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Yemanocmuas doncoseunocms omeemcmeenubix YUIUHOpUYeCKux oemaneli
onpeodensemcs CMAOUILHOCMbIO CBOUCHME NOBEPXHOCMHO20 Cl0A, OJiA
Gopmuposanusi Komopozo IPGeKmusHo NPUMEHAEMCs MHO20NPOXOOHOE
CmpouHOe NOBepPXHOCMHOe naacmuyeckoe deopmuposanue. B xauecmee
OCHOBHO20 02pAHUYeHUss OAHHO20 Memooa Gbicmynaem Kpaegou dgexm,
NpoAGIAIOWUIICS. npU pabome CMAHOAPMHBIX YUTUHOPUYECKUX POJUKOB.
Jloxkanvnasa kouyenmpayus HANpANCeHUl 8 KPOMOUYHLIX 30HAX UHUYUUPYem
HEPABHOMEPHOCMb NIACMUYECKO20 MedeHus Mamepuaid, 4mo eedem K
00pa3z08aHUI00 OCMAMOYHBIX HANIBIBO8 HA SPAHUYAX CMENCHbIX NPOX0008 U,
Kak credcmeue, K — CHUdCeHuro Kavecmea u3zldenus. Hacmoawee
ucciedo8anue  NOCEAUIEHO  (PUBUKO-MAMEMANUYECKOMY  0OOCHOBAHUIO
8b100pa PAYUOHATILHOU 2eomempuu padoye2o NPODUIS UHCMPYMEHMA O/is
MUHUMUSAYUU  MAKPO2EOMEeMPUYECKUX Oe@eKkmos. AHanu3 KOHMAKMHO20
83aumooelcmeuss  6asupyemcs Ha MPexXMepHol  YNpPYeOnIacmuyecKol
KOHEUHO-2/IeMEeHMHOU MOOeNU, Pearu308aHHOl 68 NPOSPAMMHOM KOMNIeKce
ANSYS Workbench. B pabome npogedeno uucienHoe MOOeruposanue
npoyecca ynpouHeHusi CmaibHuix demanel (cmaiv 45) 05 uemvlpex munos
POIUKOBLIX KOHQuU2ypayuil: 6a308020 YUIUHOPUHLECKO20, UHCMPYMEHMA C
Gackou 45°, npoghuns ¢ noonympenuem u MoOOUGUYUPOBAHHO20 PAOUYCHO20
npoguns. eoa0yus HANPANHCEHHO20 COCMOAHUA oudza Odeghopmayuu
NPOAHATUZUPOBAHA HA IMANAX AKMUBHO20 HAZPYICEHUs U Nociedyoujell
NOJHOU Ynpyeou pasepy3ku cucmemsl. Pesyromamuvl  modenuposanus
noomeepacoaom QYHOAMEHMANbHYI0 POLb NPOQUs POIUKA 6 MeXaHUKe
00K08020  BbIMECHEHUSI MeMmAid. YCMAHOBIEHO, 4MmO NpUMEHeHUe
MOOUPUYUPOBAHHO20  Npouast ¢ 2eOMEmpuUYecKy  a0AnmupOB8AHHbIM
pAaouycHuiM  nepexoo0om  cnocobcmeyem — peamuzayuu  MexaHusmd
YNpAenaemMo20 CmecHeHus niacmuieckoeo nomoka. Jlannvii nooxoo
yempausem mexHON0SUHeCKULL KOMIPOMUCC MedCOy 2TyOUHOU HaKlena u
svicomoll  Oepekmos  nogepxnocmu.  Ilpaxmuueckas — pearuzayus
Moouduyupogannoco  poauxa obecneuusaem QGOpMUPOBAHUE  OCEBLIX
CACUMAOWUX OCMAMOYHBIX HanpsiceHuti 0o 330 Mlla npu cuudcenuu
8b1COMbL MUKPOHANIBLIBO8 HA SPAHUYAX C1ed08 00 2...3 MKM, 4mo 6 0ecsimb
paz Mmeuvuie noxazamenel CMAanoapmuoz2o uHcmpymenma. Kpome moeo,
000CHOBAH PAYUOHANLHBII Npedel waza Kpy206ou nooadu (2,5 mm),
NO360NAOWULL CYUWECNBEHHO UHMEHCUDUYUPOBAMb NPOU3E00UMENTbHOCHIb
be3 cHudiceHUs: Kauecmea Gopmupyemo2o Mukpopenveda.
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BBenenue

KadecTBo, MOJNTOBEYHOCTH M yCTalOCTHAas
NPOYHOCTh JieTallell MallMH B 3HAYUTEIbHOU
CTETIeH! onpeaemsoTCs COCTOSIHUEM ux
MOBEPXHOCTHOTO  cyios,  (OpMUpyeMOro  Ha
3aBEPUIAIOIINX CTaIUsIX MEXaHWYEeCKOW 00paboTKH
[1, 2]. TexHONMOTUHM MOBEPXHOCTHOTO TIACTUYECKOTO
nepopmupoBanus (III1]]) BeICTYmarOT OZHUM U3
HanboJee 3¢ eKTUBHBIX METOZOB TaKOH
Moudukanun [3-5].

