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Mopsiuee pechopmupoBaHue TOpUEBbIX 3JIEMEHTOB KOPNYCHbIX
KOHUYECKNX 3arotoBOK
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Annomayusn. Ilepexoonuku mpyoonpo8oOHsIX cucmem A6AAI0MCA 8eCbMAd BOCMPEOOBAHHBIMU OeMATAMU 8 Y31AX O8U-
eameinell. B mpy6onpoeoousix cucmemax, pabomaiowux 6 azpeccusHblx cpedax oanmvie, 0emanu mpebyiom npumeHenus cneyu-
ANIbHBIX YEEMHBIX CNAABOS, OMAULAIOUWUXCS 8bICOKOU NpoyHOCmbIo. Mx uzeomosnenue eecoma 3ampyonumensvro. OOnum u3z éa-
PUAHMOB UX NOLYUEHUS ABTIAEMC I 20PAYAS WMAMNOBKA JIeMEHMO8 mpyo 6 YCI08USLX MeOeHH020 popmousmenenus. B cmamove
uccnedogana onepayus Gopmoodopaz0e6anus HYMpeHHe20 YMoaueHuss Ha MOHKOCHEHHOU KOHUYEeCKOU KOPNYCHOU 3d20MOo8Ke.
Lenvio hopmuposanus ymonwenus A6asemcsi HOO20MOBKA MOPYa nepexooOHuKa 0 mpybonpoBOOHbIX CUCHEM, NPedCMAassio-
wezo u3 cebs yceueHHblll MOHKOCMEHHDBII N0 OANbHEUULYIO C8APKY C OPYSUMU dNeMeHmamu mpyoonpogoonvix cucmem. Pop-
MUpOBanuUe MOIUEHHO20 KPasi NPpeonoazaemcs npou3eo0Uums YacmuiHol 0caokoll mopya 3a20moeku. Buinoaneno mooenupo-
samnue oanHou onepayuu 6 npozpammuom komniekce DEFORM, ¢ xo0e Komopo2o npousgedeHa OYeHKa GIUAHUS PEeHCUMO8 00-
pabomxu u 2eomempuu paboyezo UHCMPYMENma Ha IHeP2OCULo8ble napamempel npoyecca. Ilpeononrazaemces, yumo mamepua-
JIOM 3a20MO6KU Aeasiemcs: mumanossiii cniag BT6. [pumensemulii mamepuan npeononazaem peanu3ayuio npoyecca 8blcaoku 8
20PAYUX YCAOBUAX 8 CKOPOCTNHBIX YCI0BUAX (POPMOOOPA308aHIs, 0OeCNeyUsarOwux MUHUMAIbHbIE CUTLL U ONMUMATbHOE HANPS-
JHcénHOe cocmosnue 3a20mosku. Ilpu evicadke 8axcHo yuumvleams napamempsl npoyeccd, maxue Kax 0asienue, memnepamypa
U CKOpOCHb, YMOObl MUHUMUSUPOBATL ULU U3DENCAMb NOBPENCOCHUs 3A20MOBKU. Bblnonnen psaod onvimos, 6 xooe KOmopbix
YCMAHOBNEHO GNUAHUA YeNa KOHYCHOCMU, paboye2o X00a UHCIMPYMeHMd, CKOPOCMU 0eqh)OpMUPOBAHUS KOHMAKMHO20 MPEHUs.
Buisigneno, umo npu paccmampusaemoii cxeme oeghopmuposanus naubovulee eiuanUe OKA3bIGAEM U3MeHeHUe Yeana KOHYCHO-
Cmu 3a20MOBKU HA CUTY, YMO OYeBUOHO CBA3AHO C USMEHEHUEeM KUHeMamuKu MmeyeHus Mamepuanrd npu O0nbuux yenax
KOHYCHOCMU.

Knrouesvie cnosa: BbICaKa, UCCIICAOBAHUEC, KOHUNYCCKUEC 3arOTOBKHU, MOACIIUPOBAHNEC

Jna yumupoeanusa: Jlapua C.H., IlaceiakoB A.A. Topsdee medopMHUpOBaHHE TOPIEBBIX AIIEMEHTOB KOPITyCHBIX
KOHMYECKHX  3aroToBok // Haykoémkme TexHomormu B  MammHoctpoenmn. 2025, Ne 9 (171). C. 3-9
doi: 10.30987/2223-4608-2025-9-3-29

Hot forming of the end walls of cone body parts
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TexHoJ0orus u 060pyz[0|3a1me 06pa60T1m METAJIJI0B JaBJICHUEM
Technology and equipment of metal processing by pressure

Abstract. Pipeline system adapters are highly demanded parts in engine units. In pipeline systems operating in aggres-
sive environments, these parts require the use of special non-ferrous alloys characterized by high strength. Their manufacture
is very difficult. One of the options for their production is hot stamping of pipe elements under slow forming conditions. The
article investigates the operation of forming an internal thickening on a thin-walled conical body blank. The purpose of forming
the thickening is to prepare the end face of the adapter for pipeline systems, which is a truncated thin-walled one for further
welding with other elements of pipeline systems. It is assumed that the formation of a thick edge is produced by partial upsetting
of the end face of the blank. This operation was simulated in the DEFORM software package, during which an assessment was
made of the effect of processing modes and the geometry of the working tool on the energy-power parameters of the process. It
is assumed that the material of the blank is titanium alloy VT6. The material used assumes the implementation of the upsetting
process in hot conditions under high-speed forming conditions, providing minimum forces and an optimal stress state of the
workpiece. During upsetting, it is important to take into account the process parameters, such as pressure, temperature and
speed, in order to minimize or avoid damage to the workpiece. A number of experiments were carried out, during which the
influence of the cone angle, the working stroke of the tool, and the rate of deformation of contact friction were established. It
was found that with the deformation scheme under consideration, the greatest influence is exerted by a change in the cone angle
of the workpiece on the force, which is obviously associated with a change in the kinematics of the material flow at large cone
angles.

Keywords: upset, research, cone blanks, modeling

For citation: Larin S.N., Pasynkov A.A. Hot forming of the end walls of cone body parts / Science intensive technology
in mechanical engineering. 2025. Ne 9 (171). P. 3-9. doi: 10.30987/2223-4608-2025-9-3-9

@®opMHUpPOBaHUE BHYTPEHHETO YTOJIILEHUS
Ha TOHKOCTEHHON KOHMYECKON KOPITyCHOM 3aro-
TOBKE TIOCPEICTBOM orepauuil popmoodpazoBa-
HUS IPUMEHSETCS JUIS CO3JaHUsl YYACTKOB YBEIIH-
YEHHOUN KOHTAKTHOM IUIOIIAIbI0 HAa TPYOHBIX 3aro-
ToBKax. dopMupoBaHue yTOJILEHUNA HA KOpITyC-
HbIX 3aroTOBKax METOJIOM H30TEPMHUUYECKOU
IITAMITIOBKH TIPEACTaBISET c000i 3(PPEeKTUBHYIO
TEXHOJIOTHIO, KOTOpasi MO3BOJSET CO3/1aBaTh Je-
Tl C HEOOXOJUMBIMU MEXaHHYECKHUMH CBOMi-
CTBaMU U (OPMOH, TOBBIIIAS HAICKHOCTD U J0JI-
TOBEYHOCTh M3MIEJIUI. DTOT METOJl YacTO MpHUMe-
HSIETCA B CIIELIMAIIBHOM MAIlIMHOCTPOEHUU U aTOM-
HOH, r/1e TpeOyeTcst BHICOKask MPOYHOCTh MPU Ma-
JIBIX BecOrabapUTHBIX XapaKTePUCTUKAX.

BrInonHeHo MoxenupoBaHue JaHHOU Olle-
pauuu B nporpamMmmHoM komiuiekce DEFORM, B
X0J1€ KOTOPOro MPOU3BEACHA OLIEHKA BIUSHUSA pe-
KUMOB OOpabOTKH M TeOMETpUH pabodero MH-
CTpyMEHTAa Ha 3HEPrOCUIIOBBIE IIApaMETpPhbl IPO-
necca. MccnenoBanve npoBOAWINCH IS CIIJIaBa
BT6 ¢ nmocrostHHOI Temneparypoii npu nepopmu-
poBanuu 900 °C. Cxema uccieayeMoro mpoiecca
npeacTaBiieHa Ha puc. 1. B mpouecce monenupo-
BaHU MPEIIOIArajioch UCIOIb30BaHUE TPYOHBIX
3aroTOBOK c Hapy’XHbIMH  JTHaMeTpaMu
D = 150 wmm. Bseicota HenehopMupyeMoro
y4acTKa 3aroTOBKM  IMPUHUMAJIACh  PAaBHOU
H = 12 mm. YcinoBueM o0CTaHOBKH pacuéra

NPUHUMAJIOCH JIOCTHKEHHE PAcCTOSHUS OT pabo-
4ero Topla MyaHCoOHa /10 MOBEPXHOCTH MAaTPHIIbI
h =5 mM. B mpornecce MonenupoBaHusi MEHSUICS
KOA(DPUIMEHT TpEeHHUs] MEXKIYy UHCTPYMEHTOM H
3arotoBko# i =0,3...0,7, CKOpOCTb EpEeMEIIECHUS
nedopmupytomero myancoHa v = 25...100
MM/MHH. YTOJ 3aTOTOBOK BapbUpOBAJICS B UHTEP-
Bae o =2...7 °.

Puc. 1. CxeMa BbICagKH YTOJIIEHUI HA BHYTPEHHeEH 10~
BEPXHOCTH KOHHYECKHX 000/109KaX

Fig. 1. The scheme of thickening on the inner surface of
cone shells

[Ipu BbICaKe Ba)XHO YYHMTHIBATH Mapa-

MCTPEL rmpormnecca, TaKue KakK JaBJICHUC,

Haykoémkue TeXHOJIOrHM B MamnHOCcTpoenun, Ne9 (171) 2025
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Technology and equipment of metal processing by pressure

TEMIIepaTypa U CKOPOCTb, YTOOBl MHUHUMH3UPO-
BaTh WU U30€XKaTh MOBPEKACHUSI 3arOTOBKH. BbI-
MIOJIHEH PsJ SKCHEPUMEHTOB, B XOJ€ KOTOPBIX
YCTQHOBJICHO BIUSHUS yIJIa KOHYCHOCTH, palo-
Yero xoJla MHCTPYMEHTa, CKOpOoCTU aedopmupo-
BaHMs KOHTAKTHOI'O TPEHUSI.

bblna BBINOJIIHEHA OLIEHKA U3MEHEHUS HH-
TEHCUBHOCTH HAIPSKEHUN JUISI XapaKTEpPHBIX TO-
YeK B CEUCHUH JICTATIN B TCUEHUHU BpeMEHU Jeop-
MupoBaHusa. CXeMbl ¢ WUTFOCTPUPOBAHUEM TOUYEK

JUIL  KOHTPOJS WM3MEHEHHsS HHTEHCHUBHOCTEU
HaIPsDKEHUH IPECTaBIEHbI HA PUC. 2.
I'paduknn  uU3MEHEHHS] HMHTEHCHUBHOCTH

HaHpH)KeHI/Iﬁ B OTHUX TOYKax B TCUCHHHU ITPOILECCa
BBICAAKH JIsI YIJIOB KOHYCHOCTHU 3arOTOBKHU
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Puc. 2. Dcku3 3aroTOBKH ¢ YKa3aHHeM ToYeK A KOH-
TpoJs

Fig. 2. Sketch of the blank with the indication of the con-
trol points
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Puc. 3. I'paduk 3aBHCHMOCTH HHTCHCUBHOCTH HATNIPSI’KEHUH VI KOHTPOJIbHBIX TOYeK (o =2 °):
a—vy = 25 mm/MuH; 6 — vy = 50 mm/MuH; 6 — Vg = 100 Mmm/MuH

Fig. 3. Graph of stress intensity dependence for control points (a=2 °):
a— vy = 25 mm/min; b — vy = 50 mm/min; ¢ — vy = 100 mm/min
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Puc. 4. 'padpuk 3aBUCMMOCTH MHTEHCUBHOCTHU HANIPSKEHUH 1J151 KOHTPOJIbHBIX To4YeK (a0 =5 °):

a—vy = 25 mm/mMun; 6 — vy = 50 MM/MuH; 6 — vy = 100 MmM/MuH

Fig. 4. Graph of stress intensity dependence for control points (o=5 °):
Vo = 25 mm/min; b — vy = 50 mm/min; ¢ — v, = 100 mm/min

Kak BuiHO U3 rpadiKOB BETUYHHBI HHTEH-
CHBHOCTEHN HAINPSKEHUI TOCTUTAIOT MAKCUMYyMa B
KOHEYHBIN dTan nedopMHUpOBaHMs, U IS Bcex 4
KOHTPOJIbHBIX TOYEK B TOT MOMEHT BPEMEHH Je-
dbopMupOBaHUS WX 3HAUYECHHUS BbIpaBHHUBAIOTCS. B
TEYCHHUH BCETO BPEMEHH Je(OPMUPOBAHUS 3HAYEC-
HUSI UHTEHCUBHOCTEH HAIPSIKEHUH B KOHTPOJIb-
HBIX TOYKaX OTJIMYAIOTCS B 3aBUCUMOCTH OT YCJIO-
Buil (popmousmenenus Ha 10...40 %. B nenom
MO’KHO CKa3aTh, YTO YMEHBIICHHE CKOPOCTH Je-
dbopMUPOBaHUS TO3BOJISIET JAOOUTHCS CHIDKEHUS
HEPABHOMEPHOCTH HAIPSHKEHHOTO COCTOSIHUSI B
3aroToBKe. BonpmIMM yriaM KOHYCHOCTH 3aro-
TOBKH COOTBETCTBYIOT OOJIbIITNE 3HAUCHHUSI MHTCH-
CHBHOCTEHN HaNpsSHKEHUH.

I'paduk 3aBUCUMOCTH MaKCUMATbHBIX Be-
JUYUH UHTEHCUBHOCTU HAMpPSKEHUN OT yria Ko-
HYCHOCTH JUIsl pa3HbIX CKOpocTel nedopMupoBa-
HUS HA HECTAIIMOHAPHOM CTaJIMU TMpoliecca mpe-
CTaBJICH Ha pHC. 3.
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Puc. 5. TI'padux 3aBHCHMOCTH MHTEHCUBHOCTH

HaMNpPsiKeHU# 0T ckopocTH AeopMUpPOBaHUS

Fig. 5. Graph of stress intensity
deformation rate

dependence on

YcTaHOBIEHO, YTO HA HECTALMOHAPHOMN
CTaJNH TMpOIEcca POCT yIila KOHYCHOCTU BEJET K
pPOCTY HHTEHCHBHOCTH HampsbkeHuid Ha 40 %.
YBenuueHue cKopoctu aehOpMUPOBAHHS TIPHBO-
JUT K POCTY HUHTEHCUBHOCTU HAIPSOKCHUN IIPU
BBICazke Ha 28 %.
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BrinosiHeHa OnEHKA BIUSIHUSA CKOPOCTEMN
nehopMUPOBaHUS, YTIIOB KOHYCHOCTH M KOHTAKT-
HOT'O TPEHHUSI Ha CUITY BBICA/IKU U YAEIBHOE JAaBJie-
HUE.

I'paduk 3aBUCHMOCTH JaBlEeHUS OT yrjia
KOHYCHOCTH JIsl pa3HBIX CKOpOCTe nedopMHpO-
BaHUs IIPEJICTaBIIEH Ha puc. 6.
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Puc. 6. I'padux 3aBHCHMOCTH NaBJEHHSI OT CKOPOCTH
JaeopMHpPOBaHHSA

Fig. 6. Graph of pressure dependence on deformation
rate

BBIHBHGHO, YTO MAKCHUMAJIBHOC BJIUAHUC
Ha JIaBJICHUE OKa3bIBaeT U3MEHEHHE CKOPOCTHBIX
pexumoB nedopmupoBanusi. Poct yria koHycHO-
CTH BEZIET K POCTY JaBJICHHs Ha KOHTAKTHBIX I'pa-
Hunax Ha 20 %. YBenuueHnue ckopoctu aedopmu-
pOBaHUS IPUBOJUT K POCTY CUJIBI IPU BBICAIKE HA
55 %.

I'padux 3aBUCUMOCTH CHUJIBI OT yTria KO-
HYCHOCTH ISl Pa3HBIX CKOPOCTeH nedopMupoBa-
HUSI IPEICTABIICH HA puUC. 7.

P, xH
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0
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Puc. 7. I'paduk 3aBHCHMMOCTH CHJBI OT CKOPOCTH
JaeopMHpPOBaHUSA

Fig. 7. Graph of force dependence on deformation rate

BreisiBIEHO, 4YTO IIpU paccMaTpuBacMoOM
cxeme aedopMHUpOBaHUS HAOIIOTAETCS 3aMETHOE
BIIUSIHUE yIJla KOHYCHOCTH 3arOTOBKM Ha CHILY,
YTO OYEBHUJIHO CBSI3aHO C MHTEHCU(UKAIIUEH po-
1ecca OOKOBOTO BbIIABIMBAHMs CTEHKH, CBSA3aH-
HOT'O C U3BMEHEHUEM XapaKTepa TEUEHMs] MaTepH-
ana mpu OOJIBIIMX yriax KOHYCHOCTH. Y CTaHOB-
JICHO, YTO yBEJIMYEHHUE yIJla KOHYCHOCTH BEZECT K
pocTy cuiIbl B 4 pas3a, 4TO CBS3aHO C U3MEHEHHEM
cXeMbl AegopManuil Ipu pocTe o. YBEIUYEeHUE
CKOpOCTH J1e()OPMHUPOBAHUS MPUBOAUT K POCTY
CHJIBI pu BBICAJIKE Ha
40 %.

I'paduk 3aBUCUMOCTH CHJIBI OT KOHTAKT-
HOTO TPEHUS JJIS pa3HbIX CKOPOCTeH nedopmMupo-
BaHUs MpEJCTaBieH Ha puc. 8. B cpenHem BbIsB-
JICHO, YTO YyBeJIWYeHHE KOd(p(UIMEHTa TpEeHHUs
IIPUBOJUT K POCTY CHJIOBOM HArpy3Ku Ha UHCTPY-
MeHT Ha 12...15 %.
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Puc. 8. I'paduk 3aBucuMoOcTH CHIIBI OT K03 duITeHTA
KOHTAKTHOT0 TPeHHUs

Fig. 8. Graph of the force dependence on the coefficient
of contact friction

[TomyuyeHHbIE pe3ynabTaThl MMO3BOJISIOT BbI-
MIOJIHUTh PErpeCCHOHHOE MOJECIMPOBAHHUE CHUJIIO-
BBIX PEKHMOB BBICAJIKU KOHUYECKOW 3aroTOBKU. B
KaueCTBE OCHOBHBIX BapbUPYEMBIX NapaMeETPOB
MPUHUMAIIUCh CKOPOCTHh J1e()OPMUPOBAHUS V0,
MM/MUH; yTOJI KOHYCHOCTH 3arOTOBKU 0 M KO3(-
(UIMEeHT TpeHus L.

CdhopmupoBana Tabnuma ¢GaKTOPHOTO
MPOCTpaHCTBA Il olleHku cun (tadm. 1) [12]. B
Tab1. 2 JaHa MaTpuIla raHnupoBanus [12].
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1. ®akTOpHOE MPOCTPAHCTBO OLEHKH CHJIBI

1. The factor space of force assessment

dakTopbl YpoBHU BapsupoBaHus (HaKTOPOB
HanmeHnoBaHme Hatypamenoe | Kommpoanoe
daxTopa 3HAUCHUE o0o03HaYCHNE Xi min Xio Xi max
p dbaxropa ¢axTopa
VYToJ1 KOHYCHOCTH " X 9 4 6
3aroTOBKU
Cropocrs vo Xz 25 62,5 100
JnegopMUpOBaHUS
Koaddurment u X 0.3 0.5 0.7
TPECHHUSI
2. MaTpuna mjiaHupoBaHHs IKCIEPUMEHTA
2. The design experiment matrix
Ne Xo X1 X2 X3
OTbITa

1 + - - - 1050

2 + + - - 2400

3 + - + - 1400

4 + + + - 2900

5 + - - + 1312.,5

6 + + - + 3000

7 + - + + 1750

8 + + + + 3625

OIHOPOIHOCTH OLIEHWBACTCA C MOMOIIIBIO
kputepust Koxpana (0,29). IIpoBepka agexkBaTHO-
CTH TIOJTyYEHHBIX MOJIEIeH BBIOIHSIOCH C TIOMO-
mpto kpurepust Gumepa (0,55). [To pesynpraram

CTaTHUCTUYECKOTO MOJICIHPOBAHUS OBLIO TOMY-
YeHO ypaBHEHHE PErpeccud B KOJIMPOBAHHBIX U
HaTypalbHBIX 3HAYEHUSAX (PAKTOPOB COOTBET-
CTBEHHO:

Y =2179+801X1+239X2+242X3+89X1- X3; (1)

P = 1800 - p+ 302,60 + 256p — 23,41 + 7,35v. @)

BrIinonHeHo MoienpoBaHue BBICAJAKH KO-
HUYECKOH 3arOTOBKH, B XOJI¢ KOTOPBHIX yCTaHOB-
JICHO BJIMSHHUE YTJIa KOHYCHOCTH, pabodero xoxaa
MHCTPYMEHTA, CKOPOCTH J1e(hOPMHUPOBAHUS KOH-
TaKTHOTO TpeHUs. BBIsBIECHO, 4TO IpU paccMaTpu-
BaeMOi cxeMme aedopMupoBaHUs HauOoJbIlee
BIIMSHUE OKa3bIBAaCT M3MEHEHHE YIJIa KOHYCHOCTH
3arOTOBKHM HA CHITy, YTO OYEBHIHO CBS3aHO C M3-
MEHEHHEM KMHEMAaTUKU TE€UYEHUs Marepuaja Mpu

