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Annomayus: [lepcnekmughviMu 603MOJICHOCIAMU XAPAKMEPUIVEMCS COGEPULEHCINEYEMbIll  PACHEHBIX
nOOX00, Dasupyrouuiica Ha peuteHun obpamHelx 3a0ad 0HveMHOU wmamnogku. Paccmampugaomes yxce pe-
uiteHHble U peutaervle NPobIeMbl peanuzayui 06pamHO20 MOOEIUPORAHUA, NO3ROIAIOUIUE GBINOTHANL PACHEmb
8 ABMOMAMUUPOGAHHOM pedcuMe npozpammHbeIMy cpedcmeamu. CoapemenHble IUYEH3UOHHbIE NPOZPAMMHbIE
NPOOYKIMbL MOOEIUPOBANUSA, HPUMEHACMbIE 8 HACMOAUee 8PEMS & MEXHON0ZUYECKOM RPOeKMUPOSanul, nodob-
HbIMU 8CIMPOEHHBIMU PYHKYUAMU HE PACRONasaion.

AxmyansHocms papomut onpeoensiemcs Uccied0ganue;M 3a0aqu fOCCMAHORICHUS KOHQU2ypayul payuo-
HaIbHOT 3020MOBKH HO hopMe 20MOGOLl ROKOGKU, HOCPEOCMBOM peanusayuil 06pamHoze paciema gopmousme-
Henua. B obpamuom mModeauposanuy gulasieHa npobiema eIUAHUA HA ROIYHAEMYIO POPMY 3G20MOBKU VCIOGUT
CIMAYUOHAPHOCII 0COBOT MOYKU 8 PGCYENAX, KOMOpas U AGIAemcs UCCIe008amenbCKoll 4e/lblo paGomsl.

Memoo uccnedosanus. llocpeocmeom zpanuyno-snemMenmn020 MOOEIUPOGanUs onpedeensl YCloeus o
npoyecca ocadku, Xapaxkmepusyioujue KUHeMamuKy nepemeujenus ocoboil moyku npu peutenuu obpamuoil 3a-
oadu Qopmousmerenua. B ocroge pactemnozo nooxooa NONOACEH RPUHYUR NPUOIUICEHHOZ0 COOMEEMCMEUS
npoyecca 0eqpopMuUpoBanis Meepoozo meid u MeyeHus 63Kl ACUOKOCTIU, PACCMAMPUBAeMblii, 6 oM Hucie,
07 3a0ayu onpeceneHs 3Ha4eHUA KPUGU3HbI CROOOOHOI NOGEPXHOCTI.

Pesymomamel. Peuienue onpedensem payuoHiblble 3HAYeHUs Veana OMCmasaniss 2PaHutibIX dJ1eMeHnog
om UHCMPYMeHma, Komopwvle QopMupyiom Hauboiee pagHoMepHoe 0e)opMUpoBaHHoe COCMOsHIE 8 HOKOBKE, 8
3agucUMocmu om yciosuil ouckpemusayuy sadaqu. Ilonyventvle sagucumocmu onpeodeaiom ceéase opmupye-
MO20 paouyca cKpyeieHus Zpaniybl C Yeaosuamy JucKkpemusayuu paciemnoi 3adaqu ¢ obaacmu 0coboti nmovxu.

Abstract: The perfected calculating approach based on solving reverse tasks of process die forging is char-
acterized by perspective peculiarities. Both the problems of realizing reverse modeling that have already been
solved and are still being solved are considered. They allow to perform calculations in an automated mode by
means of software. Nowadays such built-in functions that are applied in technological engineering are noft typi-
cal of modern licensed sofiware used for modeling.

Topicality. It is defined by a considered problem of investigating the task aiming at restoring the configura-
tion of rational workpiece on the shape of forgings, by means of reverse calculating form altering. In reverse
modeling there appeared the problem of affecting the obtained workpiece by the conditions of stationarity of a
special (singular) point in reverse calculations. This problem is the aim of the study.

Method of research. By means of boundary element modeling there were determined the conditions charac-
terizing cinematics of moving a special (singular) point when solving the reverse task of form altering the pro-
cess of settling. The calculating approach is based on approximate correspondence of the solid substance and
flowing of ductile liguid deformation process which are also regarded as the task for determining the meaning of
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free surface crookedness.

Results of the research. The solution determines the rational meanings of boundary elements lag angle from
the tool. These meanings are admitted from the condition of forming evenness and deformed state of the work-
piece in dependence of terms discrediting the task. The obitained correlations define the connection of forming
boundary rounding radius with the terms of discrediting calculated task in the field of special (singular) point.

Knrouesvie cnosa: obvémnaa wimamnoska (OLL), obpamuaa 3a0aua popmousmenenus, aneopumm pegepc-
Hozo nazpyocenus (APH), npamoii memoo zpantynsix snemenmog (MI'3).
Key words: die forging, the inverse task of forming, algorithm of reverse loading, direct boundary element

method (MBE).