BbiCOKOII NPOM3BOJUTENBHOCTBIO  OTIMYAETCS
ctpounoe IIIIJ], ¢opmupyromee POTIKEHHBIN
JTUHEHHBIN ciex Ha oOpabaThiBaeMOW TIOBEPXHOCTH.
OTOoT  MeTOxm  TEHepupyeT  creru(pUUecKHH
peryJapHbIi  MUKpopesibed ¢ MHUKPOIOJIOCTSAMH.
Takass  TekcTypa  CIIOCOOCTBYET  yJEpIKaHHIO
CMa304YHOT0 MaTepHaia, CHIDKAaeT pHuCK
CXBAaTBIBAHUS  CONpPSTaeMbIX  IOBEPXHOCTEH U
MOBBIIIAET U3HOCOCTOMKOCTH Map TpeHus [6—8].

bazoBeiM HHCTPYMEHTOM JUTSt I
TPAaAWIMOHHO CIYXaT POJHMKA C  BBIIYKIBIM
(pamuycapiM) mpodmieM. OgHAKO TpPU CTPOYHOU
obpaboTke MIPOTSKEHHBIX LTHHIPAYCCKIX
Jeranei nx MIPUMEHEHHE OTPaHWYHBAET
MPOM3BOIUTENBEHOCTD M3-32 MAJOH IUIOIAAN ISATHA
KOHTAKTa, 91O He MO3BOJISIET  JIOCTUYb
PaBHOMEPHOTO YIPOYHEHUS [9, 10].
ANBTEpHATHBHBIA TEPEXo] K WHCTPyMEHTaM C
NpSMOJIMHEWHON oOpasyromer  (UMITHHIPUYECKIM
pOJIMKaM) KpaTHO MOBBIIIAET CKOPOCTh 0OpabOTKU
3a CYeT JMHEHHOro KOHTaKTa, HO HHHUIUHPYET
BBIpaKEHHBIN KpaeBoid apdekT [11, 12].

Kongurypammst padodero mpo¢uisi BEICTyIIaeT
371eCh TIIABHBIM (DAKTOPOM YTIPABICHUSI MEXaHU3MOM

TEUYCHUS MeTaluia u OTHOPOJTHOCTBIO
noBepxHoctHoro  cinost  [13-15].  JlokanbHas
KOHIIEHTpAIUS HaTpPsDKEHUH Ha Kpasix
HUIAHIPUYECKOTO posnka MIPOBOLIUPYET

HEpaBHOMEPHYIO IUIaCTHYECKyr0 naedopmarmioo. B
pe3ynpTaTe Ha TpPaHUIAX CMEXHBIX IPOXOOB
obpasyrorcst neeKTsl B BHUJIE HAIUIBIBOB, PE3KO
CHUKAOIIHE KauecTBO uanenus [16, 17].
Orpannuenne (WM KOHTPOJb) TIOTEPEYHOTO
TEUeHHs] MeTajula B ouare jedopmanuy Mo3BOJSET
YBENMYUTh  TiIyOuHy  ympouHenus.  IIpodmib
MHCTPYMEHTA 3a/laeT TpaHWYHBIE YCIOBUS JUIS
OOKOBOTO  BBITECHEHHUS, (OPMHpPYS TpPEXOCHOE
HaIpsKEHHOE COCTOSIHUE. [ToBemeHHas
THUIPOCTATUYECKAs  COCTABIAIOMAs  JIOKAJIU3YET
mractTudeckoe TedeHne Brayos [18, 19]. Ilpm
MHOT'OIIPOXOIHOW CTPOYHOH 00paboTKe KHHEMAaTHKa
YCIIOXKHSETCS HUKIAYECKUM HaKOTIJICHHEM
nepopmanuii M mepekpeiTHeM ciemos [20, 21].
Cucremarnueckasi KOJMYECTBEHHAs OIEHKAa TOTO,
Kak CMeHa mnpoduis poJiMKa MEHSET MEXaHHKY
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TEUEHHs METaula B HJICHTHUYHBIX YCIOBHAX, B
COBPEMEHHOU JIuTepaType MpeACTaBICHA
HeJI0CTaTo4uHO [22].

Pabouast runioTesa uccie10BaHus peoaraer,
4yro npodumiam ¢ TEOMETPHYECKH  3a/JlaHHBIM
CTECHEHHEM  IONEpPEeYHOro  TEUeHHs  MeTauia
MUHAMH3HUPYIOT ~KpaeBble HaIUIbIBBI, COXpaHss
CTaOWJIbHYIO IIyOMHY YHNpPOYHEHHS (B CpPaBHEHUH C
0a30Boi IUIHHAPHUIECKOH (HOPMOIA).

Ilens pa®OTBI — MaTEMaTHYECKOE M UYUCICHHOE
000CHOBaHHE pAIIOHAIFHOW TEOMETpPHH pabodero
npoduiIsd MUIMHAPUYECKOTO POJIMKA MPU CTPOYHOM
IITJ mist obecriedeHnsT BBICOKOH OJHOPOAHOCTH
HJC, yBennueHus riryOMHBI YIIPOYHEHHOTO CIIOS U
MaKCHMH3aluH CKUMAIOLIHX OCTaTOYHBIX
HaNpsOKEHUH ~ MpH  MUHHMHU3AIMU  KPaeBbIX
HaIUIbIBOB.