OonpIIMX yriiax KoHycHocTH. [IpuMmenenue 3aro-
TOBOK C YIJIOM KOHYCHOCTH 0oJjiee 3 ° IpHBOJNT K
KpaTHOMY POCTY CHJI J1e()OPMHPOBAHUS U MOXKET
notrpeboBaTth 0oyiee MOIIHOTO 000pYyIOBaHMUS.
YcTaHoBneHo, 4TO peanusalus mnpoiecca nedop-
MHUpPOBaHMS MpU 00Jee HU3KUX CKOPOCTSIX MO3BO-
JISieT CHU3UTH CUJIOBBIE Harpy3Kyd Ha MHCTPYMEHT
Y HEpPaBHOMEPHOCTh HAIPSHKEHHOTO COCTOSIHUSI B
3aroTOBKE.
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CoBpeMeHHble TpeHAbl U NepCcneKkTUBbI pa3BUTUA OOpPaboTKn
MeTansoB AaBneHuem
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Annomayus. Ilepexoonuxu mpybonpogooHsix cucmem AGIAIOMCS 6eCbMa 80CHPEOOBAHHLIMU OeMANAMU 8 Y31aX 08Uea-
meneil. B mpy6onposoouvix cucmemax, pabomaiowux 8 azpecCustbix cpeoax oanHvle, demany mpedyiom npumMeHeHus cneyuaib-
HbIX YBEMHBIX CNIABOS, OMIUYAIOWUXCS BbICOKOU NPOUHOCMbIO. HIX useomosnenue eecoma 3ampyonumenvro. OOHum us apuan-
MOB UX NOAYUEHUS ABNAEMCS 20PAYAS WIMAMNOBKA JNIEMEHMO8 MPY0 8 YCI0BUAX MEONEeHHO20 (opmousmenenus. B cmamove uccre-
006ana onepayus Gopmoodpas0eanus HympeHHe20 YMOoIueHUs Ha MOHKOCMEHHOU KOHUYEeCKOU KOpNnyCcHoll 3azomoske. Llenvio
Gopmuposarus ymonwerHus A61Aemcs No020MoeKa mMopya nepexooHuxa 0 mpyoonpo8oOHbIX cucmem, Npeocmasiaouezo us
cebsl yceueHHblll MOHKOCMEHHbIN NOO OalbHEUUWLYI0 C8APKY ¢ OpY2UMU dNeMenmamu mpyoonposoonuix cucmem. Dopmuposanue
MONUWEHHO20 Kpas Npeononazaemcs npou3e00Uums 4acmuiHoll 0cadkoll mopya 3a20mosku. Beinonneno modenuposanue 0annotl
onepayuu 6 npocpammmom xomniexce DEFORM, 6 xode komopozo npouszsedena oyeHKa IusHus pexcumos oopabomxu u eo-
Mempuy pabouezo uHCMpyMeHma Ha dHep2oCuUno8vle napamempsl npoyecca. Illpeononazaemes, 4mo Mamepuaiom 3a20MmosKu A6-
niaemces mumaroewiu cniag BT6. Ipumensemuiii mamepuan npeononazaem peamsayuio Npoyecca 6blcaoku 6 20PAYUX YCI0BUAX 8
CKOPOCMHBIX YCI08UAX POPMOOOPAZ06aHUSA, 00eCneusaIowux MUHUMATbHbIE CUTbL U ONTNUMATIBHOE HANPAXCEHHOE COCMOAHUE 3a-
ecomoeku. IIpu evicadke 8asiCHO yuumvleames napamempuvl npoyecca, makue Kak 0agienue, memnepamypa u cKOpocmeo, 4mooesl
MUHUMUIUPOBATN UTU U3DEINCAMb NOBPENHCOEHUS 3A20MOBKU. Buinonnen psio onvlmos, 6 xo0e KOMopuixX YCMAHOGIEHO GIUSHUA Yid
KOMYCHOCHU, paboye2o Xo0a UHCIMPYMEHMA, CKOPOCMU 0eh)opMuposanusi KOHMaxKm1o2o mpenus. Buiaeneno, ymo npu paccmam-
pusaemotl cxeme 0eoOpMUposaHus Hauboabuee 6IUsHUe OKA3bIBAeN USMEHEHUE Y2a KOHYCHOCIU 3A20MOBKU HA CULY, YMO OYe-
BUOHO CBA3AHO C USMEHEHUEeM KUHEMAMUKY MeYeHUs Mamepuaia npu 6oasuux yainax konychocmu Ilpedcmaenenul pe3ynbmamaol
MOOenuposanusi npoyeccos 0opabomku memaiios oasietuem. Cpeou paccmMompenHvix 3a0au. U30MepMUYecKkas 0caoka Kobye-
601l 3a20MOGKU, 20pAUAS 0OLEMHAS WMAMNOBKA KOPNYCHBIX 3A20M060K U3 cnaasa BT6, npowiueka 1ucmogo2o memania spawaio-
WUMCA NYAHCOHOM, MPeXeanKko8as 6UHMOoeas npokamxa ¢ yearamu nooayu 12 u 20 °, eopAuas moacmoaucmosas elmsajcka cge-
puyeckoti kpviwiku. Ilokasano, ymo ucnonb306anue Memooa KOHEeUHbIX 2NEMEHNOos 6 peuterue 3a0ay 00pabomxu Memanios 0as-
JIeHUeM No360Jsem yuecms OonblULee KOIUYeCmseo Gakmopos, GIUAIOWUX Ha npoyecc 0OpabomKu, mo echy Noayyums 6o1ee moy-
HOe peulenue, HO €20 MOJICHO UCHONb306AMb ONI5L KOHKPEMHOU 3a20mo6Ku u ocHacmku. Ocobyio YyeHHOCMmb UMEIOmM PeuleHus HOBbIX
MEXHON02UYECKUX 3a0at, NO KOMOPbIM Hem HU IKCHEPUMEHMANbHYIX, HU meopemuieckux Oannvlx. bonvuioe snumanue yoeneno
803MOdHCHOCIU npuMenenus cunomesvl Kupxeoga-Jlasa k onepayusim aucmosoti wimamnosku. OcHosHoe enumanue 6 cmamaue yoe-
JIEHO 20pAYell MOICMOIUCHOBOU 8blmadICcKe chepureckux demanel. Pewena 3a0aua zopaueii auimaicKu chpeputeckol KpbluKu
xkoumetinepa uz cmanu 10, monwunou 8 mm. Temnepamypa nazpesa 3azomosku 1000 °. Moodenuposanue nposoounu 6 2D u 3D,
makoice paccmMompeHsl Bapuanmsl ¢ memparopuyeckol u cekcasopuieckou cemroil. Coenan 61600, YUMo MAKCUMALbHASL MOY-
HOCMb pacuemog noayuena 01 mooenuposanus ¢ 3D ¢ mempasdpuyeckou cemkou. [Iposedeno modenuposanue OMKIOHEHUS
@opmbl nokosku om 3adannou yepmesicom demanu. Ilokasano, Ons nOIyUeHUs. MAKCUMATLHOU MOYHOCHU He0OX00UMO WMAMNO-
8amb ¢ MUHUMATLHO OONYCIMUMOU MeMnepamypou 8 301He Qranya 3a20mosKu.

Knrouesvie cnosa: o6pabotka MeTayuIoB JlaBieHeM, MojenupoBanue, QForm, ropsiuast mucroBast mTaMIoBKa
Jna yumuposanus: Jlapun C.H., IlaceiakoB A.A. TI'opsiuee nedopmupoBaHHe TOPLEBBIX 3JIEMEHTOB KOPITYCHBIX

KOHMYeCKHX 3arotoBok // Haykoémkume TtexHonmormu B MammHocTpoenmn. 2025. Ne 9 (171). C. 10-18
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Abstract. Metal forming simulation data are presented. Among the tasks being viewed are the following: isothermal
yield of a ring blank, drop die forging of body parts made of VT6 alloy, sheet metal piercing with a rotating plug, three-roll
screw rolling with feed angles of 12 and 20 degrees, hot thick-gauge stretching of a spheroidal lid. It is shown that the use of the
finite element method in solving metal forming problems makes it possible to take into account a greater number of factors
affecting metal treatment, that is, to obtain a more accurate solution, which can be used for specific blanks and fitting-outs.
Solutions to new process tasks, which did not have any experimental or theoretical data of particular value before, are given.
Much attention is paid to the possibility of applying the Kirchhoff-Lyav hypothesis to sheet- metal forming operations. The main
focus of the article is on hot thick-sheet stretching of spherical parts. The problem of hot stretch of a spheroidal container lid
made of steel 10, 8 mm thick has been solved. The heating temperature of the material blank is 1000 °. The simulation was
carried out in 2D and 3D, and metal treatment with tetrahedral and hexahedral grids were also viewed. It is concluded that the
maximum accuracy of calculations is obtained for 3D modeling with a tetrahedral grid. The deviation of the forging shape from
the detailed drawing is optimized. It is shown that maximum accuracy requires stamping with the minimum allowable tempera-
ture in the flange area of the blank.

Keywords: metal forming, simulation, QForm, hot sheet stamping

For citation: Demin V.A. Current trends and prospects in metal forming development / Science intensive technology in
mechanical engineering. 2025. Ne 9 (171). P. 10-18. doi: 10.30987/2223-4608-2025-9-10-18

OnHUM U3 OCHOBHBIX HANpaBICHUN pa3BU-
THS OO0pabOTKM METAIJIOB JABJICHHEM SIBIISCTCS
IMPOKOE MPUMEHEHHE MaTEeMaTHYeCKOT0 METO-
JIOB MOJICITMPOBAHUS MTPOIIECCOB MTAMIIOBKH. DTO
MO3BOJISIET CYIIECTBEHHO COKPATUTH CPOKH MTPOCK-
THPOBAHHUS HOBBIX TEXHOJOTHYECKHX IPOIIECCOB U
n30eKaTh JVIMTEIBbHBIX CPOKOB Ha AOPAOOTKY TeX-
HOJIOTHW U OCHACTKH JIJISl TIOJTydeHUsT TpeOyeMoro
KauyeCcTBa 3arOTOBKH.

B Hacrosimiee Bpems, B OCHOBHOM, TpHUMe-

3aJ1a4M. JTO pelleHNEe TOCTABIEHHOM 3a1auu aHa-
JUTUYECKH WIM YUCICHHBIMUA METO/IaMHU.

B kauecTBE NpUMEHEHMS AHAJIUTHYECKOIO
METOZA pElIEeHUs MOCTABICHHOM 3aJauydl MOXHO
npuBecTH padoty [1], B KOTOpoii paccMOTpeH pac-
YeT W30TEPMHUYECKOM OCaJKu KOJBIIEBOM 3aro-
TOBKU. PellleHne BBIIIOJIHEHO C HUCIIOJIb30BAHUEM
SHEepreTudeckoro meroaa. Cxema ocaiku Npea-
cTaBJieHa Ha puc. 1. OLleHKy OBPEXIaEMOCTH Ma-
TepHaa 3aroTOBKU OCYILECTBIISIM 110 YHEPreTH-

HAIOT JBa MOJAXOJA Ui PELIECHUs MTOCTAaBICHHOMN 4ecKoMy U J1e(hOpMallMOHHOMY YpaBHEHHUIO.

Puc. 1. Cxema ocagkm:
a — ToJie; 6 — TUIaH CKOPOCTEH MepeMeIIeHi MaTepraia 3ar0TOBKH

Fig. 1. Stretching scheme:
a — field; b — plan of the speeds of movement of the material blank
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B pesynbprare peuieHus nocTraBieHHOM 3a-
Jla4¥l ONIPENENIINA, YTO JUIS TOpSYEe OCaKU IpH
MaJIBIX CKOPOCTAX Ae(hOPMUPOBAHUS MPOUCXOIUT
CHI)KEHME JaBIICHUS, U TOBPEXKAAEMOCTh Jiehop-
MHPYEMOT0 MaTepHraia MOKET 3aBUCETh OT CKOPO-
CTH OTepaluy UM TOJBKO OT CTeNneHH (HOopMOun3-
MEHEHHUS

BrimonnenHoe pemeHue paboTtaer B AocTa-
TOYHO MIMPOKOM JHANa3oHE MEPEMEHHbIX Mapa-
METPOB IMpoLecca MTAaMIIOBKH, HO IpU Cyllle-
CTBEHHOM YNIPOLIEHUY NTOCTABICHHON 3a/1a4U.

B pabote [2] mpuBeneHbl mpuMephl perie-
HUS pa3JIMYHbIX 33]1a4 JINCTOBOM IITAMITIOBKH C HC-
nosp3oBanreM nporpamm QFORM, ANSYS/LS-
DYNA, AutoForm. Mcnonn30BaHue 4HCICHHBIX
METOJIOB TIO3BOJIET IMOJIy4aTh Oojiee TOUHOE pe-
HIEHUE, HO JJIi KOHKPETHOTO TEXHOJIOTUYECKOTO
nporuecca ¢ GUKCUPOBAaHHBIMU pa3MepaMu U Me-
XaHUYECKUMH XapaKTePUCTUKAMMU.

B craree [3], ¢ wucnosb3oBaHUEM TIPO-
rpamMbl Deform, mpoBeeHo rccnenoBanue ropsi-
4yeit 00beMHOM IITAMIIOBKH KOPITYCHBIX 3aTOTOBOK
u3 ciaBa BT6 B n3orepmuueckux ycnosusix. Pe-
HIEHWE MPUTOJHO IS TIOKOBOK, KOTOpbIE nedop-
MHUPYIOTCSI IO CXE€Me€, MPE/ICTABIIEHHON Ha puC. 2.
Crnenyer OTMETUTh M B 3TOM CIIy4ae peLICHUE
MNPUTOJHO JUUIi KOHKPETHOM olepanuu U 3aro-
TOBKH, U3 ciuraBa BT6.

-

Puc. 2. Cxema onepanumn

Fig. 2. Operation diagram

OCcoOCHHOCTBIO JTaHHOW PaOOTHI SIBIISETCS
TO, YTO C HCIIOJIb30BAaHHEM METOJIOB TUTAHUPOBa-
HUS DSKCIICPUMEHTA, MPOBOJUTHCS MaTeMaTHde-
CKHH JKCHEPUMEHT. DTO TMO3BOJSET IMPOBECTU
«OKCTIEPUMEHT» HE B TPEX TOUYKAX KaXIOW IO3H-
MU TJ1aHa, KaK PEeKOMEHJ0BaHO B [4], a cye-
CTBEHHO YBEJIMYUTH KOJMYECTBO MapaJljIeIbHBIX

OIBITOB, B KYKJOM TOYKE IUIaHa dKCIepuMeHTa. B
pe3ynbTare MOJIYy4YeHO YpaBHEHUE perpeccum,
YUUTBIBAIOIIEE BO3MOXKHOE HM3MEHEeHHe Kod(p¢u-
[IUEHTAa TPEHHS, BBICOTHI (HOPMOOOPA3YIOIETO
y4acTKa U CKOPOCTh NIEpEeMEICHHsI TyaHCOHA.

Ha ceromnsimamii nenp Hambosee axTy-
aIbHO CO3[]aHME W SKCIUTyaTalusi POCCHHCKHX
nporpamm, Hanpumep, Takux kak QForm. Ilpo-
rpamMma IO3BOJIIET MOJIEIUPOBATh OA30BbIE MPO-
11ecchl 00pabOTKH METAJIOB JaBICHUEM:

» KoBka. 'opsigast oObeMHasi IITaMITOBKA.
XonoaHas 00beMHas ITaMITOBKA.

» JIuctoBas MTaMITOBKA — JOTMOJIHEHHUE K Oa-
30BOMY MOJYJIIO.

* [IpeccoBanue mpoduneii.

e PackaTka koJelr.

* TepmMo0oOpaboTKa — MOJIEIUPOBAHUE TIPO-
1IECCOB M3MEHEHHUS MUKPOCTPYKTYpHI B Ipoliecce
TEpPMOMEXaHUYECKO 00pabOTKH cTayel, HUKee-
BbIX, TUTAHOBBIX, AJIFOMUHUEBBIX U APYTUX CILIa-
BOB.

* BunroBas mnpokatka — JONOJHEHHE K
0a30BOMY MOYIIIO.

* [IpononbHas M peBepcUBHAs MPOKATKA —
JIOTIOJTHEHHE K 0a30BOMY MOJTYIIIO.

Hawnbonee moHO mporpaMMHBIA KOMILICK-
com QForm nipencrasien B pabote [4]. OcHOBHOE
BHHUMaHUE YyJIeJIeHO OCOOCHHOCTSIM KOHEUHO-3JIe-
MEHTHOTO MOJICIIMPOBAHUS IPOIECCOB Tropsiueit
00BbeMHOM MITaMITIOBKH W KOBKHU. [logpoOHO pac-
CMaTpHUBAETCS MEXAaHMU3M IUIACTHYECKO aedop-
Maliy METaJIJIOB, OCHOBHbBIE MOJIOKEHUS METO0/1a
KOHEYHBIX JJIEMEHTOB, MEXaHUKa IIACTUYECKON
nedopmaruu U TemMreparypabie 3QpGeKTsl Corpo-
BOXKJIAIOIIME TMpollecC ITaMIOBKU. OcCBeUICHBI
0COOEHHOCTH TPHMEHEHHs] MEeTOJa KOHEUHBIX
31eMeHTOB B niporpamme QForm.

Haubonee s dexkTuBHO nprMeHeHne Mate-
MaTHUYECKOr0 MOJAETUPOBAHUS ISl U3yUYEHUS HO-
BBIX IPOLIECCOB 00PAOOTKU METAIIIOB JJABIICHUEM.
B kauecTBe mpumepa MOXKHO MPHUBECTH paboTy
[5], B KOTOpO#l paccCMOTpPEH MpoLEcC MOTyUCHUS
OTBEPCTUM BpalaronmMmcs myaHconoM. [Ipu Bpa-
IICHUU TyaHCOHA, 32 CYET TPEHUs, MPOUCXOIUT
HarpeB 3aroTOBKHU U MPOUCXOAUT ropsidasi 00beM-
Has MITaMITOBKA.

OTUM c1ocob6OM MOJTy4YeHbI OTBEPCTHS B 3a-
roroBkax u3 cmiasa XH62BMIOT-B/I, xoTopsiit
HE MOoJJaeTcsi OOBIYHOMY CBepiieHUI0. B pesyinb-
TaTe MaTEeMaTHYeCKOT0 MOJCIUPOBAHUS ObUIH
HalJEeHbl ONTUMAJbHBIE YacTOThl BpalllEHUs

HaykoéMmkue TeXHOJIOrHM B MamInHOCTpoenun, Ne9 (171) 2025
12 «Science intensive technologies in mechanical engineering», Ne9 (171) 2025



TexHonorus u 060py1oBaHue 00pPaAGOTKH METAJJIOB JaBJIeHUEM
Technology and equipment of metal processing by pressure

nyaHcoHa, okosno 15000 06/MuH, KOTOpBIE MTO3BO-
JSFOT TIOJIYYUTh B odare aedopMary TeMiepa-
Typy 6mm3kyto k 1600 °C.

Ha puc. 1 nokazaHo u3MeHEHHE Temrepa-
TYPHOTO TIOJISL B TIpoliecce mpomuBku. Ha puc. 1,
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MPEJCTAaBICHO HayaJllo Ipolecca (Temreparypa
1420 °C), na puc. 1, 6 — cepeauna mporiecca (TeM-
neparypa 1579 °C), na puc. 1, 6 — KoHel mporecca
(Temneparypa 1488 °C).
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Puc. 3. U3mMeHeHne TeMnepaTypHOro noJjs B npounecce NpoImuBKH

Fig. 3. Temperature field change during the mold punching

B paGote [6] mpuBemeHO ucciaeAOBaHUE
TPEXBAJIKOBOM BUHTOBOW IIPOKAaTKH C IPUMEHE-
HueMm QForm a1 MosiepoBaHus IpoIeccoB 00-
paboTKH METayuIoOB JaBlieHuEeM. MojenupoBaHue
MO3BOJIUJIO TIPOBECTH OLEHKY JehOpMHUPOBaH-
HOTO, KHHEMAaTH4E€CKOr0 U TEIJIOBOI'O COCTOSTHUS
3arOTOBKH.

MopenupoBaHue IpOBEIH [t KOHKPETHOTO
crana MUCHC-100 u yriax nojgayu BainkoB 12 u
20 °. B xauecTBe 3aroTOBKU ObLI 3aJI0KEH MPYTOK
n3 cramu 45. CKOpoCTh BpaIllEHUS BaJIKOB
90 06/mMuH. Tpenue 3amgano no 3ubemnto, (pakTop
TpPEeHMsI He BapbUPOBAJICS U paBHsUIICS TpeM. B pe-
3yJbTaTe MOIYyYEHO I0JIe HAKOTUIEHHOM aedopma-
uu 1o o0beMy TOKOBKH (puc. 4). M3menenue
HAKOIUICHHOH AedopMaIrii 1o AJIMHE 3arOTOBKU
JUISL pa3JIMYHbIX YIJI0B MoAa4u BajioB B 12 u 20 °,
IIPUBEJICHO Ha pHUC. 5.

HakonneHHasa
AedopmMaums
4,0

30
e e 2.5

p=12°
20
15

B=20°
10
05

0,0

Puc. 4. Ilone pacnpenejieHusi HAKOIJICHHOW Aedopma-
MU B 3arOTOBKe IOCJIe MPOKATKH NPH yIJax NOJa4u
BankoB f=12°u f=20°

Fig. 4. The distribution field of accumulated deformation
in the blank after rolling at the angles of a roller feed
p=12°up=20°
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Puc. 5. U3meHeHHe HAKONJIEHHOM AedopManum 1o JJiuHe
3arotoBku B 1eHTpe (1) m Ha moBepxHocTH (2) mpu
NMPOKaTKe C YIJIoM mojaauu Bajakos 12 ° (a) u 20 ° ()

Fig. 5. Change of accumulated deformation along the
length of the blank in the center (1) and on the surface (2)
during rolling with a roll feed angle of 12 ° (a)
and 20 ° (b)

KomnproTepHoe MoaenupoBaHHE TpexBall-
KOBOW BUHTOBOH IPOKATKYU IO3BOJIWJIO ITOJTY4YUTh
cHikeHue Ha 33 % cpemnHeKBagpaTUYECKOro OT-
KJIOHEHHUs HAKOIUIEHHOM nedopManuu U TOJy-
YUTH MMOKOBKU C 00Jiee OJHOPOTHOU CTPYKTYpOIA.
W3meHneHue yria nosayu BaJIKOB YMEHBIIAET JUa-
Ma30H U3MEHEHUs TeMIepaTyphsl B 00beMe 3aro-
TOBKU. ITO OCOOCHHO aKTyaJbHO AJI MaTepUaloB
¢ HEOOJBIIMM JMANA30HOM KOBOYHBIX TeMIIepa-
Typ. OZIHaKoO cllefyeT OTMETUTh, YTO IIOJyUEHHBIE
pe3yJIbTaThl aKTyaIbHBI ISl CTAIH 45, 1 YTJI0B MO-
nady BaikoB ¢ 12 o 20 °.

B nocnennee Bpems poccuiickasi KOMIIaHUS
000 «KBantop®opm», pa3paboTUUK IPOrpPaMMBbI
QForm, mpuctymwia k pa3paboTKe MpOorpaMM-
HOTO Moayis «ToacTonucToBast IITaMIOBKA.

Ha ceronnsmnuii AeHb CyIIECTBYIOT U APY-
rue nporpammsl, Hampumep AutoForm, PAM-
Stamp, s MOAETUpPOBaHUS JIMCTOBOW INITaM-
noBKku. Bce oHn Mozenupyrot mporiecc 6e3 yuera
HarpeBa 3aroTOBKU M 0a3HMpYIOTCS Ha THIIOTE3ax
Kupxroda-Jlsnsa, KOTOpBIE SIBJISIFOTCSI

0000I1IeHUEM TUITOTE3bI IUIOCKUX CEYCHUI TEOpUH
0aJIOK B COIPOTUBIIEHUHN MaTepuasioB. B yuebHOM
nocobun [7] ykazaHo, 4TO OCHOBHBIC YpaBHEHUS
JUIS aHaju3a IPOLIECCOB JIMCTOBOM IITaMIOBKU
BBIBEJICHBI C MUCIOJIb30BAHUEM TEXHUYECKOM TE€O-
puu 000J1049€K, KOTOpask TO’KE OCHOBaHA Ha TUIIO-
te3ax Kupxroda-JIsBa u panuycsl KpUBHU3HBI Cpe-
JTUHHON TIOBEPXHOCTH R 3HAYUTENHHO OOJIbBIIE
TOJIIIIMHBI 3aTOTOBKY 5. B xHure [8], ckazaHo «3a-
KOH IUTOCKUX CEUYCHUI HE COOTI0AeTCs, MOy ICH-
Hble Ha OCHOBE BBIBOJABI OKAa3bIBAIOTCS BeChMa
TOYHBIMH (€CITH, KOHEeUHO, A/l K 1), rme h — mak-
CUMaJbHBI pa3Mep MONEPEUHOro CEUYCHUS;
[ — nuHA CTEPKHS.

B cooTBercTBUU C OrpaHMYEHHUSMU Ha HC-
XOJIHBIE pa3Mephl 3ar0OTOBKU MPUHUMAETCS B Kaue-
CTBE 3arOTOBKH MOBEPXHOCThH HYJIEBOU TOJIIIUHBI.
Korna npu noctpoeHnu Moie HITaMIIOBKH B T1a-
kerax AutoCAD, KOMIIAC-3D, SolidWorks
MPOUCXOJUT MpeoOpa3oBaHUe B JIUCT, (haKTHde-
CKM 3aMEHSIOT JIUCT Ha MOBEPXHOCTh C HYJIEBOU
TOJIIHAHOM.