B Bompocax TEXHOIOTHUYCCKOTO MPOCKTHPOBAHHUA
MPOLECCOB TOpsiHeii W XOMOAHOH 0OBEMHOI MmTAM-
noBkH (OLLI), npuOpUTETHEIM 3HAYEHHEM XAPAKTEPH-
3yercs mpobieMa onpeaeIeHIs PAIHOHATBHBIX (POpM
3arOTOBOK I MECPEXOJHBIX 3aTOTOBUTEIBHBIX (POpM
(M, KaK CJICACTBUC, 3arOTOBHTCIBHBIX PYUBCB) LI
H3Ieauil — MOKOBOK Tpedyemoii koH(urypamuu. Pe-
KOMEHJALWH COBPEMEHHOH TEXHOJIOTHYECKOH ImTe-
paTtypsl B 3T0i1 001aCTH OCHOBBIBAKOTCH HA Pe3yIbTa-
TaX HCCICHOBAHHN ABYX THUIOB. IMPAKTHYCCKHUX — HA
MPOH3BOJCTBCHHOM OMBITE H3TOTOBICHHA  (DOPM,
KIaCCH()HUUPYEMBIX MO CTENEHH OJHOTHITHOCTH.
TCOPCTHUCCKUX — MO PE3yJbTaTaM NPUMCHCHHA pac-
YETHBIX MOAX0A0B K MPAKTHYCCKHM TEXHOJIOTHYE-
CKHM 33]1a4aM.

[TocneaqHue — MHUPOKO PACIPOCTPAHCHBI B pelle-
HHH TEXHOJOTHYECKHX NMpPOoOIeM, CBA3AHHBIX C H3TO-
TOBJICHHCM MOKOBOK, HMCIOLIHX OT/IHYUA OT THIIOBBIX
KJIACCH(UKAIMOHHBIX (JOPM, 0COOCHHO B CBCTC pas-
BUTHS PAJA PACUETHBIX METOAMK, Oa3HPYIOIIHXCS HA
COBPCMCHHBIX YHCIICHHBIX MCTOAAX MOACTHPOBAHMS
(popmonsmenenusa (koHeuHbIX (MKD) H rpaHHuYHBIX
(MI'3) anemenToB). [IpuMEHECHNE ITHX MCTOIHK T103-
BOJIICT HE TOJMBKO CHI3UTH PACXO/IBI HA H3TOTOBJICHHE
JKCMEPUMCHTANBHOH  TEXHOJOTHYCCKONW OCHACTKH,
NOBBIIAA JOCTOBCPHOCTH NPEABAPHTEIbHBIX NPOCKT-
HBIX TPEANOI0KeHHH 0 ee d(MPEKTUBHOCTH, HO H II0-
MYCKACT Y’KC HA CTAJUH NMPOCKTHPOBAHMs YIpaBiCc-
HHC TAKHMH MOKA3AaTCLIMH TPOAVKIMH, KOTOPHIC B
TPATIHLUHOHHBIX 3KCTICPHMCHTANBHBIX UCCICT0BAHMAX
MOTYT AHATH3UPOBATLCH TONBKO IOCIEC IPOOHOMH
mraMnoBkd. M ecnu A mpoLeccoB MITAMIOBKH B
OJHMH ICPEXOJ YHPABICHHC YACTHYHO MOKET OCY-
LICCTBIATHCA M3MCHCHHECM MAPAMETPOB CTAHAAPTHBIX
3arOTOBOK 0€3 CYIIECTBEHHOTO M3MEHEHHsA OCHACTKH,
TO H3rOTOBICHHE Oonee CHOXKHBIX (OpM — 3a He-
CKONTBPKO MEPEX0J0B, MOKET MOTPeOOBATH 3aMCHBI
OJIHOTO WJIH BCEX 3arOTOBHTCIBHBIX PYYbEB, 000pY-
J0BaHUA (MO0 MOIIHOCTH), CPEACTB MEXAHHM3AUWH. A
3TO CYLIECTBEHHO CKA3bIBAETCA HA BEJIHYHHE Pacxo-
JI0B, BBLAC/AIEMBIX HA MPOCKTHBIE pa3padoTku (M HA
ce0eCTOMMOCTH H3/IC/THI BIOCICACTBHH).

B 3TOM CMBIC/IC, MPUMEHCHHE PACUCTHBIX 10AXO0-
J0B K TMPOCKTHPOBAHUK) TEXHOJOTHHYECKHX CXEM
IITAMIOBKH BCCLJA B/AIOCH BAKHOH HAYYHO-
TCXHIUYCCKON MpOoOIEMOH, a HX COBCPHICHCTBOBAHHC
COBMECTHO C METOJIMKAMH MPUMCHEHHS — AKTYaNbHOI
3agadeil pa3sBHTHA Ky3HEUHO-IITAMIIOBOYHOTO MMPOM3-
BOJICTBA.

ITpu 3TOM IpOLEAYpa HCNOIb30BAHUA PACUCTHBIX
MOAX0J0B JaKe B TIpeJenaX MPHMEHCHHS OJHOTO
PAcUETHOTO METOJAa MOKET Pa3IH4yaThCid Kak 1Mo 3¢-
(peKTHBHOCTH (PALMOHATBHOCTH NOJIYy4aeMOI0 pelle-
HHUS), TaK H N0 NPOTAKCHHOCTH MPHIOKCHUSA METO-
JUKH K PCIICHHIO KOHKPCTHOH TCXHOIOTHYCCKOW 3a-
JA4H (ITUTETbHOCTH MAITHHHOTO BPEMCHH).