JIist JOCTHXKEHHMS LIeNIM IOCTaBJICHBI CIIEAYIOIIHe
3aJaun:

— IPOBECTH CHCTEMHBIH CPaBHUTEIBHBIN aHAIIH3
HanpspkeHHO-AeopmupoBanaoro coctosaus (HC)
UL 4eThIpeX KoH(urypamuii padodero mpouist

IMJIMHIPUYECKUX ~ POJMKOB  INPU  3aJaHHOM
KUHEMAaTHKE MHOT'OIIPOXOJHOH CTPOYHOI
00paboTKu;

— HCCIIEI0BAaTh JBOJIOLUI0 MEXaHH3Ma TEUCHUS
MeTala B ouare aedopMaluy IpH IEpexone OT
CBOOOJIHOTO TEUEHHUsS K YNPaBISEMOMY CTECHEHUIO

(OFpaHI/I‘-ICHI/IIO onepeyYHoOro BBITCCHCHUS
Marepuana);
—  TPpUMEHUTH  0Oe3pa3MepHble  KPHTEPHU:

OTHOCHTEJILHYIO BBICOTY HambBa (h,/t), Tme ¢ —
pauanbHBIl HATAT) M OTHOCHUTENBHBIH yPOBEHb
MaKCHMAJIbHbIX OCTATOYHBIX HampsokeHuil (ojpe” /
or), TAe Op — TpeleN TeKy4ecTH MaTepuana), A
000011IeHNsT Pe3yIbTaTOB M pPACHIMPEeHus ob6jacTu
OPUMEHUMOCTH  MOJYYCHHBIX  TEXHOJIOTHYECKHX

pEeKOMEeH AU,
HayuHas HOBH3HA 3aKi04aeTcs B yCTAHOBJICHUH
3aKOHOMEPHOCTEM nepepacnpeesIeHus

IUIACTHYECKOTO TEYEHMS B KOHTAKTHOM 30HE MpHU
W3MEHEHHH NpoduiIs MHCTpyMeHTa. JlokazaHo, 9To
MEXaHU3M YIPABISEMOrO CTECHEHHS YCTpaHsAeT
JKECTKYI0 TEXHOJOTHMUYECKYIO 3aBHCHMOCTh MEXIY
rIyOMHOW Hakjerna ¥ KadecTBOM MHKpopeibeda,
XapaKTepHYO Juisl cranaapTHelx cxeM IIIT/T.

MeToabl

Cxema npouecca, 00veKmbvl UCCIE006AHUA U

zeomempuueckue napamempul. IIponecc
MHOT'OIIPOXOTHOTO CTPOYHOTO TITL
MWINHAPUYECKUX  JeTajled  peanusyercss IO

cienyromiei kuHemaTtmdeckor cxeme (Puc. 1).
[MonmHBIN MK HATPYXKEHUS BKIIOYACT: PaJdallbHOE
BHE/IPCHHE nedopmupytorero WHCTPYMEHTA
(ponmka 2 ¢ paguycoM npodmist Ry,,.) B 3aT0TOBKY 1
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(mmametpoMm d,,) Ha 3aJaHHYIO BEIMYMHY HATATA f;
MIPOJONBHBIA pabodnii X0 cO CKOPOCTHIO V, BIOJb
OCH HCMOJBIDKHONH 3aroTOBKM MpPH CBOOOTHOM
BpAIlICHUH pOJIMKA C YacTOTOW M, ; pasrpy3Ky H

KpPYroBoil mogauu Sy,.

MHuoronpoxoaHas 00paboTka dopmupyer
cucteMy npojonbHbIX cinenoB  (Puc. 16) ¢
YaCTHYHBIM TEPEKPbITUEM 30H aedopmanuu. ITO

JIUCKPETHBIN MOBOPOT 3arOTOBKHM HA YTJIOBOW IIar BBI3BIBAET JIOKaJILHOE nepepacrpe/ielicHue
an - V‘A -
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Puc. 1. Cxema cmpouno2o noepxnocmuo2o 0eqhopmuposanus: ) 2eoMempudeckas cxema HazpyiceHus.
YUTUHOPUHECKUM POTUKOM, 0) cxema popmuposanuust npoooibHblx cedos (1 — zazomoeka, 2 —
dehopmupyrowuti uHcmpymenm,)

Fig. 1. Scheme of line surface plastic deformation: a) geometric scheme of loading by a cylindrical roller; b)
scheme of longitudinal trace formation (1 — workpiece, 2 — deforming tool)
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Puc. 2. KoncmpyxmusHule sapuanmul paboue2o npoguis oegpopmupyioueco UuHCMpymeHma. a — 6a3osbwiii
yurunopuueckuil poaux (eapuanm I); 6 — ponux ¢ gackoit 45° (6apuanm Il); 6 — poaux ¢ noOHympeHuem
npoghuna (eapuanm Il); & — moouduyuposanuviii poauK ¢ paouycHvim nepexooom (eapuanm IV)

Fig. 2. Design variants of the working profile of the deforming tool: a) basic cylindrical roller (variant I); b)
roller with a 45° chamfer (variant I1); c) roller with a profile undercut (variant I1l); d) modified roller with a
radial transition (variant IV)
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IUIOTHOCTH HAKOIUICHHOW DSHEPTHH W OIpPEACIsieT
UTOTOBOE OCTATOYHOE HAMNPSIKEHHOE COCTOSHHE
KOHTaKTHOM 30HBI.