JInst TMCTOBOM IITAMIOBKHA B IOCJIEIHHUE
roJbpl TPUHATO, 4TO THNOTe3bl Kupxroda-Jlssa
BBITIOJIHSIFOTCSL TIPU  COOTHOIIEHMU Rls > 5.
[loaTomMy Jydiie HMCHOJB30BAaTh MPOTPamMMy
QForm ms 3agau, korma R/s < 5, Tak Kak B 3TOM
porpaMMe Mbl MOKEM YBEIUYUTh KOJIHUYECTBO
3JIeMEHTOB 10 TomuHe. [Ipu 3ToM HEoOX0oauMO
YUYUTBIBaTh, YTO JJIs PEIICHUS] MOCTaBICHHOM 3a-
Ja4¥ 3TOM MpOorpaMMoil HEOOXOJMMO HCIOJIB30-
BaTh MUHUMYM IISITh 3JIEMEHTOB IO TOJIIMHE, YTO,
COOTBETCTBEHHO, MPUBOAUT K CYIIECTBEHHOMY
YBEJIMYEHUIO KOHEYHBIX 3JEMEHTOB W BPEMEHH
cuera.

B pabote [9] paccMOTpeHBI BO3MOXHOCTH
MHTEHCU(UKAIIUH TOpsYEH JIMCTOBOH IITaMIIOBKU
nuul. CrenaH BBIBOJ O TOM, YTO CO3JJaHUE TPaiu-
€HTa TeMIIepaTyp IO MOBEPXHOCTH 3arOTOBKH 1103~
BOJISIET TIOJy4UTh O0Jiee paBHOMEPHOE pacrpee-
JIEeHUE OTHOCUTENBHOH JeopManuu 1Mo TOIIUHE.
DTO TO3BOJIIET CHU3UTH BEC 3arOTOBKH, obOecrie-
YUTh CTa0MJIBHOCTh KOHCTPYKTHUBHOW MPOYHOCTHU
uznenus. CeroAHsl u3-3a YTOHEHHs 3arOTOBKU B
MPOILIeCCe MITAMITOBKH, PU BEIOOPE TONIIUHBI 3a-
FOTOBKM K  3aJaHHOM  TOJIIMHE  JETalH,
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no6asisiercst 15 %. [loaromy nmonyueHue neTainu ¢
MUHUMAIBHONH OTHOCUTENBHOHN Aedopmaliieit mo
TOJIIIMHE ABJISETCS aKTyaJbHOU 3a7a4eil.

Ha puc. 6 npencraBieHO MOAEIMPOBAHUE
ropsiyeil TMCTOBOM IITAMITOBKH sl CPepruIecKOit
KPBILIKY KOHTEHHEpa.

Puc. 6. Kpbimka koHTeiiHepa

Fig. 6. Container lid

Kpsika n3roraBnuaercs us craiu 10, To-
mHOM 8 MM. 3arotoBka umeet guametp 1500 mm.
HarpeB 3arotoBku npoBOAWIICS 10 TEMIEPATYpPhI
1000 C°. PacueTHbIit K03 GUIIUESHT BBITSIKKH 1,5.
KonnuecTBO 3JIEMEHTOB 110 TONIIUHE &.

beimo mposeneno mopenupoBanue B 2D u
3D, npomozenupoBaHbl BAPUAHTHI C TETpadIpHye-
CKOM M TeKCa’ApUYECKOM CETKOM, a Takxke C
HarpeBOM BCel 3arOTOBKH U TOJIBKO IOBEPXHOCTH,
HaxoJsIIencs Mo MPUKUMOM.

PaccMoTpuM BBITSKKY MTPU MOJTHOM HarpeBe
3aroToBKH. Harpes 3aroToBKy MOJIEIHPOBAIN AJIs
ra3oBoil meur. MojenupoBaHHUe paclpeaeICHUs
TEMIIepaTyphl MO JETaIM MO0KA3aJl0, YTO MO MpH-
XKUMOM Temmepatypa cHuwxkamace c¢ 1000 mo
600 C°. DTo moTpedOBAIO UCIOIH30BAHUE KPHU-
BBIX YIIPOYHEHUS JUIsl JOCTATOYHO IIUPOKOTO AHA-
nazona temmneparyp. C y4eToMm TOro, 4yTo B Jalib-
Helmem OyaeM HarpeBaTh TOJBKO (uiaHel, Hc-
MOJIb30BAJIUCH KPUBBIE YIIPOUHEHUS B AHAMa30He
ot 30 no 1000 C°.

B pesynbraTe nmonyuunu ciegyroliee ume-
HEHUE OTHOCUTENILHON AeopMaIiu 1Mo TOJIIUHE

(puc. 7).

Haalwar wynelaos mmus

x| |

Puc. 7. MopenupoBanue 2D npu HarpeBe Bceii
3aroTOBKH

Fig. 7. 2D modeling during heating of the entire blank

PeByHBTaTBI MOZACIINPOBAHUA ITOKA3bIBAIOT,
YTO MaKCHUMaJIbHOE YTOHEHHE 3arOTOBKU MPOMC-
XOJUT B LIEHTpe cdepsbl u paBHsaeTcs 8,7 %, 4To He
COOTBETCTBYET pe3yJbTaTaM 3aMepOB MOJO00HBIX
000J104€K Ha MTPOU3BOJICTBE (pHC. §).

Yenolinas_wyaedan sunus

Puc. 8. XapakrepHoe OTHOCUTeIbHOE H3MEHEHHE
TOJINMHBI CTeHKH [JHUIN TIpH Tropsiyeil JHCTOBOM
IITAMIOBKE

Fig. 8. Characteristic relative change in the wall
thickness of the bottoms during hot sheet stamping

ITpuBenem npumep moaenuposanus B 3D ¢
TETPAIPUUECKON U TeKCAdIPUUECKON ceTkor. B
pesysibTate MoaenupoBanus B 3D ¢ rekcasnpuue-
CKOM CETKOW IOJIyYWJIM pe3yibTaT, MOKa3aHHbIN
Ha puc. 9.
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Puc. 9. Monennposanue 3D ¢ TeTpasapnyeckoii ceTkoi
NpH HArpeBe Beell 3ar0TOBKU

Fig. 9. 3D modeling with a tetrahedral grid when the
blank is heated entirely

B nanHOM ciiy4ae MMHUManbHas OTHOCH-
TesbHas AedopmMarius 1Mo TOJIIMHE MOJydyeHa He
0 LIEHTPY C(EepBl, YTO Jy4IlIe COOTBETCTBYET pe-
3yJbTaTaM, IOJyYE€HHBIM Ha mpousBozactse. On-
HAaKO CMyIAeT MHUHMMAJIBHOE YBEIMYEHUE TOJI-
IIMHBI Ha Kparo (hiaHma. 31ech JOMKHO ObITh MaK-
CUMaJIBHOE YBEINYECHHE TOJIIIMHBI 3arOTOBKH.

Pesynpratel mMonenupoBanus 3D oTHocu-
TEJIBHOM JieopMaliuy 1o TOJILUHE C TeKCadIpH-
YECKOM CETKOM IIpU HarpeBe BCEH 3arOTOBKU II0-
Ka3aHsbl Ha puc. 10.

«125%

Q1%
B el

Staofea myachor s Sy .y

Puc. 10. Mopeamposanue 3D ¢ rekcasapuieckoii ceTkom
NpH HArpeBe Beell 3ar0TOBKU

Fig. 10. 3D modeling with a hexahedral grid when the
blank is heated entirely

AHanu3 pe3ynbTaToB MOAEINPOBAHUS IIOKa-
3BIBAET, YTO B JAHHOM CIIy4ac MaKCUMaJIbHOE YTO-
HEHUE 3aroTOBKU CYIIECTBEHHO CMECTHJIOCH OT
LeHTpa cepbl U HET YBEIMYEHHs TOJILIMHBI Ha
¢mnanne. [losTroMy MOXHO chenaTb BBIBOJ, YTO
JIy4IIMEe PE3yJIbTAThI TOJIy4YEHBI ISl MOJEIUPOBa-
Hus 3D c TeTpasapudeckoil ceTKoi.

PaccMOTpuM BBITSKKY ¢ HarpeBOM TOJIBKO
4acTH 3arOTOBKH, KOTOpasl U LITAMIIOBKE HAaXo-
IUThCs Tof npukuMoM. CHoBa Oy1eM MOJIEIHUpO-
Batbcs B 2D u 3D BapuaHThI ¢ TETpasgpUUECKOi U
reKcaj’ApUYECKON CETKOI.

IIpencraBuM fBa BapuaHTa MECTHOTO
HarpeBa: MHAYKIMOHHBIA HArpeB U Ta3oBOM TIoO-
penkod. MHAYKIMOHHBIM HAarpeB IMO3BOJISIET
YMEHBIINTH BpeMs Harpesa, 4To IPHUBEIET K I10-
BBIIIEHUIO [TPOU3BOJUTEIBHOCTH U YMEHBILIEHUIO
OTeph Ha oKanuHy. Ho npu Harpese npoucxonuT
KOpOOJIeHHE 3aroTOBKHM, YBEIHUYUBACTCA 3a30p
MEXJly 3arOTOBKOM M HHAYKTOPOM, YTO IPUBOJUT
K cymectBeHHOMY cHkeHuto KIIZ[. IToaromy
pacueTr NpOBEACH IPH HArpeBe KOJBLEBOM raso-
BOM ropenkou. IIpu 3TOM y4UTBIBAJIOCH, 4TO B
QForm ectb MoOmynp HarpeBa W OXJaXKACHUSA
crpeliepamMy, MOAETUPYIOLUIMMH TOPEIIKH.

Pe3ynbraTsl MOAEIMPOBAHUS BBITSKKH Ce-
pudeckoil neranu B 2D ¢ HarpeBOM TOJIBKO
(bnaH1a 3arOTOBKYM MOKa3aHbI HA puc. 11.

Yeaolwan wyredas ams

Puc. 11. Monesimposanne 2D nipu Harpese ¢uiaHIa 3aroTOBKH

Fig. 11. 2D modeling during heating of the blank flange

B nanHOM ciiydae, Kak U IIpU HarpeBe BCeu
3aroTOBKH, MAKCHUMAJIbHOE YTOHEHUE HAXOIUThCS
B LIEHTpEe c(epbl, 9TO HE COOTBETCTBYET (PU3UKE
nporiecca.
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MonenupoBaHue Topsuei BHITSHKKH cepu-
geckout meramm B 3D. Tak kak B QForm ectb Mo-
IyJib MOJEIMPOBAHMS HarpeBa crpeiepamu, TO
OBLIO TPOBEACHO MOJETMPOBAHHWE HarpeBa Ha
yuactke oT 1280 mo 1500 mM. Beuia coszmana
rpyIIa CIperiepoB Mo KPyroBOMy MAaCCHBY B KO-
muyectBe 60 mT. [lomyyeHo pacnpeneneHue TeM-
nepaTyphbl B 3arOTOBKE U IIOCJIE IITAMIIOBKH.

Hns monenupoBanust 3D ¢ Terpa’dapuye-
CKOW CETKOW MpU HarpeBe TOJIbKO (praHIia 3aro-
TOBKH, IIOJTyYEHO CIIEAYIOLIEE pacIpeIeIeHUE OT-
HOCHUTEJIbHOU AedopManuu 1o ToiauuHe. Pe3yb-
TaT pacyeTa oKa3aH Ha puc. 12.

Puc. 12. MoaenupoBanue 3D ¢ TeTpadapuyeckoi ceTKoM
npu Harpese ¢uiaHIA 3aTOTOBKHU

Fig. 12. 3D modeling with a tetrahedral grid during heat-
ing of the blank flange

st Tekca’ApUyYecKOr CETKU Ppe3yJIbTaThl
pacuera nokasaHsl Ha puc. 13.

Puc. 13 Mopennposanue 3D ¢ rexcadipuyeckoi ceTkom
npu Harpese ¢uiaHIa 3aTOTOBKH

Fig. 13 3D modeling with a hexahedral grid during
heating of the blank flange

CHOBa MOXXHO YBHJETb, YTO MOEIUPOBA-
Hue 3D ¢ TeTpasapuyecKoil CETKON JaeT pe3yib-
TaThl, KOTOpPbIC Jy4YIlle KOPPETUPYIOTCS C JaH-
HBIMH, [TOJTyY€HHBIMH Ha TPOU3BOJICTBE.

OnHUM U3 OCHOBHBIX TPEOOBaHUI K MOKOB-
KaM MOJ00HOro poja — 3TO JOIMYCK Ha pa3Mephl,
ornpenensonme GopMy NOKOBKU. B manHOM ciy-
yae MaKCHUMaJlbHOE JIOMYyCTUMOE OTKJIOHEHHE
dopmbr 6 mm. T[ToaTOMy OBUTIO TIPOBEACHO UCCIIE-
JIOBaHME Ui ONpeJesieHus 0O0JacTH HarpeBa u
TeMIepaTypbl, A 00ecredeHnss MUHUMAJIbHOTO
OTKJIOHEHHSI (JOPMBI MOKOBKH OT 3aJlaHHOM Teo-
METpuu. MojaenupoBaHue NOPOBOIWIM IS
Harpesa KoJiblia ¢ paaunycamu ot 620 1o 750 MM 1
temneparypax ot 1000 go 500 °.

[TomydeH pe3ynbTar: OTKJIOHEHHE OT (POPMBI
YMEHBIIIACTCS TIPU CHIDKCHHH TEeMIIepaTyphI
HarpeBa, npu temieparypax ot 350...360 °, Ho
COCTaBIISICT 8 MM, YTO HEIOIYCTHMO IO TeXHUYE-
CKHM YCIIOBHUSIM Ha IMOKOBKY.

B xome mocnenyromero MoAeTUpOBaHUS
YCTaHOBJIEHO, YTO MPHU POCTE ydacTKa Harpena ot
1180 no 1500 MM oTKIOHEHHE POPMBI UAET B Xy~
IIyI0 CTOpOHY, a IpU HarpeBe [0 JIuameTpa
1220 MM TOYHOCTH (POPMBI CTAHOBUTCS OJIMKE K
nckoMoi. [TorTomy npu OKOHYATETEHOM MOJIETHU-
poBaHMH ObLIIa yMEHbIIIEHA TEMIIEPATYpa U BapbU-
poBajiach 00J1aCTh HarpeBa Ha PacCTOSTHUM OKOJIO
1200 MM, 4TO MO3BOJWJIO MOJYYUTh KAaUECTBEH-
HYIO TIOKOBKY.

AHanu3 TMONYYCHHBIX PEUICHUH TOKa3bl-
BAaET, CYUIECTBEHHOE BIUSHUE MPUHSITHIX MPU MO-
JNENUPOBAaHUM JONYyINEHUH Ha pesynbsraT. llo-
ATOMY HEOOXOAMMO OYEeHb OCTOPOXKHO OOpa-
IaThesl C MapaMeTpaMu TEXHOJIOTMYECKOro IMpo-
1ecca, MPUMEHSIEMBbIMU B MOJICTTMPOBAHUH, TOMHS
BBIPAKEHHE, YTO «ECIIH 3aJI0KUTh B MEJIbHUILY Jie-
Oeny, MyKa He MOJIyYUTCSD».

[Ipy mpuMeHEeHHH CYUIECTBYIOIIUX MpPO-
rpamMMm Ui MOJAETMPOBAHMUSA MPOIECCOB 00Opa-
OOTKHM METAJIOB JAaBJICHUEM HEOOXOIUMO YUUTHI-
BaTh JJOCTATOYHO OOJBIIYIO UX CTOMMOCTb, KOTO-
pasi MOXKET JIOCTUraTh JECSATKOB MUJUIMOHOB PyO-
neil. Kpome 3TOro, Ha UpPEANPUSATHH TOJDKHBI
OBITH BEICOKOKBATM(PUITMPOBAHHBIE KAPbI, YMEIO-
1€ NMPaBUWIBHO MPUMEHHUTD 3TOT OYEHb JIOPOTOH
U CJIOKHBIN MHCTPYMEHT.

B cBsi3u ¢ 3TUM, B pa3BUTHIX CTpaHaX CyIIe-
CTBYET MPAaKTUKA MOKYIKU «BPEMEHHOI» JHIIeH-
3UM, KOTOpAs MO3BOJIAET MPH TOSBICHUN HOBOU
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ACTAJIK MPOBECTU MOACIIUPOBAHUC U COKOHOMUTDH
CYIIECTBEHHBIE CPE/ICTBA.

JpyruM HarpaBi€HUEM INPUMEHEHHS KOM-
IBIOTEPHOTO MOJICTTMPOBAHMS MOXKET OBITH CO3/1a-
HUE MaJIbIX NPENIPUATUH, KOTOPHIE BBIIOJIHIN
3aKa3bl 10 MPOSKTHPOBAHUIO HOBBIX TEXHOJIOTH-
Yyeckux npoueccoB. OCHOBHOHM MPoOIeMOii B 3TOM
cllydae, ¢ TOYKH 3pEHHS aBTOPa, 3TO (PaKTHIeCcKoe
OTCYTCTBUC OTBCTCTBCHHOCTHU 3a MPCAJIOKCHHOC
penieHue.
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Mopdonorusa cTpyXKkm 1 MexaHu3am M3Hoca paboumx nnowanok
TBEépAocnfiaBHON KOHUEeBOM chpe3bl Npu o06padboTKke cnnaBa UHKOHeNb 625,
nosly4eHHOro no agaAuTMBHOM TexHonorum EBAM
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Annomayusn. B pabome npedcmasnenvl pe3yibmamol IKCNEPUMEHMALbHBIX UCCIO08AHUL MOPDOIO2UU CIMPYIHCKU U Me-
XAHU3MA UBHOCA, 603HUKAIOWUX NPU (pe3eposanuu cniasa uHkouenb 625, nomyuenno2o no adoumuenol mexronozuu Electron
Beam Aadditive Manufacturing (EBAM). Obpasey 6vi1 nonyuen uz nposoioKu Ha SKCNEPUMEHMATIbHOU YCMAHO8Ke ¢ NPUMeHe-
Huem ompabomanHvix mexmoaocuyeckux pexcumos. C ucnonb3oeanuem ammecmosanto20 AHAIUMULECKo20 000py008aHUs.
npouseedeHo UzyyeHue MUKpOCmMpyKmypul u U3UKO-MeXaHuyeckux Xapakxmepucmux oopazya uz unkouens 625. B kauecmee
peodicyujeco UHCmpymMeHma Ovliu UCHOIb308AHbI MEEPOOCHIABHbIE KOHYE8ble (pe3sbl, 00pabomKa 8eaach 6e3 ¢ cCMA304HO-0Xaa-
arcoarowets HCUOKOCMU RO cXeme 6CIMPeUHO20 (ppe3eposanusi NONepEeK HANPAGLeHUsl CUHMe3a npu A0OUMUGHOM NPOU3EOOCHEE.
B xo0e sxcnepumenmog omobupanu cmpysicky, KOmMopylo 3amem Uccied08dnu ¢ NPUMEHEHUEM CKAHUPYIOue20 3JIeKMpPOHHO20
murpockona (COM) u obopydosarnus 011 penmeenocmpykmyprozo ananusa (PCA). Habarodenuem u ananuzom HeuiHe2o 8uod
CMPYIICKU NPU PA3TIUYHBIX YEETUYEHUSIX OMMEUEHO USMEHEeHUe e€ (opMbl U yeeluyenue Cmenenu niacmuyeckoll depopmayuu 6
3a6ucUMoCmu Om uHmMeHcupuKrayuu pexcumos pesanusi. [loopobnoe uccredosanue na COM npupesyo6oii CmopoHbl CmpyicKu
NOKA3a0, YMO C NOGLIUEHUEM PEICUMO8 Pe3aHUsl HAOM00Aemcs YCUEHHbLIL RePeHOC 3Eper UHCMPYMEHMAIbHO20 Mamepuand
WC na nogepxnocme CmpysucKu, Ymo A678emcs noKa3amenem YCKOPEHHO20 USHOCA U NPEHCOe8PEMEHHO20 8bIX00d U3 CIMpPOsi
PedACYWUX KPOMOK 30 CHEM pa3ynpoyHeHus Kobanbmosotl ceasku. Taxoce npu uzyueHuu pejrcyuyux KpoMox (hpesvbl Memooom
PCA 6vLu obnapyscenvt crosicuwiti kapouo Cr23C6 u unmepmemannud NiW, komopwvie npusoosm K uHmeHcuGurayuy usHoca
pabouux niowadok gpesvl. Hzyuenue ocobennocmeil U3HOCa paboyux niowadox pexrcyuux UHCMpYyMenmos u Gopmupyemot 6
npoyecce 06pabomKu CmpyjicKu n0360J15em Gblpabomams peKoMeHOAYUY N0 NOBLIUEHUIO USHOCOCHOUKOCTU U ONPeOesieHUIO
PAYUOHATILHBIX PEANCUMOB IKCIILYAMAYULL.

Krouesvie cnosa: EBAM, ¢dpesepoBanue, HHKOHENB 625, CTpyKKa

bnazooapnocmu: pabota BbInoHEHA 1IpU (GUHAHCOBOW mojnepkke Poccuiickoro nayunoro ¢onna, nmpoekt Ne23-79-
10166 (https://rscf.ru/en/project/23-79-10166).
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TexHOJ0rul MeXaHHYeCKOoM 06pa60TKn 3aroToBOK
Technologies of mechanical processing of workpieces
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Chip morphology and wear process of the operating floor of a carbide
end mill in the treatment operation of inconel 625 alloy obtained
through EBAM additive technology
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Abstract. The paper presents the results obtained in experimental studies of chip morphology and wear process that
occur during milling of inconel 625 alloy obtained through additive technology Electron Beam Aadditive Manufacturing
(EBAM). The sample was obtained from a wire in a pilot installation using proven technological modes. The microstructure
and physical and mechanical characteristics of the inconel 625 sample were studied using certified analytical equipment.
Carbide end mills were used as a cutting tool, machining was carried out with no coolant according to the counter milling
operation across the synthesis direction in additive manufacturing. During the experiments, chipping was selected, which
was examined after that using a scanning electron microscope (SEM) and X-ray diffraction analysis (XRD) equipment.
Observation and analysis of chipping at various magnifications showed a change in its shape and an increase in the degree
of yield strain depending on the intensification of cutting modes. A detailed study with the help of SEM for the cutting side
of the facing showed that with increasing cutting modes, increased grain transfer of WC tool material to the facing surface
is observed. This is an indicator of accelerated wear and premature failure of the cutting edges due to softening of the
cobalt binding agent. Also, when studying cutting edges of the milling cutter using the XRD method, complex Cr23C6
carbide and NiW intermetallic compound were found. They contribute to increased wear on the milling cutter operating
floors. The study of the wear characteristics of the operating floors of cutting tools and facing formed within machining
operation allows making recommendations for improving wear resistance and determining rational operating modes.

Keywords: EBAM, milling, inconel 625, chipping/facing

Acknowledgments: The work was carried out with the financial support of the Russian Science Foundation, project
No. 23-79-10166 (https://rscf.ru/en/project/23-79-10166).