C mo3uumii 3(pPeKTUBHOCTH PACUETHBIE TOIXOIbI
B NPHIOKCHHH K TEXHOJIOTHH INTAMIOBKH MOTYT
OBITH. MPSAMBIMH — COBIAJAIOIIUMH 10 HAIPABJICHUIO
C ©CTEeCTBEHHBIM MPOTEKAHHEM Tporecca (hopMoms-
MEHEHHA (3arOTOBKH — B TMOKOBKY), OOpaTHBIMH —
HAIMpPABJICHHBIMH HA ONpeAcacHUC (DOPM 3aroTOBOK OT
(popMm 3amaHHBIX TOKOBOK. [IpsAMBIC 33]Ja4M, 1O aHA-
JIOTHH C HATYPHBIM SKCIICPUMEHTOM, AEMOHCTPHPYIOT
JUATHOCTHYECKHE CBOIiCTBa pacyéTHOro MOJIX0/a,
OTpaskas pe3yJIbTaThl 3apaHee MPUHATOTO PELICHHS —
B BHIEC HCHONB3yeMOH (popmer 3arotoBku. Ilo 3toi
MPHYIHE TIPAMBIC PACYETHI MOTYT BBITOTHATECA MHO-
TOKPAaTHO, J0 MOMYYCHHS VI0OBICTBOPUTCIEHBIX
PAUMOHANBHBIX PE3VIBTATOB mpouecca (popmousMe-
HeHua. OOpaTHbIC, XapakTepu3ysich OOibLICH MeTo-
JHMYCCKOH CI0KHOCTBIO TPH 3apPAHEE IMPHHATOH CXEME
HCIOIHCHUS TTOKOBKH M KOPPCKTHOCTH PAacUETOB, YiKe
MOCNe OJHOKPATHOTO TPHMEHEHWS TapaHTHPYIOT
ompeJelcHHe TAKOH (JOpPMBI 3arOTOBKH, M3 KOTOPOii
MOKHO TIONYy4aTh 3aJaHHYIO MOKOBKY [1]. DTOT 23(-
(pekT B NPUIOKEHHH K METOIMKE MPOCKTHPOBAHHS
MPHHATO IMCHOBATH «HATPABICHHOCTBIOY.

Kak cregyer w3 CKa3aHHOTO, B CHJY HAMpaBJICH-
HOCTH, CPABHHTEIBHO Oojbmel 3()()eKTHBHOCTBIO B
TEXHOJIOTHYECKOM MPOECKTHPOBAHUH XaPAKTEPH3YIOT-
Cs pacyeTHBIC MOAXOJBI, OCHOBAHHBIC HA PCUICHHH
HMEHHO O0OpaTHBIX 3a1a4 (popmomsmeHeHms. M, He-
cMoTpsa Ha 10, uto B obnactu OIIl meproe perueHue
00paTHOH 3a7a4m, PeaJn30BAHHOE METOJ0M BEpXHEH
oucHkH (MBO), 651710 nmomyueHo eme B pabote [1], oo
HACTOSILICTO BPEMCHH BO3MOKHOCTH O0paTHOrO MO-
JICTHPOBAHUS HE PEaTu3yHTCA ABTOMATH3HPOBAHO
YHCJICHHBIMH METOJAMH B COBPEMEHHBIX CIELHATH-
3HPOBAHHBIX THICH3HOHHBIX IMPOAYKTAX (TIPeaHa3HA-
YCHHBIMH 711 PacuéTa IIACTHYCCKOTO (DopMOM3ME-
HCHHA B 00pab0TKe METANIOB AABJICHHEM ),

OCHOBHBIC TIPHYHHBI OTMCUCHHOTO!

—  HCXOJHAs HCKOPPCKTHOCTH OOPATHBIX 3a7a4 Kak

Kjacca;

—  PA3MUYAIOIIMECH MO CJOKHOCTH BAapHAHTBEL H

BO3MOKHOCTH IIPHMECHACMBIX ATTOPHTMOB peIie-

HHUs OOpaTHBIX 33734 (DOPMOM3MCHECHMS B 3aBHU-
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CHMOCTH OT HCIO/Ib3YEMEBIX B pacuérax YHCJICH-

HBIX MCTOJOB MOJCIHPOBAHHS,

—  MHOTO3HAYHOCTB BO3MOKHOTO (popMooOpasora-
HUS Ae(hOpMHPYEMOTO TBEPAOTO Telaa B 00NacTH
0COOBIX TOUEK — TOUEK CTBIKA KOHTAKTHOM H CBO-
00aHOI MOBEPXHOCTEH I'PAHMIBI, NOPOKIAFOIIAS
pa3HooOpa3ue (popM 3aroTOBOK, OMPEACTACMBIX
pacyéTom.

Penienne mpoOieMbl HCXOJHONH HEKOPPEKTHOCTH
00pATHBIX 32424 MOJKCT OCYIICCTBILITECA PA3IHIHBI-
MH CHoco0amMM, OJMH M3 KOTOPBIX HOAPOOHO pac-
CMOTpEH B padorte [2].