OObeKkTaMH  HCCIIE[OBaHUS  CIy)XaT 4YeThIpe
KOH(pUTypanuu AeOpPMUPYIOMIETO HWHCTPYMEHTA,
pasnuyaronecs — HCKIIOYUTENbHO  IeoMeTpHen
pabouero npoduns (Puc. 2). Hapyxubiii auamerp
ponukoB cocraiser D, = 40 MM, oOmmas mmpuHa —
B = 10 mm. IlupuHa uHCTpyMEHTa 3aJaHa C
CYIIIECTBEHHbBIM 3amacoM OTHOCHUTEIIFHO
HeHTpampHOH  paboueil 30mBI (2,5 MM) i
UCKIIIOUEHHS  BJIWSHHUSA  TOPIEBBIX  KPAaeBBIX
3(h(heKTOB Ha pacueTHOE HANIPSHKCHHOE COCTOSIHUE.

HccnenoBansl cnenyromye BapHaHThl paboyero
npodus HHCTpYMEHTa:

— BapuaHT | — 6a30BbIH HWIMHIPUYECKUH POJIHK
(em.  Puc. 2a). IlpsamonuueitHass oOpa3syromias
BBINOJIHEHA C MMHUMAIBHBIM TEXHOJIOTHYECKUM
CKpYyTJICHHEM F 0,1 MM (MCKIIOUHMTENBHO I
MPEIOTBPAIICHUS OLTHOKH YHCIEHHOH
cuaryimsippoct MKD  Ha  OCTpRIX  yTiax).
l'eomeTpust MozenupyeT yCIOBHA CBOOOIHOTO
MONIEPEYHOTO TEUCHHUS METalIa.

— Bapuant Il — pomuk ¢ dackoit 45° (cMm. puc.
20). LleHTpanpHBIN HNWIMHAPUYECKUH ydacTok [/ =
2,5 mm; mmpuHa hacku 3,75 MM ¢ KaKIOH CTOPOHBI
(pammanbHOE 3aHIKEHHE Ha KpaiiHeil kpomke Ah =
2,0 mm). Ilpoduiap mMO3BOJSCT OLICHUTH BIUSHHE
CKOIIEHHBIX  KPOMOK Ha  CMEIIECHHE  30HBI
KOHLICHTPAINH HANPSDKSHUH.

— Bapuant Il — poauk ¢ nOIHYTpEeHUEM
npoduis (cMm. Puc. 2B). [Ipu neHTpamsHOM ydacTke /
= 2,5 MM OOKOBBIC ITTOBEPXHOCTH BBIIIOJIHEHBI MO
BOTHYTOW jyre paguycoM Rggg. = 155 mwm.
3HayeHue 00yCIIOBIICHO pasnaIbHBIM
MPEBHIICHAEM HaJ paanycoMm 3arotoBkd (R,, = 15
MM) Ha 0,5 mm. Konduryparms peanusyeT J0KaaIbHO
OXBaTHIBAIOIIMN KOHTAKT, IIOBBINIAS CTECHEHHE
MOTIEPEYHOTO TEYCHHs MeTajula BOJU3M TPaHUIIBI
crena.

— BapuaHT [V — MomuduuupoOBaHHEIH pPOIUK C

= 2,5 MM COMpsraercst C MePEXOAHBIM PAAUYCOM 7 =
1,5 MM u yraom ckoca o = 1° (Ah = 0,5 mm).
I'eomeTpus chmpoekTHpoBaHa Uil peaau3aluu
MeXaHH3Ma yNpaBIsieMOro CTECHEHUs, obecneynBast
IJIaBHOE nepepacrpeziejcHue KOHTaKTHBIX
HanpsOKEHWH W HalpaBIeHHOE  IUIaCTHYeCcKOoe
TEUeHHE BrITyOb 3arOTOBKH.

ba30BBIM J0IyIIEHUEM CPaBHUTEIBHOU MOJEIH
BBICTYHAaeT (UKcalysi MIHPHUHBI [EHTPAIBHOTO
IIMHAPHUYECKOTO  y4dacTka [/ 2,5 MM s
BapuantoB II-1V. [Ing mnpenBapuTesnbHON OLEHKU
XapaKTepHOU LIMPUHBI KOHTaKTHOM 30HBI
HCTIONB30BaHO ympyroe permenue ['epma [18, 19] (b
~ 1,3 mm mpu Hatare ¢ = 0,1 mm). Ilockonmbky
YIPYTomIacTUIeCcKoe nedopmupoBanne
YBEJIMYMBACT PEAIbHYI0  IUIOIIAIKYy  KOHTaKTa
(pesynpratel MKD mnoxaspiBatoT mupuny 2,2...2,4
MM), pasmep [ = 2,5 MM nepekpbIBaeT (pakTHIecKylo
30Hy B3aWMOJICUCTBUA. ITO TO3BOJSIET CUYUTAThH
HavyalbHbIC CHJIOBBIC YCIIOBHS B LICHTPAJIbHOW 30HE
CONOCTaBUMBIMH ~ JJISI  BCEX pPaccMaTpPHBAEMBbIX

npodueit.
Koneuno-snemenmnaa  modens,  ceoiicmea
mamepuana u KuHemamuKa npoyecca.