For citation: Babaev A.S., Kozlov V.N., Savchenko N.L., Ovcharenko V.A., Belchikov I.A., Semenov A.R. Chip mor-
phology and wear process of the operating floor of a carbide end mill in the treatment operation of inconel 625 alloy obtained
through EBAM additive technology / Science intensive technologies in mechanical engineering. 2025. Ne 9 (171). P. 19-30.
doi: 10.30987/2223-4608-2025-9-19-30

BBenenue MCTOYHUKA HAarpeBa UCIHOJB3YETCs AJIEKTPOHHBIN
My4oK. Beicokass CcTaOMIBHOCTH WHTEHCHBHOCTH
MOIIIHOCTH My4Ka MO3BOJISIET PACIIABIATH IPOBO-
JIOKY, MOJIaBaéMy1o B 30HY HarpeBa [2, 3]. TexHo-
noruss EBAM mupoko npumeHseTcst B pa3anuHbIX
OTpacJIIX IPOMBIIIIEHHOCTH, TAKMX KaK a3pOKOC-
MUYecKasi, JBUTaTejge- U aBTOMOOWJIECTPOCHUE
[4]. OmHako CJIOXXKHBIE SIBJICHHUS, BO3HUKAIOIIUE
n3-3a KOJieOaHWHM TMIOJIeH TeMIiepaTypbl W, Kak
CJIE/ICTBUE, MEHSIOLIMECS YCIIOBUS TEUYCHUs

TexHonorus aaIuTUBHOIO AJIEKTPO-Tyde-

BOTr0 mpoun3BoicTBa 3arotoBok (Electron beam ad-
ditive manufacturing, nanee — EBAM) u3 nposo-
JIOKK WMEET WIIMPOKOE PACIpPOCTPaHEHUE CPEeau
KJIacca METO/I0B MPSIMOTO MOBOAA SHEPTUH U Ma-
Tepualia M3-3a TEXHOJOTHYECKOM MPOCTOTHI pea-
nu3anuu npouecca [1]. OcHOBHOM mpUHIMIT pa-
0OTHI 3aKITIOYAECTCS B BBIPAIIMBAHUH OOPA3IIOB,
HalpuMmep, U3 TMPOBOJOKU, TNI€ B KayecTBE
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pacruiaBa, CKa3bIBalOTCSl Ha HEPETYISPHOCTH MUK-
POCTPYKTYpHI, (popMmupyroueiics mpu JanbHEH-
el Kpuctau3anuu [S]. 9To NpUuBOAUT K HEU3-
0exHOMY (DOPMUPOBAHHIO AHU30TPOITUU XapaKTe-
puctuk. Bricokas TBepOCTh, HU3Kasl TEILIONPO-
BOJHOCTh U HEOAHOPOJHBbIE (PU3UKO-MEXaHUYe-
CKHE€ XapaKTEPUCTHUKH, IOJIy4aeMbI€ B IIpOLiEcce
EBAM, npeacTaBisioT 3HAYUTEIBHBIC TPOOIEMBI
JUTSL anmbHeneln o0paboTKH 3ar0TOBOK C UCIIONb-
30BaHMEM CYOTpPaKTHBHBIX METOJOB JIE3BHUHOM
00paboTKH, TaKMX KaK TOUCHHE, CBepiieHue, ppe-
3epoBanue [6, 7].

CynepcriiaBel Ha OCHOBE HHUKENs o0uia-
JAI0T XOPOIIEH TEPMOCTOMKOCTHIO M, CJIEIOBa-
TEJIbHO, COXPAHSIOT BBICOKYIO MPOYHOCTH, TBEP-
JIOCTh, BA3KOCTh U KOPPO3UOHHYIO CTOMKOCTh IIPU
MOBBIIICHHBIX TeMiiepatypax [8, 9]. B mporecce
00pabOTKM HHU3Kas TEIUIONPOBOJHOCTH MPUBOAUT
K TOMY, YTO TeMIlepaTypa pe3aHus MnepeaHen mo-
BepxHoctu gocturaer 1200 °C u 6omnee [10]. bo-
jee TOro, XMMHUYECKOe CPOJCTBO MaTepHalioB U
BBICOKAsl TBEPAOCTh KapOHI0B, BXOISIIMX B CO-
CTaB HUKEJIEBBIX CIUIABOB, YCUJIMBAIOT U3HOC UH-
CTpyMEHTa M BIIMAIOT Ha KaueCTBO 3aroTOBKHU
[11,12]. CynepcniaBbl Ha OCHOBE HUKEIst 0OBIYHO
00pabaTbIBalOTCA IPU CKOPOCTSIX pe3aHus He 00-
nee 50...100 M/MHH ¢ HCTIOJIb30BAaHUEM HHCTPY-
MEHTOB M3 TBEPJOTrO cIuiaBa 0e3 mokpeITus [12].
Hampumep, aBTopsr pabots! [13] mpoBenu skcre-
pUMEHTAIbHOE HCCIIE0BaHUE BBICOKOCKOPOCT-
Horo cyxoro toueHus Inconel 718 TBepaocruias-
HbIM uHCcTpyMeHTOM (K20) m oOHapyxuiu, 4TO
M3HOC HHCTPYMEHTA B OCHOBHOM OBLT 00y CIIOBJICH
abpa3uBHBIM U3HOCOM U ITUIACTHYECKON nedopma-
HUEN TPU YBEIMYEHUH CKOPOCTHU pe3anusd ¢ 40 mo
50 m/MuH. Cueruisiomuiics cioi, 00pa3oBaHHBIN
Ha MOBEPXHOCTH MHCTPYMEHTA, IpeaoTBpaiial
abpaszuBHBIN U3HOC, HO YCHUJIMBAJ U3HOC, BHI3BaH-
HbIH 1uddy3ueit 3eMeHTOB.

[lenbto paboTHI SABISETCS OMUCAHUE OCO-
6enHoctelt opMUpoBaHUs MOP(HOIOTUH CTPYKKU
¥ HaOJTIOCHUIA N3HOCA PEXKYIIINX KPOMOK TBEPIO-
crtaBHbIX (cuctema WC—Co) koHIEeBbIX (pes,
BO3HHKAIOIIET0 pu (hpe3epoBaHUU CIIaBA HHKO-
Helb 625, MOJy4eHHOTO0 METOJIOM IMPOBOJOYHOM
ANEKTPOHHO-TY4YE€BOM aJIMTUBHON TEXHOJIOTHUH.

MarepuaJibl 1 METObI

OO6pa3zern 11t MPOBEJCHUS HUCCIEIOBaHUN
OBLJI OJTy4YeH 10 aJANTUBHON TexHonoruu EBAM
Ha J1abopaTopHON ycTaHOBKE. B kadecTBe ncxo-
HOTO MaTepualia UCIOJIb30BAIM MPOBOJIOKY JAHa-
merpom 1,2 mm wMmapku OKAutrodNiCrMo-3

dbupmel ESAB (IIIBenwmst). O6pazer; moiydanu Ha
JUCTE TOJNIMHOM 5 MM H3 CTAIM MapKu
12X18HI10T, ciyxamum B Ka4yeCTBE MOJIOKKH.
Pexxumbl cuHTe3a OBLTH TTOTI0OpaHBI SKCIIEPUMEH-
TAIBHBIM NYTEM C YYETOM paHeEe MPOBEAEHHBIX
uccienoBanuii [14]. B nanHom ciiydyae yckopsito-
niee Hanpsbkenue cocrasisiiio 30 kB, a Tok aiek-
TpoHHOro Jiydya 60 MA. CPoKyCHpOBaHHBINA Ty
nepemMeniaics no KpyroBoi pa3BepTke 1uaMeTpoM
6 MM, a CKOpPOCTh TeyaTu (IepeMelieHue crojia ¢
o 10kKo0#) cocrapisuia 300 mm/mMuH. Takum 00-
pazom, ObLUT ToTy4YeH 00pa3e-3aroToBKa, U3 KoTo-
poro MmyTéM 3JIEKTPOIPO3UOHHON MPOBOJIOYHOU
pe3ku nmomydanu obpaser; 50x50x16 mm (puc. 1).

Puc. 1. O6pa3zen nmocJie 3JJeKTPOIPO3NOHHOMH pe3KH

Fig. 1. Sample after electroerosion cutting

B mpomiecce mpoBeaenust padot mo ppese-
POBAaHUIO HA PA3IUYHBIX PEXKUMAX OTOMpPAIH
CTPYKKY, U3HOILIEHHBIE (DPE3bI U UX OCKOJIKH, KO-
TOpBIE 3aTEM HUCCIICAOBAIH C IPUMEHEHUEM METO-
OB peHTreHocTpykTypHoro ananmusa (PCA) wu
CKAHMPYIOIIEH  DJIEKTPOHHOM  MHUKPOCKOIIUU
(CoOM).

Wnentudukamnus $hasz 3aroToBku U Gpe3 B
UCXOIHOM COCTOSIHMM, a TaKKe Ha MOBEPXHOCTHU
CTPY>KKHU U OTPAOOTAHHBIX PEXKYIIUX KPOMKa (hpe3
BBITNOJIHSIACH HA PEHTIC€HOBCKOM JH(paKkTOMeTpe
monenu IPOH-8H ¢upmsr HIIIT «bypeBecTHrK»
(r. Cankt-IlerepOypr) ¢ HUCIIOIB30BAHUEM UBITyYE-
Hus CuKa ¢ marom 0,05 © 1 BpeMeHeEM BBILAEPKKU
20 ¢ na mar. IlosydyeHHe CHUMKOB C BBICOKUM
KOHTPAcTOM U pa3pelieHrueM MPOBOIMIN Ha pacT-
POBOM 3JIEKTPOHHOM MHUKpockorie moaenn MIRA
3 LMU ¢upmer Tescan (Uexus), oCHAIIEHHBIM
MPUCTABKOM ISl SHEPTOIUCIEPCUOHHOTO MUKPO-
anammza (EDX) ¢ 6e3a30THBIM JIE€TEKTOPOM MO/I.
Ultim MAX 40. [{yist onpenienieHus MUKPOCTPYK-
Typbl, XHMHUYECKOTO COCTaBa U  CBOWCTB
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UCXOAHOro o0pa3la MCMOIb30BAIN CTaHAAPTU30-
BaHHBIC METOAMKH MPOOOIOATOTOBKH, a TaKKe
aHaJTUTHYECKOe O00OpyIoBaHUE: MeTautorpadu-
yecknii MUKpockon Moenu. AxioObserver Al.m
bupmer Carl Zeiss (I'epmanus); mopTaTUBHBIN
pEHTTeHO-(PIIyOpecleHTHbIH  aHanmu3zatop Sl
TITANSPX dupmer Bruker (CILIA); crammonap-
HbBIi MuKpoTBepaomep Durascan-10 u yHusep-
CalbHYI0 HcTbITaTeIbHy 0 MamuHy SO0ST Gupmbl
Tinius Olsen (CIIIA).

B kauecTBe pexyllero MHCTpPYMEHTa HC-
MOJIb30BATTUCH TBEPOCIUIABHBIE KOHIIEBBIE (pe3bl
Y608 12-18-74-1, npousBoactea komnanuu OO0
«IIK MHUOH» (r. Tomck). MHCTpYyMEHTHI ObLTH

M3rOTOBJIEHHBIE W3 TBEpAOro crutaBa mapku HI1O0F
(= 89,4 % macc. WC, no 0,6 % macc. cMelIaHHbIX
kapounoB u okoso 10,0 % macc. Co B KauecTBe
CBSI3KM; pa3Mep 3epHa  KapOumHoW  (a3bl
0,5...0,6 MKM, mpenmen TPOYHOCTH TIPU H3THOE
~3200 MI1a, a TBEpnocTh HRA 92 6e3 mokpbITHS).

PaboTer o (ppe3epoBanmio MpOBOAMIA Ha
dpeseprom cranke mox. DMU 50 ¢upmer DMG
MORI (SInonwmst) 6e3 mogaun cMa309HO-0XJIaXk1a-
folei xunkoctu. OpezepoBaHue BHITOIHSIIN M0-
nepéK HarpaBJIeHUs M0/1a4H, 3aJaHHOU ITPU MOITY-
yeHuu o0Opasiia 1o aJauTUBHON TexHonorun. Mc-
MOJIb30BAJIM CXEMY BCTPEYHOro (pe3epoBaHus

(puc. 2).

(pe3a

Puc. 2. CxemaTH4yeckoe n300pakeHue NnapaMeTpoB ¢pe3epoBaHusi:

a — aKCOHOMETpPHUIECKast MPOCKIIHS; 6 — BHI CBEPXY

Fig. 2. Diagramming of milling parameters:
a — axonometric projection; b — top view

[IpunsaThIe B HacTOSIIEH paboTe PEKUMBI
dbpe3epoBanus, ykazanHele B Tabiuie 1, Obuin mo-
JYYCHbI OMBITHBIM IMYyTEM B XOJ€ IPOBEIACHUS
npenBapuTeNbHbIX paboT. OrpaHudeHueM B

BBIOOpE PEXHMMOB SBISAIACH NPEKICBPEMEHHAS
NOJIOMKa 3y0ObeB WM camMux (pe3 mpu padbote B
TeueHue nepsbix 10 c.

1. Peskumbl (ppe3epoBaHusi HHKOHEIb 625

1. Inconel 625 milling modes

Ne YacToTa BpalleHHsA CropocTs pe- MunyTsas mo- [ny6uia Iupuna pe- |  OO6BEM cpezaeMoit
3aHUA V, mava Sy, pe3aHus ¢, 3
OIbITa ¢bpessl n, 06/MHUH 3anus B, MM | cTpyxku Q, MM’ /MuH
M/MUH MM/MHH MM

1 25 175

2 50 350

3 315 11,9 20 560

4 200 1400

5 25 1o 70 175

6 50 350

7 630 23,8 20 560

8 200 1400
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OT60p CTPYKKHU B 3aBUCIMOCTH OT PEXKHU- Pe3yabTaThl 1 00cy:KIeHHE
MOB (ppe3epoBaHUs OCYIIECTBIISUIN TOCTIE HACTYTI-
JICHUsI YCTAHOBHUBIIIETOCS PE3aHUs, T.C. BXOXKJE- ®a30BbIil cOCTaB 00pasia, IOIyYCHHOTO
HUSL BeeX 3yObeB dpessl B o6pasew. OT60p H3HO- no agauTuBHON TexHosorun EBAM, mpencras-

neH Ha puc. 3. [luku qudpakuum, HabIIOAaEMBbIC
npu 43,5 °, 50,5 °, 74,5 ° u 90,5 ° Ha peHTreHo-
rpamMmme oOpaslia HHKOHENIb 625 B COCTOSIHUU J0
. dbpe3epoBaHUs COOTBETCTBYIOT KpHCTaJLIOTpadu-
HHUHU Ha peKUMax, OJIM3KHX K KPUTHYCCKHUM. YeCKUM TITOCKOCTSIM (1 1 1), (200)’ (220) " (3 1 1)
TBepaoro pactBopa y-Ni. Takum oOpazom,
v-Ni siBiisiercst 6a30Boit a3oit oOpasma.

HIEHHBIX (hpe3 UM OCKOJIKOB X pabounx 3JIeMeH-
TOB OCYIIECTBIISIIM B CIIy4ae CMEHBI pekuma 00-
paboTKH, a TaKkKe MPH MOJIOMKE B XO/€ HCIIBITa-
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Puc. 3. PenTrenorpamma o0pasna HHKOHeJIb 625 B cocTostHuM 10 (pe3epoBaHus

Fig. 3. X-ray image of the inconel 625 sample in the pre-milling state

®a30BbIii cocTaB peXyIIUX KPOMOK HOBOH (pe3bl mpeacrasieH asyms ¢azamu: WC u Co (puc. 4).
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Puc. 4. PeHTreHorpamMma noBepxHOCTH Pe:KYIIHX KPOMOK (ppe3sl 10 ¢pe3epoBaHus

Fig. 4. X-ray of the surface of the milling cutter edges before milling

®parMeHT MUKPOCTPYKTYpPBI U KapThl pacipese- puc. 5. Temnsle o6acT Ha puC. 5 a, 6 ABISAIOTCA
JIEHHUs XUMHUYECKUX JIEMEHTOB B 00pa3le U3 WH- IpaHUIAMU AEHAPUTOB Y-N1, MOSBUBLIMECS TIOCIIE
KOHENb 625 B MUCXOJHOM COCTOSIHMM IIOKa3aH Ha XUMHUYECKOIO TPABICHUEM.
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a) 0)

Puc. 5. ®parMeHT MUKPOCTPYKTYPHBI 00pa3iia HHKOHeJIb 625:
a —500x500 mxm; 6 — 50x50 MM

Fig. 5. Microstructure fragment of inconel 625 sample:
a — 500x500 microns; b — 50x50 microns

Pe3ynbrarel XMMUYECKOTO aHaiu3a MOJITBEp- MexaHuyeckre CBOMCTBA 3arOTOBKH NHKO-
KTAFOT COOTBETCTBUE CHHTE3UPOBAHHOTO 00pa3iia HeNb 625 mocie UCTIBITAHUN Ha pacTsKeHue 00-
criapy Mapku XH75MBTHO (ananor mHKOHENb pa3loB, BbIPE3aHHBIX NEPIECHIUKYIISIPHO HAIpaB-
625) mo TpeboBanusM, npenbsBiasiembiM ['OCT JIEHUIO QJIMTUBHOTO MOCIOMHOTO BBIPAIIUBAHUS,
5632-2014 «JlerupoBaHHbBIE HEPHKABEIOIINE CTAIIN MPUBEJICHBI B TA0OI. 2.

Y CIUIaBbl KOPPO3UOHHOCTOMKHUE, KAPOCTOMKHUE U
JKaponpouHbie. Mapkmy.

2. HekoTopbie MexaHHYeCKHe CBOIiCTBA 00pa3na U3 HHKOHeIb 625

2. Some mechanical properties of a sample made of Inconel 625

[Ipenen BeiHocnuBoctu | Ilpenen texkyyectu o, OTHOCHTENBHOE ..
o, MIla MlIla yanuHeHue 0s, %o Teéprocts HV, Mla
640 + 20 144 + 14 56 +3 200...246

Paccmorpum moapoGHee mukpodoTorpa- (puc. 6), monmy4eHHBIX MpH (HPpe3epoOBaHUM HA Pe-
XKUMax u3 Tadi. 1.

¢ur 1 MOPQOJOTHIO XaPAKTEPHBIX CTPYKEK

WA TESC A TESCS s TESCAN)

fmm 238 m/mmn; 25 mv/Mun

s TES

23.8 m/mmm; 200 mm/vun

8) 2)

11,8 m/mam; 25 my/Mun e 11,8 m/mmn; 200 mm/vMaR

Puc. 6. MukpodoTtorpadgun cTpyxex, I0OJy4eHHbIX HA PA3JTHYHBIX peskuMax Gpe3epoBaHus

Fig. 6. Micrographs of facing obtained in various milling modes
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[Tpu MaJIO CKOpPOCTH pe3anus
11,8 M/mun (n =315 06/MUH) IpU MUHYTHOM T1O-
mage 25 wmM/mmH @ (momawa  Ha  3y0
S; = 0,02 mMm/3y0) mpoumcxoguT oOpa3oBaHUE
CTPYXKKH JJIUHOH lerp = 0,3 MM, U3MepsieMoil B 10-
NEPEYHOM HAIPABJICHUU MEPICHIUKYISIPHO K
[JIaBHOM  pexyuieil kpomke 3y0a  ¢pess
(puc. 6, a). Ilo mupuHe cTpyXKa AEIUTCS HA 10-
CTaTOYHO JUIMHHBIE YacTH (berp = 4,5 MM), HO KO-
TOpBIC MEHBIIIE IMUPUHBI (hpe3epoBaHust B =7 MM

U JUIMHBI KOHTaKTa 3y0a ¢pe3sl ¢ BepTHUKAIbHON
B

(lKOHT.HOHH = sinw =109 MM)-
OTa MHUpPUHA CTPYXKKH OINPEAENSeTcs JIUHOMN
KOHTaKTa TJIaBHOW PEXYILEH KPOMKU C BEPTH-
KaJIbHOH TOBEPXHOCTBHIO  3arOTOBKU  YIJIOM
HAaKJIOHAa BUHTOBOM KaHaBKU (pe3bl @ = 40 °, Be-
JUYUHOM MMoJa4yu Ha 3y0 S; mpu HEOOJIBIION TITy-
Ooune ¢pesepoBaHus { = 1 MM, 4TO MPUBOJUT K
YMEHBIIECHUIO UPUHBI KOHTAKTa C OJJHUM 3yO0M

¢ mmpuHOH (pesepoBanus B 10 berp (puc. 7).

IOBEPXHOCTHIO

Puc. 7. Cxembl AJ1s1 onpefieJieHUs OCHOBHBIX NapaMeT-
POB CTPYKKH

Fig. 7. Diagrams for determining the main parameters
of facing

IIpn yBenuM4eHUM MHUHYTHOHM IOJA4YU 110
200 mM/muH (momada Ha 3y0 S, = 0,159 Mmm/3y0)
npoucXonuT oOpa3oBanue Oojee  JIIMHHOU
CTPYXKKH lerp = 1 MM, a MIMPUHA YBETUIHBACTCS
10 berp = 10 MM (puc. 6, 6). Ilo mupuHe cTpyx)Ka
HE JEJWTCS Ha 4YacTh, HO Ha HEKOTOPBIX
CTPYXKKaxX TMOSBISAIOTCS  TIyXW€  TPELIUHBI,

MpEAIIECTBYIONINE DPA3JeNeHUI0 CTPYX KU Ha
YacTH 1O IIUPHUHE.

[Ipu yBenmu4eHUM CKOPOCTH PE3aHUS /10
23,8 M/muH (n = 630 06/MHUH) TpU MaJOl MUHYT-
HOM mogade 25 MM/MUH (TIoa4a Ha 3y0 TIPH 3TOM
yMenbaetrcs 10 S; = 0,01 MM/3y0) mpoucxoaut
oOpa3oBaHHe CTPYXKKH IJIHHOH lerp = 0,55 MM
(puc. 6, 6), uto B 1,8 paza Oomnblie, 4eM MpU TOH
e IMojjaue, HO C MEHbIIEH CKOPOCTBHIO pe3aHus
11,8 m/MuH (puc. 6, @). D10 ABICHUE YBETUICHUS
JUTMHBI CTPYXKKH TPH YMEHBIIEHWU TOJa4d Ha
3y0 MOXeET ObITh OOBSICHEHO YBEIMYECHUEM ILIa-
CTUYHOCTH 00pabaThiBa€MOTO MaTepraia MHKO-
Hellb 625 B 30HE pe3aHMs BCIEICTBUE yBEJIMYeE-
HUS TEMIEPaTyphl, BBI3BAHHOTO YBEIWYCHUEM
CKOpOCTH pe3aHus B 2 pasza. Ecinu npu MeHbei
CKOPOCTH pE€3aHHs CTPYXKa CBOpAayMBaACTCS B
TpyOOUKyY (UTO 3aTPYyIHSAECT U3MEpEHUE €€ UCTH-
HOU JUITMHBI, HO o0sieryaeT e€ ynajaeHue U3 30HbI
pe3aHusi), TO C YBEIMYCHUEM CKOPOCTH PE3aHMs
3TOrO yXe He mpoucxoaut. [To mupune crpyxka
uMeeT riayOoKue TIyXue TPEUIUHBI, HO JIeJieHue
€€ Ha OTeJIbHBIE YaCTH €Ié He HAOIgaeTcs.

IIpn yBenuM4eHUM MHUHYTHOM IOJA4YU 110
200 MM/MUH TIpU cKOpOCTH pe3anus 23,8 M/MUH
(momaua Ha 3y0 S, = 0,08 Mm/3y0) mpoucxoaut
oOpa3oBanne  Oojee  JIJIMHHOW  CTPYXXKKH
lerp = 1,55 MM, a IO MIKMPHUHE CTPYXKKA ACTUTCS Ha
OTJIENbHBIE TOYTH OJUHAKOBBIC YACTH JUTHHOU
0,6 ™M, crmabo cCBs3aHHBIE MEXaAy coOou
(puc. 6, 2). Takoe sIBJICHHE MOXET BBI3BIBATH
YMEHBIIIEHUE CHUJIOBOT'O B3aUMOJACHUCTBUS C TIIe-
peaHeii moBepXHOCThIO 3y0a ¢ppe3sl. Ho yBenuue-
HUE CTPYKHU IO JUIMHE U UCUE3HOBEHUE SBJICHUS
e€ CKpY4YMBaHMS BBI3BIBACT yXYIIICHHE pa3Me-
HICHUS CTPYKKHU B CTPY>KEYHOUW KaHABKE, UTO MPHU
JTaTbHEHIIEM YBEIWYECHUU CKOPOCTU pe3aHus
WIM TOJaud TNPUBOJUT K TAKETUPOBAHUIO
CTPY’KKH B CTPY>KE€UHOI KaHaBKe, MPUBapUBaAHHUIO
e K mepeqHell MOBEpXHOCTU U BBIXOJY MHCTPY-
MeHTa u3 ctpos [15].