BapuaHTHOCTE CXEM peann3yeMBbIX AITOPHTMOB
PCIICHIA 06paTHbIX 3a1a4 B 3aBHCHMOCTH OT IIpHMEC-
HACMBIX YHCICHHBIX MCTOJOB MOJCIMPOBAHHA IIO-
IpoOHO paccMarpuBacTcsa B padore [3, 4]. B Heil, B
YACTHOCTH, TIOKA3AHO, YTO B CIy4Yac MPHUMCHEHHS K
peLIeHH0 00paTHBIX 33734y (POPMOHM3MEHEHUs Mpsi-
Moit (popmbr MI'D [5] moxkeT yCHmEmHO HCHOIB30-
BaThCA AMTOPHTM pPEBCPCHOTO HarpyzxkeHusa (APH)
COBMCCTHO C MCTOXHMKOH THAPOIHHAMHYCCKUX AHAJIO-
Ui pelleHHH HeyNpyrux (HeMMHEHHbIX) 3ama4 [6].
ITpumenenne APH mocpeacrBoM (pakTHyeckoro pac-
CMOTpEHHS Tporecca (pOpMOH3MEHCHHS B 0OpaTHOM
HAMpaBICHHH 0C3 MCPHOAMYCCKOTO PEBEPCHPOBAHMS
KMHEMATHYECKHX TMAPAMETPOB HAa TPaHHIE TEna, Cy-

Y. mm
501

BUAE (ABTOMATHYECKOM WM ABTOMATH3HPOBAHHOM).
BBuay otcyrcTBHA NMOJOOHBIX (DYHKUHH ¥V COBPCMCH-
HBIX JIMIICH3HOHHBIX MPOTPAMMHEIX NPOIYKTOB IIPO-
CKTHpOBaHuA mpoueccoB OM/I, BBINOTHSIOMMX MO-
JCTHPOBAaHHE MCKIFOUHTEIBHO MPAMBIX 3aga4d (op-
MOHM3MEHEHHA, 3TA BO3MOIKHOCTBH ONMpeIeleT Cymie-
CTBCHHYH) 3HAYMMOCTb H aKTYaJIbHOCTb PEIIACMOMH
HOPOOICMEL,

[TpobremMa MHOTO3HAYHOCTH (MHOTOBAPHAHTHO-
CTH) PE3YyJILTATOB BO3MOYKHOTO PACUETHOTO (JOpMO-
00pa30BaHHA TpaHUUBI A¢()OPMHUPYEMOTO TBEPIOTO
Tea B 00mMacTH 0COOBIX TOYCK CICAYCT U3 MPHHIMIA
oOpalneHus1 TPHYHHHO-CICICTBEHHOH CBs3u 7], KO-
TOPBIH TOJIOKEH B OCHOBY OOpaTHBIX pacuéroB. B
COOTBETCTBUH C HHM, OIpeIeaseMasn pacuéToM mpel-
BapuTeIbHAA (JOpMA 3arOTOBKH (IpH MHOOBIX YCIOBH-
SX KOHTAKTHOTO TPCHHSA, OTIMYHBIX OT HACATBHOTO
[8]). hopmupyeTcs rpaHUHHBIMEH YCIOBHAMH HCXOIS
H3 NPHHHUMAEeMOH cxeMbl Je()opMHpPYEeMOro cocTos-
HHUS, KOTOpPYIO ompenenster paspadoruux. WHeiMu
CIOBAMH, paccMaTpHBasd mpouecc odparHoro dopmo-
00pasoBaHHA rPaHUIBI 1e(hOPMHPYEMOTO Teaa B 0CO-
00i TOUKe, YCJIOBHI €€ mepeMelleHus (B Hampasie-
HHH COKDALICHUA KOHTAKTHBIX YYACTKOB IPAHHIIBI)
HITH CTAMOHAPHOCTH, ONPEACAIOT Pa3IMIHbIC MPe/-
BAPUTC/IBHBIC (DOPMBI 3arOTOBOK, KaXKAas U3 KOTOPBIX

Puc.1. Paznuvue 3020mosumensuuix popm, ROIY4AeMbIX 00pAMHbIM PACYEMoM, 8 3a8UCUMOCIIU Ol YCTIOGU
CMAaYUOHAPHOCI 0COOBIX MOYEK (@) U paciemnas cxeMa OuCKpemusayuu uccieoyeMo ooaacmu (6):
lLa—max; 2.a=9% 3.0=12% 4.a=15% 5.a=18% 6.a=21°
Fig. 1. The difference between the blank forms obtained by the reverse calculations, depending on condition of
stationarity the special (singular) points (a) and the calculation scheme of discretization the study area (b):
lLa—=max; 2.0=9% 3. a=12% 4.a=15°% 5. a=18°% 6.a=21°

LICCTBCHHO YNPOINACT CXCMY MPUIOKCHUA YHCICH-
HOTO METO0/Ja K 3aJa4aM MPOEKTHOr0 — HAMpPaBICHHO-
IO ONPEICICHUS PALHOHATBHBIX (DOPM 3aroTOBOK
(ans TOKOBOK 3apaHec 3adaHHOU KOH(Hrypamum).
ITocnenHee, B CBOIO O4epedb, OTKPHIBAET MEPCHEKTH-
Bbl IIPHMCHCHHA paC‘iéTHOFO noaxoaa K 3agadam
npoekTHpoBaHuA mpoueccoB Ol B mporpamMMHOM

oOecneynBaeT BBIMOJIHEHHE 3aJaHHOH (popMbI (1O-
KOBKH) B IIPSIMOM HATPABJICHUH (CM. puc.1.a).