TpexmepHOe YNpyromiacTU4ecKoe MOJeTUPOBaHUE
BoinosiHeHo B cpeae ANSYS Workbench (Transient
Structural) ¢  akTHBanmueidl  OmMIUH  OOJIBIIMX
nepopmanuii (Large Deflection). s obecnieueHus
YCTOMYUBOM CXOJUMOCTU HEJIIMHEHHOIO pPEIICHUs
HCIOJIBb30BAJICSl aBTOMATUYECKUM BPEMEHHOH wiar
[23, 24].

[ToBenenne 3aroToBkW (ctamb 45) ommcaHO
OMJIMHETHON KHHEMAaTHYECKOM MOJIENBIO
nzorpormHoro  ympouneHus (Bilinear Isotropic
Hardening). Bribop nmaHHOIT Mozemu 0OOCHOBaH
JIOMUHUPOBAHUEM OJHOHAIPABICHHOTO HAKOIIICHUS
mwiactudeckoit aedopmanum npu crpouHom [II1J] u
OTCYTCTBUEM  BBIP@KEHHOTO  3HAKONEPEMEHHOTO
TedeHus: [25]. CpaBHHUTENbHBIH aHAMU3 OOIIKX
3akoHoMepHocTeii HJIC mpm cmene mpodwmis
ponuka o0JialaeT HU3KOW YYBCTBHUTEIILHOCTBIO K

PaIiyCHBIM IIEPEX0/I0OM M KOHHYECKHM CKOCOM (CM. BapHallMsM  3aKOHA  YNPOYHEHHS.  3HAYCHHE
Puc. 2r). LlenTpanbHbIil HUIMHAPHYECKUH y4acTOK / KacatenpHoro  moxymi E, = 145 Tlla
R et e e e e e e 1
i Tabnuna 1. Ba3oBble mapaMeTphl KOHEUHO-3JIEMEHTHON MOIENTH i
i Table 1. Basic parameters of the finite element model !
! [TapameTpbl 3HaueHus !
! Juamerp 3arotoBku, d,, 30 MM |
i Juametp posauka, D, 40 MM i
: PanmansHbIN HaTAT, ¢ 0,1 mm !
! CKOpOCTh MPOJIOJIBLHOTO MepemMenienus, V, 50 mm/c |
| Moayns yopyrocty, £ 200 I'TIa i
i Koa¢dpunwmenr Ilyaccona, p 0,3 !
! IIpenen TexyuecTH, o 360 MIla '
| KacarenpHblil MOyNb yOpOUHeHus, E, 1,45 T'Tla |
i Koadpuumenr tpenus, f 0,10 i
! Pa3zmep KOHEYHOTO 3JIeMEHTa B 30HE KOHTAaKTa 0,2 MM :
' Yucno npoxoaos 3 |
i Ilar kpyroBoii nojaauu, Sy, 1,0 Mm (3,82°) i
1 1
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ANIPOKCHUMHPOBAHO 1o IuarpaMmme Koaddunmenr xynonosckoro tpenus [ = 0,10
nedopmupoBanus cranu 45 Ui Auana3oHa pabounx COOTBETCTBYET YCIIOBUSIM 00paboTkH c
nepopmanuii. JedopMupyrommii pouK 3amaH Kak npuMmeHenueM smynbcuoHHoro COTC [26] u B
abcomotrHo  kectkoe  Teno  (Rigid  Body). paMKax CpaBHUTEIBHOTO aHAIW3a T'€OMETPHU
Bpewms 7'(c)
-~ 0 1 2 3 4 5 6
£ 0.00 — —— . —
o=
g g
>

0)

Panuanshoe nepemenienne Ilepemeruenue
HHCTPYMeHTa (MM)

Bpewms 7' (c)

Puc. 3. Luxroepamma xunemamuku npoyecca cmpounoeo I1I1J]: a — paduanreHoe nepemewere
uncmpymenma (hamse t); 6 — npooobHOE nepemewenue uHcmpymenma (S); 6 — usmeHeHue yena nogopomad
3a20MOGKU 80 BPEMEHU

Fig. 3. Cyclogram of the kinematics of the line SPD process: a) radial displacement of the tool
(interference t); b) longitudinal displacement of the tool (S); c) change in the rotation angle of the workpiece
over time

a)

