyaHCOHOM U YIIPYTUM 3J€MEHTOM
JIOJI>KEH OBITh paBEeH 3HAYEHMIO MaKCHMMaJIbHOM pas-
HOTOJIIIIMHHOCTH JeTaJI Ha (praHIIe:

Z,=8.-S5, (12)

Pe3yabTaTsl U HX 00CyXKIeHHE

s IpOBENEHNST PACUETOB MCITOIH30BAINCh ClIe-
JIYIOLIME UCXOAHbBIE TaHHBIE:
— Marepuas 3arotoBku AMr6 (o, = 340 MIla,
o, =170 MIa);

S|, MM
20 a
15
10
5
0 2 4 6 8 10 S, Mm
o
0 2 4 6 8 10 S, Mm
S, MM
6
12-
8_
44
0 2 4 6 8 10 Sg» MM

Puc. 4. 3aBUCUMOCTY TOJIIMHBI YIPYTOro dJIeMeHTa (a),
3a30pa MeXJ1y HUM U ITyaHCOHOM (6) U MaKCUMaJIbHOM
TOJIIIMHBI KPOMKHY ACTAJIN (6) OT Ha4aJIbHOU TOJIIIUHBI
3aTOTOBKU

— ee guametp Dy = 150 mm;

— marepuan ympyroro anemeHta 60IC (o, =

=700 MIla, o, = 510 MIla);

— KoahPULUUEeHTHI BHITAXKU kK = 1,4 u k= 1,8;

— ko3 duumneHT tpenus fr, = 0,12.

Ha puc. 4 mpeacraBieHbl pe3yiabTaThl pacueTa
TOJIIIMHBI YIIPYTOTO 3JIEMEHTa, 3a30pa MEXIY HUM K
ITyaHCOHOM M MaKCHMMAaJIbHOW TOJIIWHBI KPOMKH JIe-
Tallu, onpeaesieHHbIX Mo ypaBHeHusM (11), (12) u (3)
COOTBETCTBEHHO, B 3aBUCHUMOCTHU OT HAaYaJIbHOM TOJI-
IIWHBI 3aTOTOBKM.

Pacuetsl mo ¢opmynam (7)—(10) mokaszanu, 4To
MaKCHMaJbHOEC HaNpsSKeHUE B YIPYTOM 3JIEMEHTE B
npolecce MTAMIIOBKU PaBHO G, = 225 MIla, uTto He
MpeBBIIIACT Mpeaeiia TeKydecTr Matepuaia 60IC.

3akJjoueHue

YcTaHOBJIEHBI TEXHOJIOTMYECKHE TTapaMeTphl TTPO-
1ecca ITaMITIOBKY C TPUMEHEHHWEM YIIPYTOTO JIeMEH-
ta u3 craau 60I'C o5 geraneit Tuna noaycdepst (Dy =
= 150 MM) 13 aJTIOMUHUEBOro ciuiaBa AMr6 ¢ koagd-
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bunreHTOM BHITSXKY kK = 1,4 M pa3IMYHBIMU TOJTLIU-
Hamu 3arotoBku (0,5—10 mm).

PacyeTsl TToKa3anm, 4T0O MUHUMAJIbHAS TOJIIWHA
YIIPYTOTo 3JIEMEHTa 3aBUCUT OT TOJIIMHEI U3ICITUS 1
coctaBasgeT S = 1,83, HO 14 ynobcTBa €ero Usro-
TOBJICHHS 3TOT pa3Mep MOXHO YIIPOCTUTH U IIPUHSITH
MOCTOSIHHBIM: 8] = 25,. YIpyruii aJeMeHT pacrosa-
raeTcsl Ha IyaHCOHE, OIMChIBas €ro KOHTYpP, U MEXIY
HUMU UMeeTCs 3a30p Z; = Sy — S, BeJIMYMHA KOTOPO-
IO 3aBUCHUT OT MaKCHMMAaJIbHOW Pa3HOCTONIIMHHOCTU
JIeTaau, KOoTopas BO3HUKAaeT Ha KpoMKe daHIa.

BDddexT KaTndpoBKM B KOHEUHO CTaIUM ITpoliecca
BBITSIKKH TTO3BOJISIET JOOUTHCS MOBBIIIICHUS] TOUHOCTH
M3roTaBJIMBaeMbIX AeTajieil. TakxKe OT BO3IEUCTBUS
YIIPYTOro 3jieMeHTa Ha 3aTOTOBKY 3a CYCT BOSHUKHOBE-
HUS JOMOJHUTEIBHBIX PACTATHBAIONINX HaTIPSKEHUIA
yMeHblIaeTcst 3¢ ek ropoodpa3oBaHUsI.

B mpormecce MTAMIIOBKHM YIIPYTHM 3JIEMEHT IIjIa-
CTUUYECKU He AeopMUpyeTcs], TaK KaK MaKCHUMallb-
HbIC HAMPSIKEHNST, BOBHUKAIOLIME BHYTPHU Hero (0, =

225 MIla), ois ToamuH 3aroToBKH oT 0,5 mo 10 MM
¥ COOTBETCTBYIOIIMX UM TOJIIIWH YIIPYTOTo 3JIeMeHTa
He MPEBOCXOIST Ipeesa TeKydecTu Matepuana 60I'C
(o, = 510 MIla), u3 KOTOPOro OH M3rOTOBJIEH [22].
Ilocne cHATUS HArpy3KW OCTATOYHBIC HAIIPSIKECHUS
BHYTPU 00beMa YIIPYTOro 3jieMeHTa paBHBI HYJIIO.

TakmM 00pa3oM, YIPYyTIuii 2JIEeMEHT 3a CUET YBEJIH-
YeHMsI TPEHUST OJIOKMPYET OITAaCHOE CedeHUe, KOMIICH-
CHUpYeT YIIpyroe IMpy>XKMHEHUE U TO3BOJISICT IOJIydyaTh
JETaJI C TOYHBIMUA T€OMETPUICCKUMU pa3MepaMu [23].
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