CtopoHa cTpyKKH, oOpaTHasi IpHUpe3Io-
BOM, MPEACTaBIACT COOOW THUIHMYHYIO CKJIaada-
TYI0 KapTHHY, (OPMHUPYIONIYIOCS MPU 3HAYH-
TEeIBHON TuIacTHueckor nedopmaruu (puc. 8).
HabGnronaeTcst TeHIeHUINS K yBEIUYCHHUIO CKJIaj-
YaTOCTH C POCTOM CKOPOCTH pe3aHHs U MOayu.
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Puc. 8. Mukpodortorpaguu COM cTpyKKHU:

0)

a — o0pa3oBaHUE CKIAAYATBIX CTPYKTYP; 6 — popMHUpOBaHKE U PA3BUTHE MAarUCTPAIbHON TPEIUHBI

Fig. 8. Micrographs of SEM facing:

a — formation of folded structures; b — formation and development of the main crack

IIpu paccMOTpeHMH TTOBEPXHOCTEHW CTPY>KEK Ha
COM c npumenennem EDX npu 6onpmmx yBenu-
YEHUSX Ha MPUPE3IOBON CTOpOHE OBLIN OOHApY-
KEHbI y4acTKH ¢ cojepkanuem 3epen WC, Buen-
PEHHBIX B MOBEpXHOCTH (puc. 9). C yBenuueHnem
PEKUMOB (ppe3epoBaHUs Ha MOBEPXHOCTH CTPY-
KEK OOHApYKUBAIOTCS JIOCTATOYHO KPYITHBIC

a)

BKTFOYeHUS (10 120 MKM 1 GoJiee) YaCTHI] HHCTPY-
MEHTAJILHOTO MaTepuana. ITO KOCBEHHO YyKa3bl-
BAaeT Ha aIr€3MOHHO-YCTATOCTHON MU3HOC, PH KO-
TOPOM BBICOKHE TEMIIEpaTypbl M HANPSHKEHUS
NPUBOJIAT K Pa3yNpPOYHEHHIO KOOATHTOBOW CBSI3KU
u niepeHocy 3épen WC.

0)

Puc. 9. Mukpodortorpaguu COM u EDX npupe3noBoii moBepXHOCTH CTPY:KKH MPU CKOPOCTH pe3aHus 23,8 M/MUH U

nogaye 80 mm/muH (@) u 200 mm/mMuH 1 nogade 200 mv/Mun (6)

Fig. 9. SEM and EDX micrographs of the chip cutting surface at a cutting speed of 23,8 m/min and a feed of 80 mm/min

(a) and 200 mm/min and a feed of 200 mm/min (b)

PCA pexymux kpoMok ¢pe3bl mocie gppe-
3epOBaHMS IMOKa3aJl, 9TO KPOME HCXOJHBIX (a3
WC u Co onu comepxar ¢asbl, GOPMUPYIOIIHAECS
B pE3yJbTaTe TEPMOMEXaHUYECKOTO B3aUMOJCH-
CTBHSI XUMHUYECKHUX JJIEMEHTOB  (Gpe3bl ¢

3JIEMEHTAaMH 3arOTOBKH MHKOHENSA 625. O1n azbl
BKJIIOYAIOT B ce0st crnoxkHbIi kKapouy Cr23Ce 1 vH-
tepmetauu NiW (puc. 10, @), a Takke 6ombI10€
CKOIUICHHE HAJMIIIICH CTPYKKH Ha pabovue Iio-
maaku ¢pessl (puc. 10, 6, ).
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Puc. 10. Pentrenorpamma (@) u mukpodgortorpaguu COM (0, 6) pexkymiux KpoMok ¢pe3bl nocie ¢ppesepoBaHus

Fig. 10. X-ray (a) and SEM micrographs (b, c¢) of the cutting edges of the milling cutter after milling

Jlnst uccrienoBaHUil BO3MOXHBIX CTPYK- IIPY Pa3IMYHBIX CKOPOCTAX pe3aHus U mojayax, a
TypHO-()a30BBIX MIPEBpAIICHUI 00pabaThIBaeMOT0 Takke o0o0paboTaHHON TOBEPXHOCTH 0OOpasma
MaTepHaia IpH BEICOKUX TeMIeparypax u aedop- (puc. 11).

Manusax npoBoaw PCA cTpyXku, TOTy4eHHON
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Puc. 11. PeHTreHorpamMmsoi:
1 — naKOHENH 625 mocne ¢peseposanus, 23,8 M/mMuH, 200 MM/MuUH; 2 — CTpyKKa, monydeHHas mpu 11,8 m/mun, 200 MM/MUH;
3 — cTpy*XKa, noxy4enHas mpu 11,8 m/mMuH, 25 MM/MuH

11. X-ray images:
1 —inconel 625 after milling, 23,8 m/min, 200 mm/min; 2 — chipping obtained at 11,8 m/min, 200 mm/min; 3 — chipping obtained
at 11,8 m/min, 25 mm/min
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Ha nmoBepxHocTu 3arotoBku nocie ¢pese-
pOBaHMS U B CTPY’KKAX, MOJTYUYEHHBIX MPU PEKU-
Mmax 2 u 3 (puc. 11) meromom PCA He Ob110 00Ha-
pyXkeHo ¢GopMHpOBaHUSA HOBBIX (pa3 1Mo cpaBHe-
HUIO C UCXOJHBIM COCTOSIHHEM Iepe] (pe3epoBa-
HueM (puc. 3). OOpaman Ha ce0si BHUMaHHUE TOT
¢dakT, 9T0 peHTreHorpaguyeckas TeKCTypa, 00y-
CJIOBJICHHAsI TEKCTYypOil BCIEACTBUE POCTa JCHJ-
pUTOB, HAOIIOAaeMasi B COCTOSIHHE 110 hpe3epoBa-
Hus (puc. 3) ¥ XapakTepHas Ui aIIuTUBHO BbIpa-
IICHHBIX HUKENEBBIX CIIaBOB [16], BbIpaxkaromia-
sicsi B TIPENIMOYTUTETHPHON OPUEHTAIIMH TUIOCKO-
creir (111) y-Ni, na oOpabGoTanHBIX (pe3epoBa-
HUEM MOBEPXHOCTU U B CTPYKKE 3aMETHO YMEHb-
maetcs (puc. 11).

TpaguimonHo, MeXaHW3Mbl W3HOCA WH-
CTpyMEHTa W3 TBEPIOTO CIUIaBa 0e3 MOKPBITHUS
pu 00pabOTKE HUKEJIEBBIX CIIABOB 00CYK/IAIOT B
TEPMHHAX TPeX BUAOB M3HOCA: aOpa3uBHOIO, aj-
Te3MOHHOTO M OKUCIUTENIbHOTO [17].

[Tpy HU3KOCKOPOCTHOM pe3aHUU adpa3uB-
HBII U3HOC SIBJISIETCS OCHOBHBIM MEXaHU3MOM H3-
HAIIMBAHWSI WHCTPYMEHTA, TOCKOJIBKY TeMIepa-
Typa pe3aHus Mpu Hell OTHOCHUTENIbHO HU3Kas U
JIpyrue MeXaHU3MbI H3HOCA HE BO3HUKAIOT UJIU SIB-
JSI0TCS He3HAUUTeIbHbIMU. KaHaBku, mapaniens-
HBIC HAIIPABJICHUIO IOTOKA CTPYKKH HA MepeIHen
U OOKOBOW TMOBEPXHOCTU PEKYIIEro HHCTPY-
MEHTa, ONPEACIAIOT MOP(HOJIOTHIO MEXaHU3Ma a0-
pasuBHorO M3HOCca [18]. Panee coobmianock, 4To
MEXaHHU3M abpa3MBHOIO M3HOCA YacTO HaOIroAa-
eTcst mpu 00paboTKe CyIepCIuIaBOB HA OCHOBE HU-
kenst [19]. DToT u3HOC BBI3BIBAETCS TBEPIBIMU Ya-
ctunamu (kapounamu u okcugamu) B Inconel 625,
co3/1aBas psiJi KaHABOK (1[aparuH) Ha MOBEPXHOCTH
uHcTpyMeHTa. [logo6HO MexaHu3My H3HOCa Tie-
penHel MoBepXHOCTH, a0pa3UBHBIN U3HOC 3aTHEH
MOBEPXHOCTU BBI3BIBACTCSI CHJIBHBIM TpPEHUEM
MEXIy TBEPIbIMH YacTUIAMU C 00OpaboTaHHOMN
noBepxHOCTU. OTHOBPEMEHHO C 3THUM, BBICOKO-
TEMIIEpAaTyPHBI OKUCIUTENBbHBIM HM3HOC MOXKET
CHI)KATh MPOU3BOJUTENILHOCTh MaTepHuaia HH-
CTPYMEHTA U yCyTyOJsiTh aOpa3uBHBIN U3HOC WH-
CTpyMEHTA.

AJIr€3MOHHBIN H3HOC UMEET MECTO, KOTaa
BBICOKOE JaBJICHUE U TOBBINICHHAS TEMIEpaTypa
Ha TpaHUIIE pa3jiesa HHCTPYMEHT-CTPY>KKa Ha Tie-
peAHel MOBEPXHOCTH BBI3BIBAIOT MJIACTUYECKYIO
nedhopmaruio 1 GOPMHUPYIOT HOBBIE TTOBEPXHOCTH.
ATOMBI JIByX TMOBEPXHOCTEH aICOpOUPYIOTCS U

00BEIMHSAIOTCS APYT C JIPYyroMm, o0Opasysi TOUKY
cueruienus. Touka cleneHus Ha ABYX OBEPXHO-
CTSIX TPEHUs HapylIaeTcsl OTHOCUTENIbHBIM JIBH-
KEHUEM WHCTPYMEHTAa M 3arOTOBKU. 3€PHO WIIH
rpymma 3epeH CIBUTACTCSI UM BBITSATUBACTCS JIPY-
TrO¥ CTOPOHOM U IPUBOJAUT K M3HOCY U3-3a CLCII-
nenus. Ilo cmoBam AcTaxoBa, ITacTHYECKas Ae-
dopMarusi pexyIiero HHCTpyMEeHTa MPOUCXOIUT
u3-3a AegopMaluu MOJI3YYECTH MpPHU BBICOKOU
temneparype [20], u 3Ta uiactudeckas aedopma-
1usi OOJIbIIe B KOOAIBTOBOWM CBSI3KE, MOCKOIBKY
OHA HE BBIICP)KUBACT BBICOKHE TEMITEPATYPHI MOJI-
3ydecTtH [21]. Pa3msiruenne ko0aabTOBOM CBS3KH
BBI3BIBACT OTPHIB 3€peH KapOuaa BoJibppama H3
TBEPAOCIUIABHOTO HMHCTpyMeHTa. Hamuuue sie-
meHTOB W, Co, Ni u Cr B Ipupe310Boii MOBEPXHO-
CTH cTpYyXKku (puc. 9), mosiBlieHHe HOBBIX (a3 B
Busie Cr23Ce 1 N1W Ha pexxymux KpomMkax (pess
WC-Co nocne ¢pesepoBanus (puc. 10) mokasbl-
BAaET, YTO IMPOLIECC PE3aHMs COMPOBOXKIACTCS all-
Te3MOHHBIM B3aMMOJICHCTBHEM MEXIYy JJICMEH-
TaMU MaTepuajlla 3aroTOBKM HHKOHENnd 625 u
CTPYKTYPHBIMH JJIEMEHTaMH MaTepHalia pPexy-
IET0 UHCTPYMEHTA. 3epHO WM TPYIINa 3epeH pe-
KYILEro MHCTPYMEHTa IepeMelaeTcs Mmoja Aei-
CTBUEM CHJIbI CLICTIJICHHS], YTO 3HAYUTEIIHHO BIIH-
sIeT Ha TIPOYHOCTH PEXKYIIeH KPOMKH U TPUBOTUT
K ee rmojoMke. Takum o0pa3oM, mapameTpsl pesa-
HUS CIIeAyeT BBIOMPAThH TIIATEIBHO, YTOOBI CHH-
3UTh aAr€3MOHHEIN N3HOC.

OxuCIUTENBHBIN W3HOC BO3HHUKAET
0OBIYHO B TOM Cllydae, KOTJia B IpolLecce pe3aHus
30Ha KOHTAKTa UMEET CHJILHOE TPEHHE (BHICOKHIA
KO3 QUIMEHT TpeHus) U TeHEepUpyeT OOobIIoe
KOJIMYECTBO Terula. Huskas TemaonpoBOJHOCTH
Inconel 625 npuBOIUT K BBICOKOM TeMIEpaType B
nape «MHCTpyMeHT — cTpyxka». Co u WC B TBep-
JOCTIJIaBHOM MHCTpyMeHTe pearupytot ¢ Oz B BO3-
nyxe, oopasyst okcunsl (Takue kak CoO, WOs u
C0304), KOTOpPBIE CHIXKAIOT MPOU3BOAUTEIBLHOCTD
MHCTPYMEHTa U BBI3BIBAIOT €ro u3HOC [22]. AHa-
U3 sHepretuueckoro crnekrpa EDX He oOHapy-
KU Hanmnuus kuciopoza (puc. 9), a PCA ne 00-
HApY XKW KHCIOpoAcoAep ) amux (a3 Ha pexy-
X KpoMkax (pessl mocie ¢ppe3epoBanus (puc.
10), 4TO CBHAETEIBCTBYET O HECYLIECTBEHHOMN
pOJIM OKHUCIUTENLHOTO MEXaHW3Ma M3HOca MaTe-
puana pexyuero HHCTpyMeHTa B HACTOSIIEM HC-
CJIETOBaHUH.
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3akJaroueHue

B mpomecce wu3ydenus mopdonoruu
CTPY’KKHM M M3HOCA pabouuX IUIOIMIAZOK TBEPIO-
CIJIAaBHOM KOHIIEBOW (pe3bl OBUIM OMpeIeICHBI
JOMUHUPYIOIIUNA MEXaHU3M aJre3MOHHO-yCTa-
JIOCTHOTO M3HOCA, & TaK)Ke HOBBIE (a3bl, 00pa3y-
IOLIUECS B MPOIIECCE pe3aHMsl B BUJE HAJUIIOB Ha
MOBEPXHOCTh MHCTPYMEHTa. METOJIOM peHTTeHO-
CTPYKTYPHOTO aHaJln3a MOKa3aHO, YTO OAHO3HAY-
Hoe nosiBieHne HoBbIX (a3 (Cr23Ceu NiW) B x011€
bpe3epoBaHus XapaKTEPHO TOIBKO IS PEXYIIUX
kpomok ¢pe3st WC-Co. Ha ¢dpezepoBannoii mo-
BEPXHOCTH U B CTPYKKax 00pabaThIBAEMOTO MaTe-
puana nHKoHeNs 625 peHTreHOCTPYKTYPHBIN aHa-
a3 (PUKCUPYET TOJIBKO CTPYKTYPHBIC U3MEHEHUS
(6e3 mosiBIIeHUs HOBBIX (ha3), TaKME KaK yMEHBIIIe-
HHUE pEeHTTeHOrpauvIecKoil TEKCTYpbI, YIIUPEHHUE
MIUKOB, XapaKTepHbIE Ui TMPOLECCOB CUIbHON
MJIACTHYECKOM nedopManuu.
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Annomauun. B cmamve paccmampugsaemcs cubpuoHas mexunonozusi, 00beOUHAIOWAsT A0OUMUBHOE NPOU3BOOCMBO Me-
MAIIUYeCKUX U30euti ¢ ucnoav3oganuem memooa WAAM u 601106020 deghpopmayuonnozo ynpounenus, HanpaeieHHas Ha Yiyy-
wieHe MexaHuyeckux Xapakmepucmuk cozoasaemvix oemaneti. WAAM-mexnonozus, npedcmaensiem cob6oti memoo adoumug-
HO20 NPOU3B00CMEA, KOMOPBLU UCHONb3YEN JNIEKMPULECKYIO OV2y Oisl NIAGIEHUS MEMAIIULECKOU NPOBONOKU, NO360AS CO30d-
8amv 00bEeMHble MEMANIUYECKUEe U30eNUsl NYMeM HAONCEHUS Coe8. Dma mexHOI02Uusl coyemaem 6 cebe npuHyunsvl mpaouyi-
OHHO20 CBAPOYHO20 NPOU3BOOCMEA U AOOUMUBHBIX Memo008, NO380AA IPPEKMUBHO U320MABIUEAMb OeMANU CIONCHOU
Gopmor. Knrouesvimu npeumywecmeamu WAAM-mexnonozuu a61a10mcst CKOpOCHb NPoU3e00Cmed, CHUNCAOWAs 3ampamal, d
MAKHCe BO3MONCHOCIb CO30AHUSL OOILUUUX U CLOJCHBIX Oemailel, KOmopble MpyOHO ULU HEBO3MONCHO U320TOGUNMb MPAOUYU-
onnvimu mMemooamu. OOHAKO NPU CUHMESUPOBAHUU U30ETULL OOBIYHO CMAIKUBAIOMCSL C NPODIeMAMU HEOOHOPOOHOCHIU MUKDO-
CMPYKMYypol, NOPUCMOCTU U KPYRHOZEPHUCTOCMU, CHUNCAIOWUMY UX NPOYHOCMb. [15i npeodoieHust smux npobiem npeoiaza-
emcst UCNONb308AHUE BOHOB020 0ePOPMAYUOHHO20 YIPOUHEHUs], KOMOpoe 0becneuugaem 3HauumenbHoe ygeiudeHue 2ryouHbl
VAPOUHEHUS, CO30Aem COHCUMAlouue OCMAamoyHble HANPSICEHUs: U CROCOOCMEYEn MOHKOMY USMENbYEHUIO 3ePHUCIOL CIMPYK-
mypol. Paspabomana koneuno-snemenmuas mooens ¢ ANSYS, 0ns ananuza memnepamypHvix noneu u MexaHuyeckux Hazpy30K
8 eubpuonom npoyecce. Mooenupoeanue no360aUI0 ONMUMUSUPOBATNG PENHCUMBL CUHME3A U BOTHOB020 0eDOPMAYUOHHO2O
VAPOUHEHUS, YYUmbleasi mepmooedopmayuonnvle dpghexmol. IxcnepumenmanvHule ucciedoeanus na cniage U868 noomeep-
ounu dPpexmusHocms 10OX00ad: NPUMEHEeHUe B0IHO0B020 0ePOPMAYUOHHO20 YAPOUHEHUS NPUBETIO K USMETbYEHUIO CIPYKMYPbl
(00 10 pas), nosviuenuro meepoocmu 6 2,5 pasa, npedena npounocmu 6 1,5 paza u npedena mexyuecmu ¢ 2 pasza npu COXpaHeHuu
yoapHrou eazkocmu. Pezynomamol demoncmpupyiom nomenyuan cubpudrou mexnonocuu WAAM u eornosoeo depopmayuon-
HO20 YNPOUHEHUsl 05l CO30AHUS KPYNHO2ADAPUMHBIX Oemaell ¢ YIyYUEeHHbIMU IKCIIYAMAYUOHHBIMU XAPAKMEPUCTNUKAMU.

Knrwouesvie cnosa: aniuTHBHBIE TEXHOJOTHH, CBapOYHAs Iyra, BOJHA AehopMmanud, IehOpMAlMOHHOE YIPOYHEHHE,
MHKPOCTPYKTYpa, TBEPIOCTh, IPOIHOCTH
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Wave strain hardening in the additive synthetic process
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Abstract. The article discusses a hybrid technology that combines additive manufacturing of metal products using the
WAAM technique and wave strain hardening aimed at improving the mechanical characteristics of the parts being created.
WAAM technology is an additive manufacturing technique that through an electric arc melts metal wire, making three D metal
products by layering. This technology combines the principles of traditional welding production and additive methods, making
efficient parts production of complex shapes possible. Key advantages of WAAM technology are the following: speed of produc-
tion, which reduces costs, as well as the ability to manufacture large and complex parts that are difficult or impossible to make
using traditional techniques. However, when synthesizing products, the most popular problems are heterogeneity of microstruc-
ture, porosity and coarse- grain zones, which result in strength loss. To overcome these problems, it is recommended to use wave
strain hardening, which provides a significant increase in the depth of hardening, creates compressive residual stresses and
promotes fine grinding of the granular structure. A finite element model has been developed in ANSYS for the analysis of tem-
perature fields and mechanical loads in a hybrid process. The simulation made it possible to optimize the modes of synthesis
and wave strain hardening, taking into account thermal deformation effects. Experimental studies on the ES868 alloy have
confirmed the effectiveness of the approach: the use of wave strain hardening resulted in structure refirenment (up to 10 times),
hardness increase by 2,5 times, tensile strength by 1,5 times and yield strength by 2 times at one and the same toughness. The
results prove the potential of hybrid WAAM technology and wave strain hardening for large-sized parts manufacturing with
improved performance characteristics.

Keywords: additive technologies, welding arc, deformation wave, strain hardening, microstructure, hardness, strength
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B Hacrosiniee Bpemsi aJiMTUBHBIE TEXHO-
noruu (AT) B o01acTu METAIUTMYECKUX MaTepHa-
JIOB TMPEJACTABISAIOT cO0OM Ba)kHOE HaIlpaBJICHUE
COBPEMEHHOTO MAIIMHOCTPOUTENHHOTO MPOU3-
BojicTBa. AT XapakTepus3yroTcsi BO3MOKHOCTBIO
CO3aHUsI OOBEKTOB C MIOMOIIBIO TIOCIOWHOTO BbI-
palmMBaHMs MaTepHaia, YTo 3HAYUTEIbHO OTIIH-
YaeT UX OT TPAJUIMOHHBIX METOAOB IPOU3BOJ-
CTBa. AJTUTUBHBIE TEXHOJOTHH JJISI METaJlIOB,
CTaHOBSTCS Bce Oosiee MOMYJSIPHBIMU B pasziiny-
HBIX OTpaciifX, BKIIOYas aBUAIMIO, YHEPTETHUKY,
ABTOMOOMIIbHYIO MIPOMBILIUIEHHOCTh u

MEAUIMHCKYI0 TexHuKy. I[IpeumyiecTtBom wuc-
nonb3oBauua AT sBigeTcst BO3MOXKXHOCTEL CO3/1a-
HUSL KOMIIOHEHTOB CO CJIIOXHBIMU (pOpMaMH, KOTO-
pble MOTYT OBITh HEJIOCTHKHMBI TIPH HCIIOIB30Ba-
HUU TPAJAULIMOHHBIX METO/I0B MPOU3BOCTBA, MPO-
CKTUPOBATH AXXYPHBIC U TOHKOCTCHHBIC ACTAJIU C
ONTUMH3UPOBAHHOMN reoMeTpure u BecoM. Tpaau-
IMUOHHBIC MCTOABI MOJYUYCHUS I[eTaHeﬁ OGBI‘IHO
MPUBOJIAT K 3HAUUTENBHBIM OTXO/JaM, B TO BpeMs
kak AT MUHUMH3UPYIOT KOJMYECTBO MaTepuasa u
HEe TpeOyIOT CO3/aHUS CIOXHBIX WHCTPYMEHTOB,
YTO COKpallaeT 3aTpaThl Ha MPOU3BOJACTBO U
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BO3JICUCTBUE Ha OKpYyXkarolryto cpeny. Kpome
toro, AT oTnuvaer ObICTpast peakiys Ha U3MEHe-
HUS B TEOMETPUU JETaJIeH, YTO 3HAYUTEIHHO YBe-
JMYKUBAET THOKOCTh MPOU3BOCTBA.