Puc. 4. Koneuno-anemenmuas mooenv npoyecca cmpounoeo 1] (na npumepe 6a306020 yuaunopuiecko2o
poauka — eapuanm I): a — Ouckpemuzayus pacuemuoil 061acmu (2eKcaropaibHas cemrkad Ha 3a20moeke),; 6 —
KuHemamuxa uncmpymenma: 1 — 3a2omoexa; 2 — 0epopmupyiowuti uHcmpymesm (poauK)

Fig. 4. Finite element model of the line SPD process (using a basic cylindrical roller as an example — variant
1): a) discretization of the computational domain (hexahedral mesh on the workpiece); b) tool kinematics: 1
— workpiece; 2 — deforming tool (roller)

TEXHOJIOI'M S MAITIMHOCTPOEHU A
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MHCTPYMEHTa MPUHAT IOCTOSHHBIM. DIyKTyanun
K03((HULKEeHTa TPEHUS OKa3bIBAIOT HE3HAUYNTEIBHOE
BIMSHUE HAa MaKpOKMHEMAaTHKy TEYEHHs MeTaia,
MOATOMY B JQHHOW MOJEIM HMH IpEeHEeOperiu.
bazoBble mapameTpbl MOJETUPOBAHMS IPUBEJCHBI B
Tabmuue 1.

Kunematuueckue rpannunsle ycinosus MKO-
MOJIETIH 33JaHbl B BHJEC BPEMEHHOW IMKIIOIPAMMBI
(Puc. 3). PacuerHBld MK BKIIOYAaeT TPH
MOCJIEIOBATENBHBIX PabOYNX MPOXOAA M COCTOHT U3
CJICTYTOIINX 3TAIOB.

1) PammanmpHOe BHeapeHwe u paboumii XOx:
MHCTPYMEHT IIOTPYXaeTcs B  3aroTOBKYy Ha
3agaHHyto riyouny ¢ = -0,10 mm (Puc. 3a) wu
nepemeraercst npojonsHo S = 60 MM (Puc. 36) npu
(PMKCHPOBaHHOM YTJIOBOM IIOJIOKEHUHM 3arOTOBKH
(Puc. 3B) (unrepBan 7=0...1,2 ¢);

2) Pasrpy3ka u maroBasi mojaya: MHCTPYMEHT
OTBOJUTCA B HCXOIHOC ITIOJIOKCHUC, CHHUMas
KOHTaKkTHyI0 Harpy3ky (Puc.3a), a 3aroroBka

HampaByieHun — Bo3Bpar ot 60 mo 0 mm (Puc. 30),
UMHUTHPYSL PEATbHYI) TPACKTOpHIO 00pabOTKH Ha
crankax ¢ UIIVY.

ITomarosas peanu3anys LUKJIOTPaMMBI
Heo0Xxoauma IS KOPPEKTHOTO ydeTa
TEXHOJIOTHUECKOW HacJIeCTBEHHOCTH. BaeneHue
JTama TIOJIHOW pasrpy3kd MeXAy MNpoXoJaMHu
obecrieunBaeT TOYHBIN pacuer YIPYToro
NPYKHHEHHST M OCTaTOYHBIX  HaNpsKCHHUH.

BriOpanHas cxema M3 Tpex MPOXOJO0B ONTHMAalbHA:
ona BeBoauT H/IC Ha KBa3WCTaIMOHAPHEIN peXUM
B JIOKQJIPHOM 30HE KOHTAaKTa (Ha LEHTPAIbHOM
BTOpoM ciene). MmenHo 3meck (Gopmupyercs
YCTOWYMBBIH MAaTTEpPH MEPEKphITUS AeOopMaliid OT
OpeAbIAYIIEro U MOCIEIYIOWEro  Bo3AeHCTBUM
HHCTPYMEHTA.

Cemounaa mooenv, ZpPAHU4HbIE YCAO6UA U
Kpumepuu oyenxu. Jl1s TUCKPETU3AIMH 3aTOTOBKU
ucnons3oBaHbl 20-y3noBbie 31eMeHTs SOLID186 ¢
JIOKaNbHBIM crymeHneM < 0,2 MM B 30HE KOHTAaKTa

COBEpIIACT AWUCKPETHBIH IOBOPOT Ha 3aJaHHBINA (puc.  4a). [Ana  HCKIIOYEHHMS  IApa3sHTHBIX
yraoBoii mar (Puc. 3B) (matepsan 7=1,2...2,2 ¢); MepeMelleHnid  MOJeNb  CTaOWINM3HpOBaHA  C
3) PeBepcuBHBINM MPOXOJ: CIEAyOMUNA padounit MOMOIIBI0 KWHeMaTHdeckoro coenuaeHus (Body-
X071 BBITIOTHSCTCS B MPOTHUBOIOIOKHOM Ground Joint), JIOIYCKAFOIIETO TOJBKO
I
Qt;
=
= 0.18
=
E’ 0.16 1 0.005
=0 14- S 0.004
o v 2 E o
= E 3 ]
[ —
S 0.12- 3 5 5 0003
Z 2 o
Q
S ] 2 2 0.002 1
2 0.10 4 i3
= = =
5 0.08- £ 0001+
= 2 ‘
E 0.06- = 0.000 T
ﬁ 070809101.112131415
8 0.04 1 ['mybuHa OT MOBEPXHOCTH /1, MM
T
m
s 0.024
T '=0,002
5 0.00F====s==3 , ==
E: 0.0 0.5 1.0 1.5 2.0