B neperix pabGotax mo oOpaTHOMY MOICIHPOBA-
Hiro B OII [1]. mpiMeHeHHEe HHIKEHEPHOTO METOMa
pacuera (MBO) ¢ maeanu3MpoOBaHHBIM IIPECTABIIE-
HHEM TE€OMETPHH CBOOOJIHBIX IMOBEPXHOCTEH B 007a-
CTH OCOOBIX TOYEK, 3TOH CHCUM()HKH MOYTH HE YVUH-
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ThiBa0. C pa3BUTHEM PACHETHBIX METOIHK H TIOBBI-
LICHHCM HX TOYHOCTH, MPOOICMa ONMpPEACICHHs BapH-
AQHTHOTO WCTIOJTHCHMS CXCMBI M3 MHOKECTBA MPHOO-
pena akrvanbHOCTh. 10 3TOH mpUYMHE PE3YIBTATHI
00paTHOr0 MOJCTUPOBAHMA, KAK MPABHIO, HOCAT
CYOBEKTHBHBIN XApPAKTEP, OTHOCHMBIK K OMNBITY H
HHTYHI[HH IPAMEHAIOMUX €T0 pa3padboT4ukos [9].

Tak, Hanpumep, B padote [10] Obram chopmy -
pOBaHBI MpaBWIA OJHOTO BAPHAHTA MEpexoja Marte-
pHaTa ¢ KOHTAKTHOH IMOBEPXHOCTH HA CBOOOIHYIO, B
BHIC T'COMCTPHUYICCKOTO VCIOBHA COXPAHCHHS BBIIYK-
TOCTH — JOCTHKCHHA MAPaNICIbHOCTH KacaTeIbHBIX
K CBODOOTHOI MOBEPXHOCTH B JABYX COCEIHHX TOYKAX
Ha Heil. DTH YCJIOBHS NMO3BOIMIH MOJYYHTH TIaTKHE
BBITYK/IbIC 3aTOTOBHTEIBHBIE (DOPMBL YIOBICTBODSI-
HOIIUE TPCOOBAHUAM ITAMIIOBKH.

BMecTe ¢ TeM, BAPHAHT MPCIIOKCHHOTO YCIOBHA
— OJIWH M3 BO3MOKHOTO MHOkecTBa. OH He YYHTHIBaA-
eT JaHHeIX paboTe! [11, 12], rae nokaszaHo, 4To B Le-
JLIX CHIDKCHHA 00BEMA 001051 1 IOBBIICHHUS ITyOHHBI
pacnpenencHua — Ac(OpMAIHH,  3arOTOBHTCIBHBIC
(pOpMBI MOTYT OBITH W BOTHYTBIMH CO CTOPOHBI CBO-
OOIHBIX 30H. JTO OOCTOSITEIBECTBO, 4 TAKXKE JAHHBIE
NPUMCHCHHA OOpPaTHOrO MOJCIHMPOBAHHA K 337a4aM
onTHMH3AIEA  (JOPMOOOPA30BAHHA MO  AATOPHTMY
00paTHOH MPOrOHKH AHHAMHYCCKOTO HPOTPaMMHpPO-
BaHus |13], mo3BOJMIO NpPEeAJIOKHTE ANBTCPHATHB-
HBIH BAPHAHT METOJHKH DPELICHHA BOIPOCA MHOTO-
3HAYHOCTH, 00JICE MPOCTOH W MEHEE CTPOTHI B CPaB-
HCHHH C ONTHMH3AUHOHHBIM. JTOT BAPHAHT HCIb3S
CPABHHMBATH C ONTHMH3AMHOHHBIMH PEIICHHUAMH, HO
ero ((peKTHBHOCTh C MO3HIHI CHIKCHHSI HCPABHO-
MEPHOCTH Je()OPMHPOBAHHOTO COCTOSAHHA B TBEPAOM
TEIC NPHOMDKACTCA K PE3YyIbTATaM IIOIYyYCHHBIM
JUHAMIYCCKHM MPOTPAMMHPOBAHHCM H BBIICTIACT CTO
M3 MHOKECTBA HHTYHUTHUBHBIX MOAX0A0B [14].

B cootBercTBHEH C 00pallcHHBIM NPEACTABICHU-
€M JBH:KEHHUA Ae(pOpMHUpPOBAHHA, Mpouecc (opmMood-
pa3oBaHUA M3JeaMA KBaapaTHOro ceueHua 70x70 mm
(puc.1.a). MOIYHACMOTO OCATKOI TIIOCKAM HHCTPY-
MeHTOM, 0 APH [3] mokeT paccMaTpuBaThCsA COB-
MECTHO CO CXEMOH AMCKPETH3aLHH B 001acTH 0c000i
TOUKH (CM. puc.1,0).