AnmutuBHas texHonorus WAAM (Wire
Arc Additive Manufacturing), npenacrasiser co-
00l OJTHY U3 COBPEMEHHBIX TEXHOJIOTHIA MOCIIOM-
HOTO CHHTE3a, UCIOJIb3YEMYIO Il CO3[IaHUs Me-
TayuMueckux u3aenuit. OHa codeTaer npeumylie-
CTBa JyTroBOW cBapku W 3D-meyaTu u XapakTepu-
3y€eTcsl UCIIOJIb30BAHUEM AJIEKTPUUECKOMN YTy Kak
VMCTOYHMKA DHEPrUU IS IUIABJICHUS MPOBOJIOKH,
KOTOpasi CIY>KUT ChIpbeM IS HOpPMHUPOBAHUS U3-
nenuid. OcHoBHOM puHIMI WA AM-TeXHOIOTHI
3aKJIIOYAeTCs B TOM, YTO POBHBIM CIOW MeTaiuia
dbopMupyercsi MmyTeM HaIUIaBJIEHUs MPOBOJIOKH,
II01aBaEMOM B 30HY JIEKTPUUECKOU JyTH, T1€ OHA
IJIABUTCA U CPa3y K€ OCaXKJIaeTcs Ha IpelBapH-
TEJIBHO MOJATOTOBIECHHYIO MOJIJIOKKY WJIU MPEJIbI-
nyuue ciaou [1].

[IpeumymiecrBamu UCIIOJIb30BaHUS
WAAM-texHonoruu sBnsercss Ooyiee BBICOKas
MPOU3BOUTENIILHOCTh U dKOHOMHYECKast A ek-
TUBHOCTb 10 CPABHEHUIO C MOPOIIKOBBIMU AU~
TUBHBIMH TeXHOJIOTHsIMU. Mcnonb3oBaHue Ayro-
BOIl CBapKH MO3BOJISIET OBICTPO HAIJIABIATH Me-
TaJUl, YTO 3HAYUTENIBHO YCKOPSIET MPOIECC, a UC-
M0JIb30BAaHNE MPOBOJIOKH BMECTO METAINTMYECKUX
MOPOIIIKOB, a TAK)Ke MEHEee JOPOrOCTOSIIEro 000-
PYAOBaHMS, MO CPaBHEHUIO C JIA3€PHBIMU WJIU
AJIEKTPOHHO-TYYEBbIMU CUCTEMAMHU, 3HAUUTEIIHHO
CHIDKAIOT 3aTpathl. Takum oopazom, WAAM-Tex-
HOJIOTHS MO3BOJISIET MOJIY4YaTh KPYIMHbBIE U CIIOXK-
HBIE IO (hopMe JeTanu, KOTOpbIe 3a4acTyi0 HEBO3-
MO>KHO MPOU3BECTH JIPYTUMU METOAAMH, TAKUMU
KaK JINThE WJIK MEeXaHu4deckasi oopadoTka [2 — 4].

Omgako  WAAM-TexHOJIOTHUST  UMEET
HEJIOCTATKU, KOTOPBIE CIEPKUBAIOT €€ HIMPOKOE
IIPUMEHEHUE.

Bomnpoc npouHocT u3aenuid, CO31aHHbIX C
noMmouisio AT, saBasgerca omHUM U3 Hauboiee
OCTpPBIX B COBPEMEHHOM MAalIMHOCTPOEHUU. DTU
po0JIeMbl YaCTO BOZHUKAIOT U3-3a YHUKAJIBLHOCTH
mpoiiecca,  KOTOpPbIA  HE  BCerga  MOXKET
rapaHTHUPOBATh  OJHOPOJHBIE  MEXAaHUYECKHE
cBoicTBa. [Ipu cunteze no WAAM-TexHonoruu B
pe3yabpTaTe Ta30BbIACIICHUS, KOHACHCAMU WU

HENPAaBWIBHBIX  TEMIEPAaTypHBIX  PEKHUMOB
CO3JAIOTCSI  BHYTPEHHHE  IIOpBI,  KOTOpBIE
CTaHOBATCSA MeCTaMH1 KOHLEHTpaluu

HﬁprI)KCHPIfI, 4qTo MOXET IIPUBOJUTH K

IIPEKIEBPEMEHHOMY pa3pylIeHU0 u3faenus [S].
[TopucTocTh OKa3bIBaeT HEraTUBHOE BIUSHUE Ha
IKCILTyaTal[MOHHBIE CBOWCTBA U3JIENHSI, 0COOCHHO
B YCJOBMSIX JEWUCTBUS BBICOKUX Harpy3oK WU
arpecCUBHOU Cpelbl.

Pasmep 3epHa — emie OOWH BaKHBIM
(dakTop, HEMOCPEACTBEHHO  BIHSIOMIHUNA  HA
CBOMCTBA CUHTE3UpOBaHHOTO MaTepuania [6]. [Ipu
aAIUTUBHOM  Tmpou3BoAcTBe 1o  WAAM-
TEXHOJIOTUM 3aBBIIIEHHBIA WJIM HEJOCTaTOYHO
KOHTPOJIUPYEMBII pa3zMep 3epHa MOXKET IPUBECTU
K  CHIDKEHHIO  TPOYHOCTH,  YBEIMUEHUIO
XPYNKOCTH W YXYJALICHUIO YCTOMYMBOCTH K
YCTaJIOCTH. Cnumikom KpYTHbIE 3epHa
CHOCOOCTBYIOT 00Pa30BaHUIO CIIA0BIX YYaCTKOB B
MeTajjie, B TO BpeMsi Kak OoJjiee MeJKHEe 3epHa
00eCIeunBaOT JIYYIIIUE MEXaHUUYECKHUE CBOIMCTBA
Oyaromaps s pexTuBHOMY OapbepHOMY
JICACTBUIO HA IEPEMEILICHUE AUCIOKALIHM.

JIns1 NOBBIIEHNST MEXAHUYECKHUX CBOMCTB

METAIIMYECKUX  MaTEpUaJOB  MPUMEHSIOTCS
yIOpouHsmomue  TexXHoJoruu.  CoBpeMEHHBIE
YOPOYHSIIOIIME  TEXHOJOTMHM, Kak IPaBHIIO,

BKJIIOYAIOT TEPMUYECKOE WM JehopMaloOHHOE
BO3JICHICTBUE HA MaTepuall, a TakkKe HAHECCHUE
MOKPHITHH Ha paboune wm3gemuid. OmHAKO,
HAHECEHHEM IMOKPBHITUN HEBO3MOXXHO HCIPABHUTH
00BEMHYIO CTPYKTYpY CUHTE3UPOBAHHOTO
MaTepuana.

N3BecTHO, 4TO TepMmueckas oOpaboTka
MO3BOJISIET ~ M3MEHUTh  MHKPOCTPYKTYpY U
YIIyYIIUTh MEXaHUYECKUE CBOWCTBAa MaTepUasoB,
BIIUSIET HA IPOYHOCTH, TBEPJOCTD, IJIACTHYHOCTb,
9KCIUTyaTallMOHHBIE CBOMCTBA MU3/ETUS B LIEJIOM.
Hanpumep, mnocie MNOBEPXHOCTHOM — 3aKajKu
YBEIMUEHUE  TBEPJOCTH  MOXKET  JOCTUTATh
1o 200 %, a rimyOuHa yIpOYHEHHUS! COCTaBIATh 10
4...5 MM, TIpU 3TOM B TOJIOBEPXHOCTHOM CJIO€
bopMUpPYIOTCSI Kak pacTSIrMBampoliyde, TaKk U
ckuMammue HanpsokeHus. OmHaKo, BO3MOXKHA
TepMooOpaboTKa TOJIBKO MTOJTHOCTBIO
CUHTE3UPOBAHHOM JeTan, npu4eM ee
MPUMEHEHUE 11eJIeCO00pa3HO C IENbI0 CHATHUS
BHYTPEHHUX HAMpPsDKCHUH W TPOOJIEMAaTUYHO C
LEeNbI0 YIPOUYHEHUS BCJIE/ICTBUE
COIyTCTBYIOIIETO  KOPOOJIEHUS,  OTKJIOHEHUS
MIPOCTPAHCTBEHHOU (hOPMBI U3JICTHS OT 3aJaHHOM.

Jns ynydiieHuss MEXaHHYECKUX CBOMCTB
MaTepuasos, CO3aHHBIX C MOMOIIbIO
aITMTUBHOTO TIPOU3BOICTBA, HAIIIO TPUMECHECHUE
ropsiuee u3octatudeckoe mpeccoBanue (I'UII),
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py KOTOPOM B LIEJSIX YIPOUHEHUS HAa MaTepHal
BO3JICHCTBYIOT OJTHOBPEMEHHO BBEICOKOH
TemIiepaTypoii W naBieHueM [7]. Bricokoe
nasnenue (mo 200 MIla u Gosee) MHEPTHOTO raza
(0ObI4HO aproHa), MpH BBICOKOM Temmeparype (110
2000 °C) paBHOMEpHO BO3JACHCTBYET Ha
3aroTOBKY €O Bcex cTopoH. [Ipumenenme I'MII
MIOMOTaeT YCTPaHUTh WM YMEHBIIUTH AEPEKTHI,
Takhue KaK IIOpbl, MHUKPOTPEIIMHBI W JpyTHe
BHYTpEHHUE HEOJTHOPOJIHOCTH, KOTOpBIE
BO3HHUKAIOT B npoiiecce aITUTUBHOTO
npousBoacTBa. Kpome Ttoro, I'MII mno3Bosser
YIIYYIIUTh MEXaHHUECKUE CBOWCTBA,
ONTUMHU3UPOBATHE  MHUKPOCTPYKTYpPY, H3MEHSSA
pa3Mephl U pacrpeelieHue 3epeH, odecreunBast
Jyd4lllee covYeTaHue MPOYHOCTU U IIACTUYHOCTH.
Opnaxo, LIMPOKOE IIPUMEHEHHUE I'Il1
CAepKUBaeTCs BBICOKOM CTOUMOCTBIO
o0opynoBaHus ©  OOJNBIION JJIUTEIHHOCTHIO
TEXHOJOTMYECKOro Ipolecca.

OpHuM W3  HaWMMEHee DBHEpPro- Hu
TPYIOEMKHX CIoco0oB, 00€eCIIeYnBaOIINX
NOBBIIIEHUE TBEPJAOCTH U  MEJIKOJUCIIEPCHYIO
CTPYKTYpy  YIOPOYHEHHOIO  CJIOS,  SIBJIETCSA
MOBEPXHOCTHOE IIACTUYECKOE Ie(OpPMHUPOBAHUE
(TITLT). TIITM co3maeT CokKMMAroUIue OCTATOYHBIC
HANPSDKEHHUSI, YTO BAXHO [UISl  YBEIHYCHUS
JONTOBEYHOCTH  JeTalell  paloTalomux B
YCIOBUAX JICHCTBHUSA YCTAJIOCTHBIX HAarpy3oK.
[Tpumenenue I1I1J] nns ynpoyHEeHHs MOTHOCTHIO
CHUHTE3MPOBAHHOW  JIeTalld  MOXET  OBITh
3aTpYJHEHO H3-3a CJOXKHOM TE€OMETpUU U, Kak
NpaBUIO, HEOONBIIOW TIIYOMHBI YNPOYHEHHS.

Kpome TOro, Mamas  TONIIMHA  CTEHOK
CUHTE3UPOBAHHOTO  M3JENus  OTrpaHUYMBaET
MPUMEHEHUE 3HAYUTEIIbHBIX CuII
nehopMUPOBAHUS. XapakTepHas TUISE

MOJIABJISIIONIETO  OOJIBIMIMHCTBA croco6oB T/
HeOospIIass  TIyOMHA  YIPOYHEHHOTO  CJIOS
HAKJIQ/JBIBAET  CEPhE3HbIE  OrPAaHWYCHHS  Ha
NPUMEHUMOCTh TEXHOJOTMHM, KaK B Ipoliecce
aJIMTUBHOTO CHUHTE3a, TaK U MOCIIE HETO.
Co3mannio  THUOPUAHBIX  TEXHOJIOTHH,
couetaroinx WA AM-TeXHOJIOTUH C NpoLieccaMu
IIITJI, nnutenbHOE BpeMsa  MOPEHsSTCTBOBAJIO
yOeXKICeHHEe, YTO TePMHUECKOE BO3JCUCTBUE MPU
CHUHTE3€ JIeTadu TOJHOCTBIO YCTPAaHHUT 3S(PdekT
HakJena, Jumas aedopMalMOHHOE YIPOYHECHUE
BCSIKOrO cMbIcia. YcnemHoe npumenenue I1TTJ]
nepel TEPMUYECKOW M XUMHKO-TEPMUUYECKOMN
00paboTkoit [8], MOJOKHUTEIBHBIC PE3yJIbTaThI

BBICOKOTEMIIEPATYPHON M HU3KOTEMIIEPATYPHOU
TEPMOMEXAHNUYECKON 00paOOTKH, a TAKXKE OIBIT
ANEKTPOMEXAHNYECKON 00paboTKHy,
CBUJETEILCTBYIOT O MPOSBICHUH OOILEro 3aKoHa
TEXHOJIOTHYECKOTO HaCIIeI0BaHHS npu
(dbopMUpOBaHUH MUKPOCTPYKTYPBI
KOMOWHUPOBAaHHO  yNPOYHEHHOTO Marepuaia,
noATBepkaass A(OPEKTUBHOCTh COBMEIIEHHOTO

nepOopMaAITHOHHOTO u TEPMHYECKOTO
BO3JICUCTBUSL.
Unes mocnoiiHoro aedopManuoHHOTO

YOPOYHEHUSI CHHTE3HPYEMOro HU3Jenus Oblia
3anmateHToBaHa emie B 2007 1. (marent US
20070122560 Al), peIarajoch TS
YIPOUYHEHHs ucnonb3oBath mpoueccsl I —
HaKaTbIBaHUE W YEKAHKY. Tak, Mpu NpUMEHEHUH
MEXKIIPOXOJAHOU XOJIOAHOU IIPOKATKU C HATPY3KOU
50 kH MapTEHCUTHOCTAPEIOIICH cTaau
cuHTesupyemoit WAAM-TexHosIOTHEN ee npeaen
npouHocTu ObLT yBenudeH ¢ 1410 mo 1750 Mlla,
YTO COOTBETCTBYET CTAaHAAPTY I KOBAaHOM CTalIn
(1760 MIla) [9]. Anst ynpoyHEHUsT YeKaHKOW MpH
CHHTE3€ HAIIaBKOH 00pa3ioB u3 ciuiaBa AMrS
WCIIONB30BAJICS ~ IHEBMATHYECKUI  MOJOT €
SHEprueu yIapoB 7,1 JIx. Bpewms
nedhopMaImOHHOTO YIPOYHEHHUs cocTaBsuio 60 c,
3200 ynmapoB B MHHYTY. OTO IIO3BOJIUJIO
YBEIMYUTH npenen npoyHoctu Ha 20 %, npenen
TeKydecTd Ha 15 %, OTHOCUTENBHOE YIIIMHEHHE
Ha 20 % 1O CpaBHEHUIO C BBIPAIICHHBIM
aHAJIOTUYHBIM obpazom HEYNIPOYHEHHBIM
obpaszmom [10].

[IpencraBineHHbIE JaHHBIE TIOATBEPKAAIOT,
YTO MOCJIOWHOE IMIacThuyeckoe aehopMUPOBAHUE
HaIUIaBJIsieMOro Metajuia B mnpouecce 3DMP-
CHHTE3a CIIOCOOCTBYET YMEHBIICHUIO BHYTPEHHHUX
nepeKToB, BBIPABHUBAHUIO CIIOEB, a TakKke

YIy4ILICHUIO MEXaHUYECKUX CBONCTB
CHUHTE3UPOBAaHHBIX M3nenuil. OgHako oOpaboTka
Hepe‘H/ICHeHHBIMI/I CHOCOGaMI/I II0O3BOJISICT

HOJTYYUTh HEOOIBIIYIO TTTyOUHY YIPOUHEHUS, TPH
5ToM d3(pdexkTuBHas TIyOMHA YHPOUYHEHHUS C
HanOojee BBHICOKUMH IlapaMeTpaMH KadecTBa
MOBEPXHOCTHOTO CJIOS, KaK MPaBUJIO, COCTABIISET
He Oostee 1/3 oT 0O1elt riryOMHBI yIIPOYHEHUS, YTO
SIBHO HEJJOCTaTOYHO.

HaunGonee IITUPOKHUE
yIpaBJICHUS napameTpamu
MOBEPXHOCTHOTO  CJIOS  HMMeEeET
negopManuoHHOE  yNPOYHEHUE
IpoIecce  CTAaTUKO-UMITYJIbCHOM

BO3MOYKHOCTH
KauyecTBa
BOJTHOBOE
BOAY) B
00paboTKu

HaykoéMKHe TeXHOJOIHH B MaluHOcTpoenunn, Ne9 (171) 2025
34 «Science intensive technologies in mechanical engineering», Ne9 (171) 2025



TexHoI0rNN 371eKTPO-(PU3NKO-XUMHYECKOI 1 KOMOMHUPOBAHHOIT 00padoTKH
Technologies of electromachining and combined processing

MMOBCPXHOCTHBIM IJIaCTUYCCKUM
nedhopmupoBarrem (CHUO TII1I) [11]. TTpu BAY
Harpy>xeHue YIIPOUYHSEMOU IIOBEPXHOCTHU
OCYIIECTBIISIETCSI ~ T€HEPAaTOpOM  HMITYJIbCOB,
OCHOBHBIMH 3JICMCHTAMH KOTOPOI0 ABJISICTCA
yaapHas cuctema Ooek-BoiHOBoA. llpu ynape
00IKOM, BOJIHOBO/ TIepe1aeT BOJHY JepopMaluu
B MATHO KOHTAKTa MHCTPYMEHTAa M Harpyxaemoin
IIOBEPXHOCTH, YaCTh €€ POXOAUT B YIIPOUHSIECMBIN
MaTepuan, a Jpyras OTpakaeTcsi OT IMATHa
KOHTAaKTa, MPOXOJUT Yepe3 yAAPHYIO0 CUCTEMY, U
BHOBb BO3BpAIlACTCS K MATHY KOHTaKTa. Takoil
MPOLIECC MPOUCXOJUT MHOTOKPATHO /0 MOJIHOTO
3aTyXaHus yAapHOM BOJHBI, a TMpsMas U

OTpaXKEHHbIE  BOJNHBI  Jedopmanuu  OyayT
TCHEpUPOBATH B IIATHE KOHTaKTa
IIPOJIOHTUPOBAHHBIN yAapHbII HMITYJIBC.

OCHOBHBIM YCIIOBHEM II€peAaund SHEPIUH BCEX
BOJMH JedopMmaivi, CPOPMHUPOBAHHBIX IOCIE
yaapa B yJapHOMl CHCTEME, SIBJIIETCS >KECTKUH
KOHTAaKT BCEX DJJIEMEHTOB CHCTeMBbI (0OCK —
BOJIHOBOJT — MHCTPYMEHT — YIpOYHsIeMas
IIOBEPXHOCTB) B TEUECHHE BpEMEHU,
MIPEBBIIIAIOIIEM JIEHCTBUE YIAPHOTO UMITYJIbCA B
ISATHE KOHTAaKTa. Kecrkuii KOHTaKT
o0ecrieunBaeTcs  CTATUYECKHM  IOJKaTHEM
reHepaTopa  HUMIIYJIbCOB K  YIPOYHSIEMOU
NMOBEpXHOCTU. B pesynprare, B  ouare
nedopMaruu - obnactu KOHTaKTa
nedopMupyromel MoBEpXHOCTH MHCTPYMEHTA U
YIPOYHsSIEMOMN IIOBEPXHOCTHU U3JIEHs
TEHEpUPYETCSd  MPOJIOHTMPOBAHHBIN  yJIapHBII
UMITYJIbC, COCTOSIIUN U3 TOJIOBHOW M XBOCTOBOM
YacTH, NEPENAIINI YIIPOUYHIEMOMY MaTepuany
MaKCUMAaJIbHYIO JOJI0 SHEPTUH yaapa.
IIpeumyiecTBoM BAY SIBIIACTCS
BO3MOXXHOCTh aJIaliTUpPOBaTh (GOpMy yIapHBIX
MMITYJICOB T10J] CBOWCTBAa MaTepuasa, MOBBIIIAs
KIIJ] mpouecca u pacmupsisi TEXHOJOTHYECKHE
BO3MOXXHOCTH yIpOYHEHHs. Pesynbrupyroumee
BO3/ICIICTBUE HA €IUHUYHYIO 00JacTh MaTepHuala
CKJIaJIbIBACTCS MTyTeM MHTEP(EPEHLNN NPSAMBIX U
OTpPaXEHHBIX BOJIH JedopManuu. MHOTroKpaTHO
BO3HUKAOILNE CIIO’KHbIE HaNpPsSHKEHHO-
ne(OpMUPOBAHHBIE COCTOSIHUSI COITPOBOXKIAIOTCS
U3MEHEHHEM CTPYKTYpBhl Ha OOJNbLIONW TIiIyOuHE
noanoBepxHoctHoro cnosi. Ilpumenenune BJIY
NO3BOJISIET JOCTUYb TIYOHMHBI YHPOUHEHHS [0
6...10 MM mpu MaKCHUMaJIbHOW TBEPAOCTH JO
6500 MIla. PerynupoBanue sHepruu npu BJY
MIO3BOJISIET JIOKAIBHO BO3ACHCTBOBATh HA YYACTKU

MIOBEPXHOCTU pa3mepoM OT 1...2 MM 10 50 MM,
yTO oO0ecrneynBaeT THUOKOCTh OOpabOTKH Jis
peuieHusl pasinuHbIX 3agad. IIpumenenue BIAY
HauboJyiee MEpCHEKTUBHO Ul IOCIOMHOTO WIN
MEPUOANYECKOIO YIPOUYHEHUSI CUHTE3UPYEMBIX
JeTajieH.

TexHoNOrMYECKUil Tpoluecc TUOPUAHOMN
WAAM-texHosnorun ¢ nepuoauueckum BJIY
3aKJIIOYAeTCsl B YEPEJOBAHMM TEXHOJOTMYECKHUX
IIEPEXOI0B AJAUTUBHOIO CUHTE3a U YIPOYHEHUS
HAIUIaBJIEHHOTO cIos, OCYILIECTBISAETCS
CJIEIYIOIIUM 00pa3oM.

OauH WM HECKOJIBKO CJIOEB Marepuaia
HAIUTABJIAIOTCS Ha MOMJIOKKY, U3TOTOBICHHYIO U3
MaTepuana, OJIU3KOro 1o XMMUYECKOMY COCTaBYy K

MaTepuaity CUHTE3UpYyeMOil JeTanu.
Cunre3upoBaHHas MOBEPXHOCTh u3/1enus
BBITJIQ)KUBAETCS W oOKaTbIBaeTCs

neopmupyronM UHCTpyMeHTOM. BoszneiicTBue
Ha CUHTE3WPOBAHHBIN MaTepual OCYLIECTBISAETCS
nedopMUpyIoIel MOBEPXHOCTHIO WHCTPYMEHTA,
Hampumep, c@epuyeckol WM  CIeHUaIbHO
CpoUINPOBAHHON TMOBEPXHOCTHIO HHJCHTOPA,
WU nepudepuitHom MMOBEPXHOCTBHIO
UUITUHIPUYECKOTo posinka. CMOHTHPOBAHHBIN HA
TOPIE HWIMHAPUIECKOTO BOJTHOBO1a MHCTPYMEHT
MOKUMAETCS K 00pabaThIBaeMO MMOBEPXHOCTH C
HEKOTOPBIM CTAaTHUYECKUM YCHJIHEM. [OpLHoM
Oolika, Kak TMpaBWIO, IWIHHIPHYECKOTO, C
3aJJaHHOM YacTOTOM, CKOPOCTBIO W DHEpPrueu
HaHOCATCA  yJapbl MO  MPOTHUBOIOJIOKHOMY
cBOOOTHOMY TOpITY BoJTHOBOAA. OOpabaTeiBaeMoe
uznenvie W AeOpPMHPYIOMIHMA  HHCTPYMEHT
ITOCPEJICTBOM JIBMIKEHUS MOJA4YM NEPEMEIAFOTCS
OTHOCHUTENIBHO  JApyr  JApyra. 3areM  Ha
YIOPOUHEHHYIO  TOBEPXHOCTh  HAIUIABIISIETCS
CIEAYIOUIUNA CJIOM CUHTE3UPYEMOTO U3JIEIHS.
Jedopmaruu  moaBepraeTcs €mie  He
ITOJTHOCTBEO OCTBIBILINA CHUHTE3UPOBAHHBIN
MaTepHual, KOTOphlii o0aanaer Gojiee BHICOKMMU
IJJACTUYECKMMHU CBOMCTBAMM 10 CPABHEHUIO C €TI0
K€ COCTOSIHHMEM NpPU HOPMAIbHOM TeMIieparype.
®opMUpOBaHHE TOW UM MHOW MUKPOCTPYKTYPBI
Marepuaiga 3aBUCUT Kak OT JaBJCHUS B odare
nepopMalui M CBOWCTB  MaTepuaiga Ipu
temneparype npouecca B/[Y, tak u or ckopoctu
OXJIAKICHHS 3JEMEHTapHOro o0bema, CKOPOCTH
HarpeBa, BEJIIMYMHBI M BPEMEHU JACHCTBUA
TEMIIEPAaTypHBIX  BCOBIIEK  IPU  CHUHTE3E
MOCJIEIYIOIIUX CJIOEB U3JIENusl. 3aKOHOMEPHOCTH
YIPOUYHEHUsI TpHOOpeTaroT TepMozaehopmMaIu-
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OHHBIN xapaktep. I[IpoexTupoBanue ruOpPUIHON
WAAM-texHosnoruu ¢ nepuoandeckum BJIY
TpeOyeT THIATEIBHOIO  aHalM3a  TEIJIOBBIX
IIPOLIECCOB, pacyeTa TEMIIEPaTypHBIX IIOJICH,
UCCIIEIOBaHU ~ OCOOCHHOCTEH  HarpeBa U
OXJAXKICHUS KaXZOr0 CHHTE3UPYEMOIO CIOS U
TOTOBOT'O U3/EUS B LIEJIOM.