I'myOuHa ot moBepxHOCTH A, MM

Puc. 5. Pacnpedenenue unmencugnocmu niacmuueckou oegopmayuu (sip ) no anybune no8epxXHOCMHO20 ClOs
(h) 6 30ne kKpaesozo aghghexma (6 ceuenuu, cOOmMEeMCcMEyIOUieM MAKCUMALLHOU 2llyOUHe NAACIUYECKOl
depopmayuu): 1 — 6azosviil yurunopuyeckuil npoguis (sapuanm I); 2 — poaux ¢ noOHympenuem npopuis
(6apuanm I1l); 3 — poauk ¢ gackou 45° (éapuanm II); 4 — moouduyuposanmwvili poaux ¢ paouycHvim
nepexodom (sapuanm IV). I opuzonmanvuas NyHKmMupHas iunusi 0003Havaem nopo2o6oe sHaveHue
UHMEHCUBHOCMU NIACMUYECKOU depopmayuu, onpedeisiouee YCI08HYI0 SPAHUYY YAPOUHEHHO20 COSL (Sf =

0,002)

Fig. 5. Distribution of the plastic deformation intensity (Sip) along the depth of the surface layer (h) within
the edge effect zone (in the cross-section corresponding to the maximum depth of plastic deformation): 1 —
basic cylindrical profile (variant I); 2 — roller with a profile undercut (variant I1l); 3 — roller with a 45°
chamfer (variant 1); 4 — modified roller with a radial transition (variant 1V). The horizontal dashed line
indicates the threshold value of the plastic deformation intensity defining the conventional boundary of the
hardened layer (elp = 0,002).

ENGINEERING TECHNOLOGY
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yIpaBisieMbld  YIJIOBOM  IMOBOPOT  3arOTOBKH.
VnpaBneHue poJUMKOM  OCYLIECTBISUIOCH — 4epes
KOHTpoNbHYI0 Touky (Reference Point). Anamms
cxoaumoctu (Puc. 46) monTBepaui, uro pazmep 0,2
MM oOecrieunBaeT H3MEHEeHHe HarpshkeHui < 3%.

KomnuectBennass ~ oueHka  3((deKTHBHOCTH
pabounx npoduneil GazupoBanach Ha CIEIYIOMINX
KPUTEpUsX:

1. Ocraro4yHble HaNpSOKEHHS: OLCHUBAIUCH II0
oceBoll (0,), OKpYXHOH ( 0y) KOMIOHEHTaM U
MHTEHCHBHOCTH CKUMAFOIIIX OCTaTOYHBIX
HanpsDKEHU 0] °, BBIYUCIICHHBIM 110 KOMIIOHEHTaM
TEH30pa HAmNpsDKEHUH I0ciie TOJIHOM  pasrpysKu
CHCTEMBI.

2. TI'mybuna ynpounennoro cios ( h, ):
ONpezenaach Kak MaKCHUMallbHas TINyOWHa, Ha
KOTOpOit HMHTEHCUBHOCTD IIACTUYECKOHN
fedOpMaumn COXpAHAET 3HAYCHHE HE HIKE & =
0,002 (0,2%), uro B HacTosieH paboTe MPUHSITO B
KaueCcTBE  PacueTHOTO  KPHUTEpUsl  TPaHHILBI
YIPOYHEHHOT'O CJIOSI.

3. T'myOuHa 30HBI CXKHMAIOIIUX OCTaTOYHBIX
Hanpspxenuit (h,) (3oHa, rae o, < 0): omnpexnensiack
M0 KOOpJIMHATE Mepexo/a 0CeBOW KOMIIOHEHTHI (J,)
Yyepe3 HyJIeBOE 3HAUCHHE.

4. BpicoTa mIacTHYecKoro HamibiBa ( Ay ):
u3Mepsulacb B IIONEPEYHOM  CEYEHHH  Kak
MaKCHMaJIbHOE paauanbHOe MIPEBBIIICHHE
MUKPOIIPOQUIST HaJA HCXOTHOM IMIMHAPUYECKON
MOBEPXHOCTHIO 3arOTOBKH B paIuagbHOM
HalpaBJIeHNH Ha OOKOBBIX TPAHUIAX EAWHHIHBIX
CJIC/IOB.

5. TexHonorndeckas IPOU3BOANUTEIBHOCTb:
OLICHMBAJIaCh 4epe3 HeoOXOIUMOE YHCIIO Paboumx

7D

xomoB (N), Ttme N =5 i 00paboTku
kr

ITHHAPAUIECKON MTOBEPXHOCTH 3arOTOBKH

nuametrpom D.