Beuay nogo0usa peoaoru4cCKiX CBOHCTB CBHHIA
(Mpu KOMHATHOM TeMmeparype) u cTaziei (B Temmepa-
TYPHOM [AHANA30HE KOBKH W mrammoBku) [15, 16],
npuHAT Matepuan moaenud — Pb, =20°C. ITockomaeky
KPHTCPHCM OIICHKH sIBJLICTCA CHIDKACMAs HCPABHO-
MepHOCTBh AeopMupoBaHHOTO cocTosHuA (J5) [17], B
nocieaHee BpeMs YIIOMHHAEMBbIH, HApUMeEp, B pado-
1e |18] KaK (J), — ryGuHa €ro pacmpoCTpaHCHHA 10
BCEMY PACUETHOMY CCUCHHIO, TPAHHYHEIC YCIOBUA HA

KOHTAKTE COOTBETCTBYIOT YCIOBHIM (JOPMHPYEMOI
MAKCHMAJIbHOH HEPABHOMCPHOCTH — MAKCHMATBHOMY
KOHTAKTHOMY TPCHUIO,

B cooTsetcTBHM ¢ puc.1.0, BBOAWIACE VCIOBHAN
BEIMYHHA paguyca CKPYIJICHHA [ TpaHH4HOIl To-
BEPXHOCTH B 00/1aCTH 0CO00M TOUKH (COCTOALIEH H3
JBYX TIPAaHHYHBIX Y3710B. (i) — IPHHAAJICHKALICTO
VUACTKy CBOOOJHOH rpaHmusl u (i+1) — mpuHAmIC-
SKAIETO KOHTAKTHOI MOBEPXHOCTH) M JABYX CMEMHBIX
C Hed y3moB (i+2) M (i-1) TpaHHYHBIX DJIEMEHTOB
(uTHHOI LisLin . COOTBETCTBGHHO), MPHHAIIC-
JKamuM 00euM rpaHuLIaM

R \/(L.i+1 +L; 1 -cosa)2 + (L1 -sina)2
N 2-sinc (1)

Meroauka y4yeTta TpaHHYHBIX YCIOBHH B 0COOOH
TOYKE, COCTOAMICH H3 ABOMHOTO Yy3]4, MPUBOIHTCI B
padorte [4].

OueHka  HEPABHOMEPHOCTH  paclpe/cieHHs
HAKOIUIEHHOH Ae(pOpMALMH MO CEHYEHHMI) OCYIIECTB-
JA71ack Mo mapameTpy [17]

Z S,

Eop — &
Js= =

cp n
Z Sn . (2)

rae &in U S, — UHTEHCHBHOCTH Jehopmanuu Ha
MPOM3BOJIBHOM (7-0M) YYACTKC CCUCHMA M IIOMAIb
3TOTO YYACTKA; £ — CPEAHEB3BCIICHHOE TI0 TUIOMAAH
(00BEMY) 3HAUCHHE WHTEHCHBHOCTH CTeneHH aedop-
MALHH [0 CEYEHHIO MOKOBKH.

Munnvms3amus mapamerpa Js A1M onpeacIeHHs
palHOHATBHBIX VCIOBHH HIPOTCKAHHS HpOIECCa
LWITAMIOBKH — YCJOBUIl «OTCTABAHHA» — MEPEMELLE-
HHA 0CO00H TOYKH B TMO3HIMIO CACAVIOIICTO y3/1a Ha
KOHTAKTHOH INOBEPXHOCTH (IOKA3QHO CTPENIKOH HA
puc.1.6). conpsokeHa co cnosKHOCTAMH. OHHM CBS3aHBI
C TEM, YTO 3aBHCHUMOCTb (D)YHKI[HH H3MCHCHHSA HEPAB-
HOMEPHOCTH OT BEJIMMHHBI a0COTIOTHOIH Ae(hopMaiuy
Js(h) BHauane MpOABIAET JTHHEHHBIE CBOHCTBA (CTa-
LUOHAPHBIC), A 3aTEM — HC/IMHCHHBIC (HE CTALMOHAp-
HBlc). B 310l CBSI3M MHMHUMU3ALMH TOABEPTacTCA
napaMeTp

J5 —> min

Js )
e — min
(3)

rJc BeMWYMHA /i ompeaenseTcs MpeaeTbHbIM 3HA-
yeHneM aOCOMOTHOH aJeopMauiu, MPH KOTOPOMH
KO3((pHIHEHT IOCTOBEPHOCTH AMIPOKCHMHPYIOMICH
¢t (DYHKIMH THHCHHOTO THIIA COOTBCTCTBYCT OTPAHH-
YCHHIO

r? = 095 4)
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Puc. 2. Bruanue sHavenuii yana omcmasanus (o) np 0opamuom MoOenuposanuu Ha kpunepuii HepagHo-
MepHOCIU 0eqopMUPOSANHO20 COCMOAHUA (RPU AuHeliHoll annpokcumaiuu — 1 u Heauneinol — 2 gynxyuu
Js(h) (a) u na ghopmy nonyuaemuix 3azomogok (6) (no3.3... 10) ¢ yenom omcmaeanus 3. 21 5, coomeemcmeern-
Ho (A = 35 L=5 mm)

Fig. 2. The influence of the lag angle values on the reverse modeling criterion uneven deformed state (with
linear approximation — 1 and nonlinear — 2 functions Js(h) (a) and the shape of the resulting blanks (b)
(pos.3...10) with the lag angle 3... 21 %, respectively (Ax = 3 L=5 mm)

Tabmiua 1 — BapuasaTsl 3aMCIICHAA YICHOB BBI-
paxeHus (7)

Table 1 — Options for the replacement of members
the expression

Newap. | Guam. | Pewymp | Ponew k
1 | owy | ouy | O |-13,578
2 Ovi-1) Ofi+1) 0 -
3 Oyi-1) or 0 -46,676
4 | ow | opy | ow | 48,648
5 oo | oun | O | 4,003
6 Osi) Oifs o7i) -62,123
7 O Oife 0 -55,782