BcenenctBue  cnokHOcTH  TMOPUIHOTO
npoiiecca, OOJIBIIOr0 KOJWYECTBA YNPaBIIIEMBIX
TEXHOJIOTUYECKUX (aKTOPOB Kak Ha JTame
CUHTE3a, TaK U Ha dTale YIPOYHEHMs], KaK pacueT
TEMIIEPATYPHBIX MOJEH, TaK U MOMCK JUANa30HOB
JIOMTyCTUMBIX 3HAYCHHUH NapaMeTpoB TMOPHUIHOTO
npouecca 3arpyaHeH. OnepaTMBHOE pEIICHHE
3a1a4u Ha3HAYCHUS paloHaIbHBIX
TEXHOJIOTUYECKUX MTapaMeTpoB TpeOyeT co3JaHus
enuHoi Monenu rudpunHoii WA AM-TeXHOIOTHH
¢ nepuoguyeckum BJIY.

MogenupoBanue J000r0  TEXHOJOTH-
YECKOT0 IPOLECCA SBJIAETCS JOCTATOYHO CI0KHOU
3agaueii. Iloctpoenne Mozenu TrHOPHIHOTO

nponecca cuHteza u BJIY npenmosaraer, 4to
OpOorpaMMHBIE  MOJYJH  JIOJDKHBI  ITOCTOSTHHO
(TTOCTIONHO WM TIEPUOIUYECKH) OOMEHHMBATHCS
uHpopManue. [Tpobnema nepesadu
nHpopmanun 00 U3IETUW TPH TEepexojie OT
npolecca CHHTE3a K MPOIECcCY YHIPOUHEHHsS W
00paTHO SBIsIETCS HETPUBHUAIBHOM 3amadeit. J{is
MOJICIIUPOBAHMUST TEXHOJIOTMYECKUX IPOIECCOB
npeiaraloTcs  CHelUalbHble  MpOoTrpaMMHbIE
IPOAYKTHI M Ha 3Tane nHHOPMAIIMOHHOTO OOMeHa
MEXIy HHUMHU TOTeps YacTd uHGOpMaLuu
Hen3OexHa. [IpoGneMa CTOUT OCOOEHHO OCTPO
JUIs Tiepefiaud UHQOpMAaIMK O TEXHOJOTUYECKUX
mpoueccax, OTJIMYAIOMIUXCS MO0  (PU3NYECKOMY
XapakTepy BO3JEUCTBHUSA HA MaTepual UCXOAHOU
3arOTOBKH.

Tak xax npouecc WAAM nmeer MHOTO
00111er0 ¢ MHOTOTIPOXO/THBIM CITOCOOOM CBapKH, K
€ro MOJICJIMPOBAHUIO MOTYT OBITH MPUMEHEHBI
o0uiye MmoAXonbl. AHANIM3  CyIIECTBYIOIIMX
MaTeMaTHYECKUX  MOJIENel  DIEKTPOaYTrOBOH
CBapKM YCJIOBHO MOJKHO pa3JeluTh Ha TpU
TPYMIIBI: MOJIENb IyTH; MOJIENb IIepeHOca MeTaslia
Opu CBapke U 0OIue MOJEeNH, K KOTOPbIM
OTHOCATCS MOJIENH, OJTHOBPEMEHHO
paccMmaTpuBaronue Kak MPOLEcChl MEPBBIX IBYX
TpynI, Tak M MHBIE MOJENHU, YYUTHIBAIOIINE
JIpyrue BO3JCICTBUS Ha CBAapOYHYIO 00JIacTh
nocie e€ popMupoBaHUs.

Anamn3  o0mmMX  MOIelIel — IoKasai
OTCYTCTBHE €JIUHBIX IOJXOJIOB K CO3JaHHUIO
KOMOMHHPOBAHHBIX  MOJIEJCH  HAIUIABKU U
nmocToOpaboTKu. bonbmMHCTBO MOIETel CO3aHbI
B crnenuanm3upoBanaom [IO, He uMeromuM
BO3MOYKHOCTH MOJICTTHPOBAHUS JIPYTHX
OTIUYAIOIIUXCS MO (U3NYECKOMY BO3CHCTBHUIO

nporeccoB. B oCcHOBHOM — MojenupoBaHue
IIPOLIECCOB CBapKH u WAAM-cunTesa
OCYLIECTBISIETCI C  NPUMEHEHHUEM  MEeToJa

KOHEUHBIX 3j1eMeHToB [12, 13], mporpamMMHBIX
MPOJTYKTOB (CAE-cucrem), MTO3BOJISIOIIINX
UCCIIeIOBaTh HEJMHEHHbIE ObICTPOIIPOTEKAIOIINE
IMHAMHYECKHE TIPOLECCHl, IPOUCXOIAIINE B

Heynpyrux  cpemax  (ANSYS, COMSOL,
ABAQUS u np.).

Jis  co3maHus  MOJENH  TUOPHUIHOTO
npoiecca WAAM-cuHTe3a u BAY
1enecooopasHo BOCIIOJIb30BaThCS IMAKETOM

ANSYS, koTopblii UMeeT HE3aBUCUMbIE MOJYJIH,
OJIMH M3 KOTOPBIX IO3BOJISIET CO3AAaTh MOJEIh
npouecca WAAM-cuHTE3a, a IpyroM — nporecca
BAY. Jnsa cosmanms wmoxenu B ANSYS
WCIIONB30BaIuCh Moayiu Transient Thermal u
Transient. ANSYS mo3BoONsIeT OCYIIECTBISATH
0OMEH MaHHBIMH MEXIy MOAYJISIMU 0e3 MOoTepu
uH(pOpMaLIUK, YTO [IENaeT CUCTEMY B IEJIOM
MPUTOTHON I pa3pabOTKH E€AMHOW MOJICIH
ruOpuIHOTO Tpoliecca.

Hns  wuccnenoBanus W 3¢GEHEKTUBHOTO
YOpaBlIeHUSI TPAJAUCHTOM TEMIIEPATyp B IaKeTe
ANSYS noctpoeHa KOHeUHO-3JIEMEHTHAsI MOJENb

rubpugHoro  mpouecca WAAM-cuHTE3a C
nepuoguueckuM  BJIY, koropas mo3BoJIsSIET
YCTaHOBUTH napameTpsl, OTIpeeSIoNe

3aKOHOMEPHOCTH TIepepacrpeeNieHUs] TEIUIOBhIX
MTOTOKOB B 3aBHUCHUMOCTH OT YCIIOBHI U PEKUMOB
CUHTE3a, yCIIOBUI u WHTCHCHUBHOCTH
€CTECTBEHHOI'O W MPUHYJUTEIHEHOTO
OXJTKICHHUS, TEMIIEPATYPHI OKPYKAIOIIEH Cpebl,
(hopMBI U pa3MEpOB U3ICTIHS.

HeoOxomuMbIM  KOMIIOHEHTOM  TTOCTpO-
eHus oOmeld Moaenu THOPUIHOTO Tpolecca
WAAM-cunteza ¢ nepuoanueckum  BJIY
SBIIETCS CO3JaHHE MOJENIM MaTepuala U3Jenus,
IUIACTUYECKWE W TIPOYHOCTHBIE  CBOMCTBA
KOTOpPOTO  MEHSAIOTCSI B 3aBHUCHUMOCTH  OT
TEMIIEPATYPHI TEXHOJIOTUYECKOTO BO3/ICHCTBUSI.

[Ipumep BH3yanu3aluu pacnupeneeHus
JUHAMHYECKHX  TEMIIEPaTypHBIX  TONEH B
MPOLIECCE CUHTE3a UIMHIPUUECKON 000JI0UKH U3
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18 HamaBiIsIeMbIX CJIOEB IPEACTABIEH Ha puc. 1. 00bEMOB CHHTE3MPOBAHHOTO METaJlIa MPHU ITOH
B npomecce mopenupoBaHHs BapbUpPOBAIINCH temmneparype.  Pe3ynmpTaThl = MOAETUPOBAHUSA
3HAUYCHUS CHUJIBI TOKa, HaMPSDKCHUS, MO3BOJIMITM BBITMIOJTHUTH PacueT TeMIEepaTypHBIX
Kod(duimenTa TEIIONPOBOIHOCTH O, TeMIepa- nmosie, (OpMUPYIOMUXCS B MPOIECCE CHUHTE3a
Typ TIUIAaBIEHMS, CKOPOCTH  IEpEMEILEHUs oOpa3lia ¥ yCTaHOBUTH TEMIIEPATYPHBIA PEKUM
CBapOYHOM BaHHBL, O00BEMa DJIEMEHTApHOU npu nocuenyromem BJIY. Ha ocHoBanum 3Toro
STYEMKH, BpeMsl OXJIAXICHHS CIOS  Iepel ObLTa MpOBEIeHa KOPPEKTHPOBKA pexkumoB BJY
HaHeceHueM rmocienytomero u ap. [14]. Tlo (PHEpruM M YacTOTHI yJIapOB, CKOPOCTH TOJaYu
pe3ynbTataM  MOJEIMPOBAaHUSA  OIpPEAETSIACh MHCTPYMEHTa OTHOCHUTEIBHO CHHTE3UPYEMOU
IyOMHA CIIosl MaTepuaia, MporpeBaroLIerocs 10 3aroTOBKH) AJIs TOCEAYIOUINX IKCIEPUMEHTAb-
TEMIIEpaTypbl PEKPUCTATUIM3ALUNA, U ONTHM- HBIX UCCIIEIOBAaHUMH.

albHOE  BpeMsl  BBIIEPKKH  3JIEMEHTApHBIX

Tirme: 730

791,99 Max
066

621,21
535,81
45042
365,02
27963
194,23
10884
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7500

0)

30.000 (rmrmn)

22,500

Puc. 1 MoaenupoBanue ruépuanoro npouecca WAAM-cunrte3a u BAY:

a — pacrpeqenieHre TeMIepaTyp IpH CHHTe3e «obomoukm» u3 18 cmoer mocie 10 cexynn oxmaxneHus; 6 — npouecc BAY
HECKOJIbKUX CHHTE3MPOBaHHbIX ciioeB mpu Temneparype + 300 °C

Fig. 1. Modeling of the hybrid process of WAAM synthesis and WSH (wave strain hardening):
a — the temperature distribution during the synthesis of a "shell" of 18 layers after 10 seconds of cooling (the color scale shows
the temperature in © C); b — the process of WSH of several synthesized layers at a temperature of + 300 °C

HOAXO0ZI0B IpU  PElICHUH  TEIJIOBOM Hu
MEXaHUYECKOW 3a/1a4 B TPEXMEPHOM MOCTAHOBKE,
C YYETOM €CTECTBEHHO [BWXKYIIUXCS TEIJIOBBIX

HoBu3na  paspabareiBaeMoil  MoJenu
ruOpugHoro mporecca WAAM-cuntesa u BAY
3aKJII0YaeTCsT B TNPUMEHEHUH COTJIaCOBAHHBIX
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MOTOKOB BO BCEX MOJACIUPYEMBIX H3ICIHIX.
IIpennaraemblii mOAXOA K  MOJACIMPOBAHUIO
IpOLECCOB  CHHTE3a W3  TPOBOJIOKK  C
NePUOANYECKUM YOPOUYHEHUEM HIUPOKOM
HOMEHKJIATypbl ~ U3JEMUA M3  pa3IMyYHBIX
MaTepuajIoB MOXKET ObITh pacCIPOCTPAHEH Ha BECh
KJIacC TMPOIECCOB  aJAUTHBHOIO CHHTE3a C
NEepUOTNIECKOI UM MOCTOOPabOTKOM.
DKCnepuMeHTaIbHBIC Hccae0BaHUs
texHoiorun BJIY mpoBoaunuce Ha oOpasmax,
CHUHTE3UPYEMBIX U3  KapOIpPOYHOrO  CILJIaBa
D868, KOTOpPBIN MIPUMEHSIETCS TUISt
W3TOTOBJICHUS JIMCTOBBIX JEeTajIed ABUraTelieu U
TypOuH, paboTalomuUX MpU TeMIeparypax 10
+ 1000 °C; cBapo4HOI TPOBOJIOKH, TPUMEHSIEMOMN

s HaIUIaBKH neranen u CBapKH
METAJITIOKOHCTPYKLMH B SHEPreTU4ECKOM
MAaIIMHOCTPOEHHH. Ha YCTaHOBKE TUIS

peanm3anuy THOPUIHON TEXHOJOTUU CUHTE3a IO
WAAM-texnonorun u BJ[Y Obuti U3roTOBIEHBI

o0pa3iel B opMe HUIHHIPHYECKONH O0OOJIOUYKH,
nosryaeHnHblie ¢ B/[Y u 6e3 nHero [15].

B pesynbrare  mertamiorpaduyeckoro
aHallM3a TOJYYeHHbIX O0pa3lloB YCTaHOBJIECHO,
YTO MHUKPOCTPYKTypa IONEPEYHOIO CEUYEHUs,
MEPIEHIUKYISIPHOTO ocHu BpaIleHUs
HEYIPOYHEHHOTO o00pa3na u3 crutaBa OM868,
UMeeT JIeHJIpUTHOE cTpoeHue (puc. 2). JleHapuTsl
OTJIMYAIOTCS 3HAYUTENHHOW JJIMHOM  (CBBIIIE
800 MkxM) u cnabopa3BUTHIMU OCSMH BTOpPOTO
NOpAJIKA, paclpeie]eHHbIMU [0 MaTepuaity
Marpuniel.  [locme BJY  nenaputsl  Obutn
M3MENbYEeHBl — UX pa3Mep COKpaTuiics Oosee ueM
B 10 pa3, a MenKoaMCIEPCHBIE YACTHUIIbI JJIMHON
8...25 MKM paBHOMEPHO paCHpPEACNICHbl IO
Marpule Marepuana. Takxke B pe3yJbrare
YIPOUHEHHUS dbopmupyercs reTeporeHHas
MUKPOCTPYKTYpa,  COCTOSIIIasi M3  TBEPIbIX

dpakiuii, BKIIOYEHHBIX B Ooliee MATKYIO U
IUTACTUYHYIO MaTpuily, Oosee >¢QexTUBHas B
HKCITYaTAlMOHHBIX YCIOBHSX.

Puc. 2. Mukpoctpyktypa (X1500) cunTe3upoBanHoro oépasua (cnjaas JM868):

a — 0e3 ynpouHenus; 6 — ¢ BIY

Fig. 2. Microstructure (x1500) of the synthesized sample (alloy ES868):

a — no hardening; b - WSH

Jnsa wuccnenoBanuit BiausHus BJIY Ha
MEXaHWYECKHUE CBOMCTBA  CHHTE3MPOBAHHOIO
MaTepuaia HalJIaBIsUIMCh O00pa3lbl W3 CIUIaBa
OU868, W3 KOTOPBIX HaA BJIEKTPOIPO3ZUOHHOM
CTaHKE BbIpE3aJUCh 00pa3Ilbl JUIsl UCTIBITAHUN Ha
pazpsiB corsiacHo 'OCT 1497-84 u Ha ygapHyto
Bs3kocth mo ['OCT 9454-78. UsmepeHue
TBEPJOCTH JJIsI CHHTE3UPOBAHHBIX 00pas3IoB
IIPOBOJUIIOCH 110 MeTony Pokseina. B pesynbrare

YCTaHOBJIIEHO, 4TO mnpumeHenue BJY, 1o
CPAaBHEHUIO c CUHTE3UPOBAHHBIMU
HEYIIPOYHEHHBIMU oOpa3zamu MTO3BOJIUIIO

MOBBICUTh MEXaHMYECKHE CBOMCTBA: TBEPIOCThH B
2,5 paza, mpeaen npoyHocTu B 1,5 paza, mpenen
TeKydecTH B 2 pa3a, 0OpU YMEHbUICHUH
OTHOCUTENILHOTO yJIJIWMHEHWss B 3 pa3a U
COXPAaHEHUHU YyJapHOW BSA3KOCTH Ha JOCTaTOYHO
BBICOKOM ypoBHeE (puc. 3).
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Puc. 3. Bausinue B/IY Ha MexaHu4ecKHe CBOHCTBA CHHTE3MPOBAHHOTO o0pa3ua (J868)

Fig. 3. The effect of WSH on the mechanical properties of the synthesized sample (ES868)

BoIBOaBI

YCTaHOBIEHO,  4YTO  IEPCHEKTUBHBIM
HanpaBjieHueM pa3Butuss WAAM-TtexHonoruu
sSBIIsIETCSl Ucrnonb3oBanve BJY, mo3Bossroiieit
JIOCTUYb BBICOKOM TBEPIOCTH M 3HAYMUTEIBHOMN
[IIyOUHBI YIIPOYHEHUS.

Pa3paborana KOHEYHO-3JIEMCHTHAS
Mozaenb s A(PQPEKTUBHOTO MPOTHO3UPOBAHUS
pe3yapTaToB peanuzanuu THOpugHeix WAAM-
texHoaoruii ¢ B/[Y, kotopasi mo3BOJISIET B peKUME
peaTbHOTO  BPEMEHM  OLEHUTh  JIUHAMHKY
TEMIEPATYPHBIX TMOJNeH, (HOPMHUPYIOMIUXCS B
mpolecce CUHTe3a H3AeNus, U O0OOCHOBaHHO
Ha3HauaTh pexuMbl BJY s obecnedeHus

TpeOyeMBbIX napameTpoB KauecTBa
MTOBEPXHOCTHOTO CJOA.

B pe3yabTaTe MIPOBEACHHBIX
AKCIIEPUMEHTANIbHBIX ~ uccaenaoBanuii. WAAM-
TEXHOJIOTHH c HCIO0JIb30BaHUEM BOY
YCTaHOBJIEHO 3HAUYUTENIbHOE U3MENIbUCHUE
CTPYKTYPBbI CHUHTE3UPOBAHHOIO CIUIaBa,

MOBBILIICHUE €€ TBEPJOCTH B 2,5 pasza, mpezena
IpoYHOCTH B 1,5 pasa u npenena TEKy4yecTH B 2
paza, TpH  YMEHBIIEHHUH  OTHOCHTEIHHOTO
yAIUHEHUS B 3 pa3a U COXPAaHCHUU yAapHOU
BSI3KOCTH Ha JOCTATOYHO BHICOKOM ypPOBHE.

[IpoBeneHHbIe HCCIEAOBAHUS TO3BOJISIOT
CUMTAaTh, YTO JAJIbHEHIIICe PA3BUTHE U BHEPCHHE
npeayiaracMo M MOA0OHBIX TEXHOJOTHH, Oynmer
Croco0CTBOBATh CO37aHUI0 Ooiiee 3(PhEeKTUBHBIX
Y BBICOKOKQUECTBEHHBIX M3/ICTUI Ha BCEX dTarmax
UX KU3HEHHOTO IUKJIA.
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PpakTanbHas Mmoaernb KOHTAaKTHOro B3aMMmoaencTBusA
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Annomauua. Adexeamuas oyeHKa KOHMAKMHO20 83AUMOOEUCMBUS UepOX08aAmbIX NOBEPXHOCMEN NPU MAablX HOMU-
HANbHBIX KOHMAKmHelx 0asieHusx (0o 2 Mlla) nHegozmodicHa 6e3 yuéma Mukpozeomempuu CONPsICEHHBIX NOGepPXHOCMEN, d
CIIOJCHAS KAPMUHA 00pA308aHUA (DAKMUYECKUX NAMEH KOHmaKma mpebyem npumeneHue UMUmayuoHHO20 MOOeAUPOBAHUsL KOH-
MAKMHO20 83AUMOOLCMBUsL peabHblX 3D Kapm UHICEHePHbIX NO8EePXHOCMEN UL UX MOOeell, KOMOPbIMU SAGISI0MC PpaK-
manvHvle nosepxnocmu. Onucanue GpaxmanrbHoOU NOGEPXHOCMU mpebyem 3HAHUL Gpakmanvhol pazmeprocmu npoguis D
(nosepxnocmu DS = D + 1) u napamempa ¢ppaxmanvrou wepoxosamocmu G. dmu ppakmansvuvie napamempvl onpeoesiom
maxue cmpyKkmypHule 0Co6eHHOCIU MOOenu NOBEPXHOCMU, KAK paouyc KpUeusHbl 8epXHell 4acmiu 8blCyna u Kpumepuii nepe-
Xoda om naacmuyeckou oeghopmayuu gvicmyna k ynpyeoul. Konmaxmmuoe gzaumooeiicmeue ppakxmanvHoti nosepxHocmu ¢ 2nao-
KOU HCECMKOU NIOCKOU NOBEPXHOCMbIO NPeonoaazaem, 4mo Cie0Cmaue Haauyus cyouepoxoeamocmu Ha HAaHOYPOGHe 6HAYAe
npoucxooum naacmuyeckas depopmayusi CyOMuKpoOHepo8HOCmel, d 3amem no Mepe Y8eiuyeHus HOPMAIbHOU HASPY3KU NPOUC-
X00um Gopmuposanue ynpyeo2o nimua Konmaxkma. B cmamve paccmampusaemcs cyuat, Ko2o0a onucanue Mooeiu no8epxHo-
cmu nompeb08ao UCNOIb308aHUE euje 00H020 napamempa — pasmeprocmu DXY namen konmaxma, Komopoe 6Kirouaen Yucio
HeposHOCMeU, HAX0OAWUXCSL 8 KOHMAKMe ¢ NI0Waobvio, 601vuLe 8blopantol. Hzeecmuule ghpaxmanvHule moodenu Madxcymoapa-
Bxywana u op. npeononazarom, umo pazmeprocms nosepxnocmu u DXY yucienno cosnaoarom opye ¢ Opy2om, 4mo He s615emcs.
ucmunou. B cmamve oano cpasnenue pezynbmamos mooenuposanus Ol Cyuaes, K020d paccmampusaemvle pakmaibHbie
PA3MEPHOCIU UMEIOM PA3Hble U 0OUHAKOBbLE 3HAYEHUs, U NOKA3AHA eIUYUHA OWUOKU NPU OYeHKe HA2PY30YHOU CROCOOHOCMU
KOHMAKMa CONPANCEHHBIX NOBEPXHOCMEN.