MopenupoBanne 00paTtHOro (HOpPMOH3MECHEHHS
HA TIEPBOM JTale HCCIEJOBAHUN OCYILIECTBILIOCH
OpU YCIOBHH AUCKPCTU3ALUM TPAHULBI 3JICMCHTAMU

Lgz=Lig=3 10
sy S o — 10
=321 Ax=3 . PesymstaTrom monemmpo-

BAHWs SBJSIOTCA JAHHBIE, TPEACTABICHHBIC HA
puc.2.a, H3 KOTOPOTO CIEAYET, YTO YCIIOBHE MHHHUMH-

BBIIOJTHCHHA  YC JOBUH

J 5/
3alMH YACIbHBIX 3HAYCHHH h (3) Ha crauuoHap-
HBIX CTagHAX Ae()OPMHPOBAHHA JOCTHUTAKOTCA IPH

~ o]
BCTHYMHE YIMa oTcTapamma & = 18% KOTOpOMY
COOTBETCTBYET 3HAYEHHE pAIUYyCa  CKPYIJICHHS

Rig =[R]=1560mm

Hcnomesysa 3HaveHue [R| W AMMHBI TPaAHUYHBIX
37IEMEHTOB, CTHIKYIOLIHXCA B OCO0OM TOYKE, MOKHO
OIPCACINTE IPCACIBHBIN YIO1 OTCTABAHMS JICMCHTA

(Zi-1)
=1) 0T nOBePXHOCTH HHCTPYMCHTA, TIPH KOTOPOM

MOKHO TIEPEHOCHTH OCOOVIO TOYKY ((i)’ (i ¥ ])) B
CTIC Ty FOLTHH MOCIE HEEe KOHTAKTHBIN y3el (l * 2)

a=180-p4 )

Li_;
+ arccos——

rac 2-[R]

HmennO BBRIpOKCHHC (5) MO3BOIACT MOIYUMTB,
KOHTPOIMPYEMBIii O CTAJHAM PACHETHOTO 0OpaTHOrO
(hopMOM3MEHEHH NAPAMETP, ONPEACIAIOLIMN TAKYIO
(hopMy 3aroTOBKH U3 MHOJKECTBA, KOTOpas obecreqH-
BACT HAMMCHBLIYIO CKOPOCTb H BCIMYHHY HCPAaBHO-
MepHOcTH (hopmupyeMoro ae)opMHPOBAHHOTO CO-
CTOSIHHS B PACCMATPUBAEMOM CEYECHHH.

Pasnmuuarommecs yCcnoBHA CKOPOCTH OTCTABAHHA
MaTepHaga 3aroTOBKH OT NPSMOJMHEHHOTO y4acTka
LWITAMIA MOPOXKIAIT H Pa3aHUHBIC 3HAYCHUA 00pat-
HOH aOcomoTHOIT meopmaiuu, (GOPMHPYS CeUCHHS
3aroTOBOK pa3muyHOl BeICOTEI (puc.2.0). ITo aToii
IPHYUHE, NOMHMO YCJIOBHH CTALMOHAPHOCTH IIPU
OTPCACTACHHE (JOPMBI VUHTHIBATOCH VCIOBHC MOTCPH
BEPTHKATIBLHOH YCTONYUBOCTH, BRIPAKAEMOC B BUIE

Yooy £20..25

min (6)

rJe B YHCIHMTEIEC M 3HAMEHATENC HAXOJATCS 3HA-
YEHHUS MAKCHMAJIBLHOI BBICOTHI W MUHHMAJBHOMN INH-
PHHBI CCHCHHA, COOTBETCTBCHHO.

Bemmunny 00pa30BaHHA paaHyca MOXKHO HOsC-
HUTH U C NO3UIUMH KIACCHYCCKOM r'HapoMEeXaHUuKu (10
AHATOTHH C MCTOJAOM THIPOJMHAMHYCCKHX TPHOIH-
SKCHUIT MpH pacueTe (JOPMOU3ZMECHEHUS TBEPAOTO TEaa
|6]), BOCHONB30BABMIHCH W3BCCTHBIM BBIPAKCHHEM

L,
B =arccos —+L
2[R
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Puc. 4. Pesynemamul ghusuveckozo s3xcnepumenma
(Pb, t=20°C) wumamnosku ocaoxoti haconnoil 3a20-
MoK (a) 8 ROKOBKY K8AOpamHozo ceveHus (6) npu

senudune ocaoku h=45.6 mm
Fig.4. The results of physical experiments (Pb,
1=20°C) forming the process of settling workpiece (a)
into the forgings of square section (b) when the magni-
tude of settling h=45.6 mm
[19, 20]

o 2'0-Ham

P GHYMp Penew (7

B KOTOPOM KOMIIOHCHTHI HATSDKCHHS TOBCPX-
HOCTHOTO CIOSA & H JABJCHHH BHYTPH H CHApPY3KH
«IY 3BIPSD» MOTYT OBITh MPEACTABIEHBI KOMIIOHEHTAMH
CXEM HaNpsUKEHHO-AE(DOPMHUPOBAHHOIO COCTOAHHA B
00macTH 0co00H TOUKH COBMECTHO C KOPPCKTHPYIO-
oM ko3 uuuenroM k. PaccmarpuBaanch HECKOTb-
KO BAPHAHTOB, AHAJOTHA 3aMCIICHHSA KOTOPBIMH
MpeacTaBIcHa B Ta0mne 1.