Knrwouesvie cnosa: ppakranabHas pa3MepHOCTh, paclpe/ielieHue IUIomanei cpe3a HepoBHOCTeH, hakTHyeckas Io-
mjajb KOHTaKTa, JUCKPETHBIM KOHTAKT IIEPOXOBAThIX IIOBEPXHOCTEN

Mna wyumupoeanusa: Tuxomupo B.IL., U3mepoB M.A. ®paktanbHas MOJedb KOHTAKTHOTO B3aUMOJACHCTBUS
cnaboHarpykeHusix moepxuocreit // Haykoémkue Ttexnomornu B MammHOocTpoeHun. 2025. Ne 9 (171). C. 41-48.
doi: 10.30987/2223-4608-2025-9-41-48

Fractal model of contact interaction for underloaded surfaces

Viktor P. Tikhomirov?, D. Eng.

Mikhail A. Izmerov?, D. Eng.

1.2 Bryansk State Technical University, Bryansk, Russia
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Abstract. An adequate assessment of the contact interaction of rough surfaces at low nominal contact pressures (up to 2 MPa)
is impossible without taking into account the microgeometry of the mating surfaces, and the complex pattern of formation of actual
contact spots requires the use of simulated modeling of the contact interaction of real 3D maps of engineering surfaces or their models,
which are fractal surfaces. The description of a fractal surface requires knowledge of the fractal dimension of the profile
D (surface DS = D + 1) and the fractal roughness parameter G. These fractal parameters determine such structural features of the
surface model as the radius of curvature of the upper part of the protrusion and the criterion for the transition from plastic deformation
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Surface layer quality, contact interaction, friction and wear of machine parts

of the protrusion to elastic. The contact interaction of a fractal surface with a smooth, rigid, flat surface suggests that due to the presence
of sub-roughness at the nanoscale, plastic deformation of the submicron surfaces occurs first, and then, as the normal load increases,
an elastic contact spot forms. The article considers the case when the description of the surface model required the use of another
parameter — the dimension DXY of the contact spots, which includes the number of irregularities in contact with an area greater than
the selected one. The well-known fractal models of Majumdar-Bhushan (M-B) and others assume that the dimension of the surface
and DXY numerically coincide with each other, which is not true. The article provides a comparison of the simulation results for cases
when the fractal dimensions under consideration have different and identical values, and shows the magnitude of the error in estimating
the load capacity of the contact of the conjugate surfaces.

Keywords: fractal dimension, distribution of roughness shear sections, actual contact area, discrete contact of rough surfaces
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B nmannHoit pabore paccmaTpuBaeTCs
ciydail, korja (pakTagbHas pazMepHOCTh D Kak

BBenenue

W3BecTHBIE (ppakTanbHble MOAenH [3 — 5]
OCHOBaHbl Ha JONYLIEHWH O TOM, YTO MJs
F€OMETPUUECKOTO  ONHUCAaHUS  IOBEPXHOCTH
JIOCTATOYHO 3HATh €€ (hpaKTalIbHYIO0 pa3MEPHOCTh
D wu nmapametp ¢paktanpHO# mepoxoBaTocTH G.
[Tpu sTOoM (pakTanbHas pPa3MEPHOCTH SBISETCS
(dakTOpOM, OT KOTOPOTO 3aBUCHUT COOTHOIIECHUE
MEXJly Harpy3KoW M IUIOHIa/Ibl0 Cpe3a BBICTYIIA.
JUis  OLEHKM MapaMeTpoOB  MHOXECTBEHHOI'O
KOHTaKTa UCIOJIb3YIOT pa3MEpPHOE pacipeieieHre

MOBEPXHOCTH, TaK U (paKTalbHAs Pa3MEPHOCTD,
BXOJSIIAas B pa3MEpHOE  pacmpenesieHue
momaae cpesa Dxy, UMEIOT pa3Hble 3HAYCHHUS.
[IpuBenena Mmetouka onpeaeneHus ppakTaabHOU
pa3zmepHocTU Dyy.

Omnpenesienune ppakraiabHoii pazmepHocTH Dxy

Ilomaraem, dYTO 4YHUCIO HEPOBHOCTEH,
IUIOINAAb KOTOPBIX OOJIBIIE g, ONpPEeAEsIeTCs KaK:

moniaae cpesa. Moaenu [8 — 10] yuuThIBaroT,
YTO COOTHOIICHHE IUIOMIATU Cpe3a M HeCcyIlleH
CIIOCOOHOCTH IITHA KOHTAKTa 3aBHUCHUT OT TOI'O, B
KakOM COCTOSIHUM HaxoAuTcs JedopMHupyeMas

N> a) = c( a/a)?, )

rae a; — HauOoJbIas IJIOMAas Cpe3a BHICTYIIA,

HEPOBHOCTb. Pa3mepHoe pacnpezeneHue D — ¢pakranpHas pasMepHOCTb (0003HAYHM ce
Iomagell  MATeH  KOHTAakTa  (cpesa  IpH yepe3 Dyy B ciydae, KOrja OHa OTJIMYAETCS OT
paccMOTpeHuun KOHTakTa  JnedopMupyeMon (hpakTanbHOI PASMEPHOCTH HPOQ)HM)V-
(dbpakTagTbHON MOBEPXHOCTH C TJAIKOH TBEPAOH PacnPe;[eneHHe TUIotanen cpesa
MOBEPXHOCTHIO)  CBS3BIBAIOT C  TOW  JKe HEPOBHOCTCU (ppaxranbHON HEPOXOBATOU
(bpaKTaJIBHOf/'I pa3MEPHOCTHIO, YyTo u s IMMOBCPXHOCTHU IMMPEACTABIICHO HA pPHUC. 1.

MOBEPXHOCTH.

a)

Puc. 1. ®pakTajibHas IOBEPXHOCTH U IUIOIAH CPe3a BHICTYIOB:
a — (pakTaiabHas IOBEPXHOCTD; O — IUIOIIA/IU CpPe3a BHICTYIIOB

Fig. 1. Fractal surface and shear section of asperities:
a — fractal surface; b — shear section of asperities
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Pacnpenenenue Iomaaein cpe3a
IEPOXOBATOM MMOBEPXHOCTHU IJIOCKOCTBIO,
napajuleibHON CpeIHEN TJIOCKOCTH, 3aBUCUT OT
CTPYKTYPHBIX OCOOCHHOCTEH paccMaTpuBacMoOn
noBepxHocTu. Ilponenypa ompeneneHusi 3akoHa
pacrpeziefieHle IUIOLIaAe cpe3a MOBEPXHOCTH
noTpedoBajga pa3paboTaTh COOTBETCTBYIOIIEE
nporpamMmHoe obecrieuenue [7] (puc. 2). AHanu3
IJIOMIAZIE Cpe3a HEPOBHOCTEH HAa HEKOTOPOM

pacCTOSIHUM OT JIMHUU BBICTYIIOB II03BOJISIET
HalWTH KOJIMYECTBO IUIOMIAZAOK, MX pa3Mepbl U
KOJIMYECTBO TUIOIIAEH, MPEBHIIIAIONINX 3aJaHHOE
3HAYCHHE N; (A>ad')). Paspaborantoe
nmporpaMmMHoOe oOecriedeHue gaet [9] oleHky

Puc. 2. PacnipenesieHue mijiomajeii cpe3a mnoBepxXHOCTH

Fig. 2. Distribution of surface shear section

Haiinennble 3HaueHuWs IUIOLIANEd cpesa
HEpPOBHOCTEH pamxupyeM B crucke Excel mo
yosiBanuto  {1,080205; 0,478377;, 0,478377;
0,451371; }T. 3arem ompenenseM uHCIO
wIomaaed cpesa, MPEBHINAIONIMX —3aJaHHOE
snayenne N; (A > a;). DOromy  3HAaYEHHIO
COOTBETCTBYEeT  OTHOWIeHHWEe  a;/aj, rie
a; — MakCHUMaibHas  IUIOIIAah  cpe3a U3
paccMaTpUBaeMOro CIIMCKa
(a, = 1,080205y.e.).

B kauecTBe mpumMepa MmoaydeHHbIE IO Cpe3a
MOJBEPrHEM  COPTHPOBKE 10  YOBIBAHHUIO
(BBIIENIEHA BBIOOpKA U3 57 NaHHBIX):

N (A>a") = {3; 5; 10; 15; ...}%; (2)

a
— = (23:27:50;93;..1". (3)

O0603Ha4MB Yyepe3 Y YnucIiIo Imonanei cpesa,

a yepes X — OTHOIIEHUE a; /a’, BBIPA3HM MX CBS3b

B BHJIe Tpaduka (puc. 3).
3aBUCHUMOCTD

yucia HEPOBHOCTEMN

pasMepoB  IuTomanei cpe3a (B YCIOBHBIX
equHuIAax) (puc. 2).
AHEMWE NATEH KOHTAKTE [ © KpaAMU
Marer koHrakra 53 (27.082288491 % )
Bog 5 - HE aKTHBEH
n SKM KOHTaKTa [%] UHELMA EYMUNATHEHASA
.0792893792677752  »~  |0.B48056E03773588
0,2970564407 23737 0,86798452830133
0,0270051309748852 0,88679%452830192
0.0154315034142201 0905660877 356494
0,0115736275606651 0.924528301886796
0,169746537556421 0,942396226415098
0,01543150341 42201 0,9622641609434
0,0925890204853208 0.981132075471702
w 1 w
— o, 0.555044 aparer. kpugApui Konroroposa:
=X 0.0507: £ Dxp-= 0,18681
NA>a)=f(a,/a) XapaKTepU3yeTcst

CTENEHHON 3aBUCUMOCTLIO
NA>ad)= 1,9453(a£/a’)°'8705. (4)

N(4>a’')

%e

o
w
[y
=Y

15 20 25 30

'

a L/ a’
Puc. 3. 3aBucuMOCTH 4HCJIA IJIOIIAJMel cpe3a oT

OTHOLIEHUS MAKCHMMAJbHOW TIJIOaguW cpe3a K
paccMaTpuBaeMoii

Fig. 3. Dependence of the number of shear sections on the
ratio the maximum shear section to the one under con-
sideration
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Torna Dyxy = 2-0,8705 = 1,741.
Crenyer cka3arb, 4TO (pakTaibHas pa3MepHOCTh

npoduitst (MOBEPXHOCTH) ISl paccMaTpUBaeMOM
noBepxHocTu paBHa D=1,2868 (Ds=D+1=2,2868).

2(x) = P! i cos(2my™x)

V(Z—D)n

n=n,

rae D — ¢pakTanpHas pa3MepHOCTh MPOdHIIS;
G — mapameTp (ppakTaTbHON MIEPOXOBATOCTH.

B cootBercTtBUUM ¢ puc. 4, U, y4yuThIBas
ypaBHEHHE PO BBICTYTIA, 3aITUILIEM:

(2-D)
2

§=6""a) 2, (6)

rne a’ = n(r")?.

Puc. 4. KonrakTHOe B3amMmojeiicTBue cdepruieckoro
BBICTYIIA C 5KeCTKOI IJIOCKOI NOBEPXHOCThHIO

Fig. 4. Contact interaction of a spheroid asperity with a
rigid flat surface

Pagnyc 3akpyriieHuss BepxHEW YacTH
BbICTYIIA paBeH [9]:

D

a')z
po_ (@)
2mGP-1

(7)

Kputnueckasi njomanb

B kauwectBe KkpuTepus mepexoga OT
MJIACTUYECKOTO COCTOSIHUS BBICTYNA K yIIPYTroMy,
cornacHo [1], npumem:

5. = (1Y 8
C"(2E> k. ®
C nmpyroil CTOpOHBL:
ac
O, = .
2nR
VYuureiBas 3HaUCHUE paguyca, HalJIeM:

[Ipopuns  PpaxkTanpHOW TOBEPXHOCTH
ONKMCHIBACTCS dbyHKIHCH Beiiepmtpacca-
Mangens0poTa:

;1< D<2;y=1,5 (5)
GZ
a, = - 9

FIs

3aBUCUMOCTbh HOpPMAJIbHOM Harpys3ku OT
oniaad  cpe3a B YCIOBHAX  yIpyrou
negopmanuu B COOTBETCTBUM ¢ Teopueil ['epia,
nmeet Bun [9]:

R () =——EGPY(@) 22, (10)
a)=—— a ,
¢ 3421

1-u? 1-u3 -1
rie E — [( B 1) +( EZZ)] , El; EZ:I"'l) MZ _

MOy ynpyroctd u koadduuuents! [lyaccona
COIPSIKEHHBIX TOBEPXHOCTEH.

Jlns mactudeckoil aedopmary BeICTyTIa
COOTHOILIEHUE MEXIY Harpy3koil W IJIOIIaabI0
cpe3a 3aIluIlIeM TaK:

E,(a') = Hd, (11)

rae H — TBepocTh MaTepHaia BbICTYTIA.

B cnyuae ympyroit medopmanum CBSI3b
MEXAy IUIOMAIIMH cpe3a M MSITHA KOHTaKTa
onpenenseTcs COOTHOUIEHUEM a =2a.
Kpurepuii nepexonaa 0T IIJIaCTUYECKOMN
nedopMauu BBICTYNA K YIPYroil MpeacTaBuM
COOTHOIIEHUEM A, = 24,.

B cootBeTcTBHUH C [1], 3anmimeM:

2
2E\D=T
a, = (?) G2, (12)

MHo:kecTBEeHHBIN KOHTAKT

KouraktHoe B3aMOJIENCTBUE
OTIPENIETISAETCS CIACAYIOIINM COOTHOIIICHHEM:
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KauecTBoO MOBEPXHOCTHOTO CJI0SI, KOHTAKTHO€ B3aHMOIleﬁCTBHe, TPEHHE U U3HOC JeTajied MaluH

ap

ac
F =f Ha'n(a")da' +f
0

ac

3V2rm

EGP~ 1(a’) n(a’)da (13)

Pa3mepHoe pacnpenenenne miomanei cpe3a onpeaenseTcs BbIpaKeHUEM

dN(A>a)

da’ (')_C

1 Dxy (2+Dxy)
2 (@) 2z (14)

0<a <aj. (15)

B nannom npumepe ¢ = 1,9453.

3anuiieM HOpMaJIbHYIO HAarpy3Ky I0CJI€ UHTETPUPOBAHUS B BUJIE:

HDXY DXY 1 DXY (2_ ) 4C DXY DXY
F=——"(a') 2 2 (a’ + EGD—l
(2 — Dyy) (@) 2y (ac) 3V2m (3 =D — Dxy) v
(3—D-Dxy) , (3—=D—-Dxy)
(ar) (ag) 2 : (16)

IIpu D + Dyxy = 3 HOpManpHas Harpy3Ka OonpenesseTcs BeIpaxxeHueM [9]:

L*-{:Iw

1
F = 3Hyda

3nech a; =

z]—Jﬂw-u—ny/Z)Ar; ac = ac/2.
XYy

§+%E\/—lp4a_ln— (17)

@dakTUYEeCKYIO TUIOIIAb KOHTAKTA Ui (PPaKTaIbHBIX TOBEPXHOCTEH HallAEM KaK:

4, = —Dxr (1250 (18)
2 = Dyy
Haiinem  3aBucumoctd  (aKTUYECKOM
IUTONIAIM KOHTAKTa OT HOPMAJIbHOW HAarpy3K U et "
CPaBHUM pe3yJbTaThl JJjis  CIy4aeB, Korja 0005 . 32?2,591%59:1 ,
D = Dyyu D # Dyy Tpu CIEAYIOMHUX HUCXOIHBIX e
nanubix: D=1,459; c = 1; tBeppocts H=3000 MITa. 0,020 4 .
Ra = 0,8 mxm; R, = Rgy/m/2 = 1,003 Mkwm; s
Dyy = 1,700; < 00157 o
3aBucUMOCTH  (DAaKTUYECKOW  IUIOMIAIH — o
KOHTaKTa OT HOPMAJIbHOW HAarpy3KW Ul Pa3HBIX o ’
CIIy4aeB MpEACTABICHBI HA PHC. 5. 0,005 i
B paccMaTpuBaeMoM JUana3oHe S
W3MEHEHUSI Harpy3kKd MPUHITHE OJUHAKOBBIMHU L TS L S A I T L N
dpaKkTalbHYI0 Pa3MEPHOCTh TOBEPXHOCTH U FH
pa3MepHOCTh (mokasarenn CTETICHH),
ONpEICIAIYIO  pasMEPHOC  paCHpCACIICHUAC Puc. 5. 3aBucuMocTH GAKTHIECKOH ILUIOMIAXH KOHTAKTA
IJIOMAJeH cpe3a HEPOBHOCTEH (PpakTanpbHOU OT HATPY3KH LISl PA3HBIX CJy4aeB
MOBEpXHOCTU D = Dyy ONUCBHIBAET 3aBUCUMOCTH
C MEHBUIUM YIJIOBEIM KO((QHIMEHTOM IO Fig. 5. Dependences of the actual contact area on the
CPaBHEHHIO C 3aBUCUMOCTBIO, Korjaa D # Dyy . load for different cases
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3aBUCUMOCTh  OTHOCHUTEJIBHOW  (haKTH- 0,012 -
YeCKOW IUIOMIaAM KOHTaKTa OT HOPMAIBHOTO .
JaBieHUs (OTHOILCHHS HArpy3Ku K HOMUHAJIbHOM 0,010

IJIOIIA M KOHTAKTa) MpeAcTaBieHa Ha puc. O.

0,008
HommunansHas miomanab KOHTaKTa OIpEACIsdIaCh

[1] xak: < 0,006
< ]
L}
A 0,004 L
-
— =0,5erfc ) (19) .
Aa Izq\/E 0,002
]
L
0,000 T T T T T 1
rae erfc(..) — pomoiHuTenbHas (yHKIHS 0 18 . 2 20 e
ommOku; d — 3a30p MEXIy CpeiHed IHMHHEn P, MMa
npodmwiast  GpakTaTbHOM  TMOBEPXHOCTH U
MOJIO’KEHUEM TJIAIKOTO KECTKOTro Tefa (puc. 7). Puc. 6. 3aBHCHMOCTH OTHOCHTEJBHOW  IUIOLIANH
3aBUCHMOCTH COJNMXKEHUS OT Harpys3Ku KOHTaKTa 0 HOMHHAJILHOI'O aBICHUS

MPUBEJIECHBI HAa pUC. 8.
PHBCA p Fig. 6. Dependence of the relative contact area on the

nominal pressure

JebopMHPOEAHHEL2 MHKK

épax‘rmmm npoi / m Ej:/m MOEZPXHOCTE

] B)f_ k [f—— _\(\f//cpmm

a)

" JebopMupoEanHan
KE{}OBHO-C‘IB \ J‘ m:mm orrasMrna
\.‘ _.r/ ‘ /

Hepagopauporannai |
HEPOEHOCTD

Puc. 7. lepopmannst HepoBHOCTeI:
a — KOHTaKT (ppakTaIpHOU IIEPOXOBATOMN MMOBEPXHOCTH C IIOCKOM; 6 — IUIONIAIH MATHA U CPe3a BEPXHEH YaCTH HEPOBHOCTH

Fig. 7. Deformation of irregularities:
— the contact of a fractal rough surface with a flat one; b — the area of the spot and shearing of the upper part of the rub
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0,36 | ®  D=1459; ny=1.7
e D=D, =1459 © =
0,34 i
0,32
[ ] | |

2 0,30
= ® [ ]
w5 0,28 ° [
2 L]
T 0,26 ]
Q [ ] | |
£ 0,24+
‘5 ® | ]
8 022 F

0,20

o184 ° .

| |
0,16
T T T T T T 1
1 2 3 4 5 6 7 8
F, H

Puc. 8. 3aBucumoctH cOaMKeHHS OT HOPMAJILHOM
HArpy3Ku

Fig. 8. Proximity dependence on normal load

Takum 00pa3oM MOXHO CHAenIaTh BBIBOI,
YTO (pakTajibHble MOJEIM HMEIOT pa3Hoe
pelieHre KOHTaKTHOM 3ajaud Ui ciiydas
OJINHAKOBOT'O 3HAUEHUs bpakTaibHON
pa3MepHoOcTU Tpoduist U pacrpenenacHus: NsaTeH
KOHTaKTa, U pa3HOT0 3HAUYEHUS.

Oobcyxnenne

O yHKIIMOHAJIBHBIE CBOWCTBA TIOBEPXHOCTH
OTIPENIETISIOTCST €€ KadecTBOM —  (pu3mko-
MEXaHUYECKUMH CBOHCTBAMU MaTepuaia U
TonorpaduuecKMMU 0COOCHHOCTSIMH. {7151 OT1IeHKH
IKCIUTYaTAI[MOHHBIX TIOKa3aTellel MCIONb3YIOT T
WJIM WHBIC MOJICTTH UCCIIEAyEeMON MOBEPXHOCTU U
3aBUCHMOCTH, XapaKTepU3YIOIIue KOHTAKTHOE
B3aMMOJICMCTBUE KaK €JUHUYHOW HEPOBHOCTH,
TaK U MHOKECTBEHHOTO KOHTakTa. dpakTaabHbIC
MOJICNIA OTPAKAIOT CIIa0OHATPYKEHHBI KOHTAKT,
KOTJla CYIIECTBEHHOE BIIMSHHE Ha MapaMeTphl
KOHTaKTHOT'O B3aMMOJCHCTBHS OKa3bIBAIOT
CyOMUKPOHEPOBHOCTH. MopenupoBanue
B3aUMOJICHCTBUSL  (PPAKTAIBHBIX IMOBEPXHOCTEH
JAeT BO3MOXXHOCThH TOJYYHTh KOJHYECTBEHHBIC
pe3yabTaThl c Tpebyemon TOYHOCTEIO.
JlonymieHus, TIpUHUMAEeMbIe B MOJEIH, TOJIKHBI
OBITH TaK WM WHaYe OOOCHOBAHBI. Y TOYHEHHAs
dpakTanbHas MOJENb, MPEJIOKCHHAs B CTaThe,
OTJIMYAETCS OT U3BECTHHIX (DpaKTATBHBIX MOCIICH
TEM, 9TO pa3MepHOCTh Dyy (TOKa3aTenab CTENEHH B
BBIDOKCHHHM I YWClIa TISITEH Ccpe3a Ha
ONPEJIETICHHOM YPOBHE IIIEPOXOBATOW MOBEPXHOCTH
N(A>a')=c(a;/a)P*¥/?) onmyaercst ot

dbpakTaaTpHON pa3sMEpHOCTH TMOBEpXHOCTU. Jlms
00OCHOBaHMA  3TOTO  JOMyHIEHHS  OBLIO
pa3paboTaHo TmporpaMMHOE oOOecredeHue |
IpeCcTaBIeHa METOIMKA OLIEHKH Dyy.

BoIBOaBI

1. PaccmoTpeHa MoJelb KOHTAKTHOTO
B3aMMOJICHCTBUS  CIAaOOHArpy>KEeHHOTO  CTBIKA,
YVUUTHIBAIOIIAsl ~ yCIIOBUE, 4YTO  (paKTalbHas
pa3MepHOCTh  TMOBEPXHOCTU  OTIMYAeTCs  OT
nokasarenst creneHu  Dyy, Ompenensromein
pa3MepHOe pacrmpejefeHue IUIomanell cpesa
HEPOBHOCTEH.

2. IIpemnoxkeHa MmeToauka olueHku Dyy ¢
UCIIONIb30BaHUEM DPa3pa0OTaHHOTO B JaHHOU
paboTe MporpaMMHOTO 0OECTICUCHHUSI.

3. VYTouHeHHas wMojaenb mOTpeOoBaIa
BBEJICHHE Pa3MEPHOCTH (TOKa3aTessi CTENEHH)
pacmpeneneHus 4uciIa IUIOIAnel cpesa U
HOPMHPOBOYHOTO K03(ppuiineHTa ¢, annpoKCUMHU-
pytoruero 3apucumocts N (A > a) = f (a,/a).

4. IlpuBeneHO CpaBHEHHE PE3YJbTATOB,
MOJyYEHHBIX C TOMOIIBI0 TMpeIIaraeMoi u
M3BECTHOU (paKTaTbHON MOJICITH.
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