B tabnuue | npuHATH cleayromue 0003HAUCHH:

— Ofi-1), O(i+1)» Ofi+2)— THAPOCTATHUECKOE JABJICHHE
B TOYKE (i-1), (i+1), (i+2) COOTBCTCTBCHHO;

— or = 5 MIla —npenen Texy4ectu Pb, =20° C,

— Oi(s obveme) — UHTCHCHBHOCTD HAMPSLKCHUI B 00DB-
eme Ac(hopMHEPYEMOTro CCUCHHUS TETa;

— O¥() — KacaTeNbHOE HATIPSKEHHE, JeHCTBYI0IIEe
B IPAHHYHOMH TOUKE (7).

Haubonce cTabnuIpHBIME 3HAUYCHISIMHE ITapaMeTpa
k ormmuaercst BapuaHT Ned4, KOTOPBIH HE 3aBHUCHT OT
MAPAMETPOB FCOMETPHYECKOTO YIAJICHHA TOUCK TPH-
JIO’KCHHA NICPCMEHHBIX, MOJIyYaCMbIX PacUETOM:

2 0ot
S
R=p—20_
Oj+1 — O . 8)
B pesynbTaTe HCCIEI0BAHHIT OBIIO YCTAHOBJICHO,
YTO NpPH JUCKPETH3ALHH PACCMATPHBACMOH 3a1a4d
TPAHHYHBIMH 3JICMCHTAMH, JJIMHA KOTOPBIX OIH3KA K

5 mm, yrom oTctaBaHHs () (opMHpYIOIMIT MUHH-

Y, h Y. mm

50 il 50 _Wj
4DW1 40 {

30 304

20+ 204

. X, MM o X, MM
10 20 30 40 10 20 ) 40

a) 6)

Puc. 3. JluckpeTHsarus NoKOBKH (d) ¥ 3aTOTOBKH (6),
MOTYYCHHO 0OPaTHBIM PacyeTOM MO PEKOMEHIYEMO-
MY BapHaHTy (R=15.6 mm, L=5 mm, o=18°)

Fig. 3. Discrediting the forgings (a) and workpiece (b)
obtained by the reverse calculation on recommended
variant (R=15.6 mm, L=5 mm, o=18°)

MaIbHYK) HCPABHOMCPHOCTE  Ac(opMHPOBAHHOTO
COCTOSIHUs (HAMOOIBIICC pacHpocTpaHcHHUE acdop-
MALMH B CEUCHMH NMOKOBKH) cocTaBister 18° (puc.3).
YuuTeIBas YCIOBHE MHCKPETH3ALMH, YCTAHOBICHO,
YTO 3TH JAHHBIE COOTBETCTBYIOT paauycy R=15.6 mm
(cm.BIp.(1)) mpu adbcomoTHOH Acdopmaruu /1=45.6
Mmm. Pacmonarasi y)ke M3BECTHBIM 3HAYeHHEM R I7d
HCIIO/Ib3y EMOr0 MAaTEpHaIa, MOXKHO 3apaHee ompenc-
muThE 10 (popmyac (5) YCIOBHC Cro OTCTABAHHA OT
MIOCKOH MOBEPXHOCTH INTAMIA — MPH JOCTIKEHHU
3THX BETHYHH B TPOIICCCE pacycTa oOpatHOro (op-
MOHM3MCHCHHA.

HarmsagueiMu pe3ynbTaTaMH HCCIEJOBAHHH sAB-
JAXOTCA JAHHBIE JKCIEPHMEHTA, MPEACTABICHHBIE HA
puc.4. Ha Hem npusoautcsa HauboOJIce palHOHAIBHAL
(hopma acoHHOIT 3arOTOBKH, TMOMYUYCHHAS 00PATHBIM
pacyeToM A7 BapHaHTa ¢ mapamerpamu o=18°, L=5
MM, R=15.6 mm. AHATOTHYHO NPCAMCCTBYIOIHM
JAHHBIM, TIPUBOJAATCH KapTHHBI 1/4 paccMarpuBacMo-
ro ceyeHusA. Ha HUX MITFOCTPUPYETCH KAK HECTALMO-
HAPHOCThL TEYEHHs BHYTPH NMOKOBKH (IBOIHOE 00UKO-
00pa30BaHNE), TaK H CIIOCOOHOCTH BBITMIOJHCHHA TpPE-
Oyemoit (hOpMBI MOKOBKH Ja:KE HA YYACTKE CBOOOA-
HOH MOBEPXHOCTH, ATMHA KOTOPOTO B KOHLE MpPOLEC-
ca coctaBmsieT He MeHee 50%.

Taxkum o00pa3oMm, paccMAaTPHBAEMYIO METOJHKY
MOJKHO MCIIOJIB30BAaTh B KAuUCCTBC AITOPHTMA i
MPOTPAMMHEIX MPOIYKTOB, MPUMCHICMBIX B MO/ICITH-
POBaHHH 0OpPAaTHOTO (DOPMOM3MEHEHHS B TEXHOIOTH-
YECKUX NMPOoneccax 00bEMHOH MTAMIIOBKH.
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