Jnst 006001IeHnus pe3ysbTaToOB M OOecTeueHus
MEPEeHOCUMOCTH BBIBOJIOB BBEJCHBI Oe3pa3MepHbIe
KPHTEPHH: OTHOCUTENbHAS BhIcOTa HatuibiBa (hy, /t)
U OTHOCHTENIbHAs HMHTEHCUBHOCTh OCTaTOYHBIX

Hanpsokenuii (o] ©").
Pe3yabTaTsl H HX 00Cy:KaeHUE
Deonoyus  naacmuueckozo - meueHus U

dopmuposanue mukpopenvepa. Ha Puc. 5
MOKa3aHbl  aNMpPOKCHMHUPOBAHHBIE  3aBUCHMOCTH
eip (h) , TOCTpOEHHBIC IO PACUYETHO-OLECHOYHBIM
OTOPHBIM 3HAYEHHUSIM, COIJIaCOBaHHBIM c
pe3ynbTaTaMHM YHCICHHOTO MOJACIUPOBAHUSL. OTH
KPHMBBIE OTPAXKAIOT M3MEHEHNE MEXaHU3Ma TCUCHHUS

OpU  MEepexoje  MEXIy  paccMaTpUBAaeMbIMU
BapuMaHTaMH  pabouyero  mpouiast  POJIMKOB.
Bribpannsnii  mopor sip = 0,002 , oTMeuYeHHBIH

TOPU30OHTAIBHOW JIMHUEH, COOTBETCTBYET Haydally
MaKpOIUTACTHYECKOTO TEYEHHUS U MPUHAT B Ka4eCcTBE
UH)KEHEPHOTO KPUTEPHUs TPaHUIBl YIPOUYHEHHOIO
cios (hy,) [27], a He Gpusnveckoit Gpa3oBOM rpaHUIbI.

[ 6a30BOro HWJIMHIPUYECKOTO HWHCTPYMEHTA
(Bapuant I, xpuBas 1) XxapakTepeH MeXaHU3M

CBOOOIHOIO TIIIACTHYECKOTO TEYEHHA. 3a CYET
BBICOKOIl KOHIIGHTpPAIIMM HAINpsDKEHUI Ha OCTPBIX
KPOMKax MpOQUIs JOCTUraeTcsl MMKOBOE 3HAYECHHE
WHTEHCUBHOCTH  JeopMalvd Ha  CBOOOIHOU
nosepxuoct (& = 0,182 ). Jlanubiii mpouecc
COIIPOBOXKIACTCA MHTCHCHUBHBIM 60OKOBEIM
BBIJABIMBAHUEM  MeTala,  YTO  HETaTHBHO
CKa3bIBACTCSl HAa MapaMeTpax MHKPOI€OMETPHH INIPH
pacueTHO# riryoune cnost h, = 1,35 MM.

[Tepexon K HCHONB30BAHHIO pOJIMKa C (ackon
45° (Bapmanr II, xpuBas 3) BbI3bIBaeT KaUECTBEHHOE
M3MEHEHHE XapakTepa TeueHus. CmerieHne obnactu
MaKCHMAaJIbHbIX HAarpy30K BIUIyOb 30HBI KOHTaKTa
CIOCOOCTBYET CHIDKCHHUIO TTOBEPXHOCTHOM
MHTEHCHBHOCTH Jedopmauum [0 ypoBHA & =
0,118. Tem He MeHee, U3-3a HANUYUS JUCKPETHOTO
n3noMa npoduis TMONHOCTHIO IOJABUTH OOKOBOE
BBITECHEHHE HE yJaeTcs, BCIIEACTBHE Yero riryOnHa
YIPOYHEHHOT'O CJIosi cokpamaercs no h, = 1,10
MM.

WHo#l nmpuHIMN B3aMMOJEWUCTBUS pEAIM30BaH B
Bapuante [II (mogHyTpeHme, kpuBas 2), rIe
JOMHHUPYET MEXaHW3M IIOBBIIICHHOTO CTECHEHHMS
obrema. KoH(pOpPMHEI OXBaT KpPOMOYHOH 30HBI
3¢ GeKTHBHO OJOKHPYET POPMHUPOBAHHE HAIUIBIBOB.
Tem He MeHee, NPOPWIH 3aBHCHMOCTH sip (h)
CBHUJICTEIBCTBYET 0 pe3KoM 3aTyXaHHN
neopManMoHHOTO — BO3JCHCTBHSA,  OTpaHMUYMBAS
TpaHuUIly YHPOYHEHHOro ciios TriyOouHOH h, = 0,91
MM. Poct nedopmammm HEMOCpeACTBEHHO Ha
IOBEPXHOCTU (sip = 0,146) oTHOCUTENFHO BapHaHTa
I ( elp =0,118 ) oObsiacHseTcs d3PdexTom
«3alMpaHusdy MeTalljla BOTHYTOM TeoMeTpueut
MHCTPYMEHTa, YTO WHTEHCU(HLIUPYET JIOKAIbHYIO
nedopmanuio  mpu  OJHOBPEMEHHOM  IMaJCHHU
YJIENBHOTO KOHTaKTHOTO [aBJCHUs B TNIyOMHHBIX
CIOSIX.

Bapuant IV (xkpuBas 4) obecnieunBaeT Hanbosee
panmoHaIbHOE codeTaHue TEXHOJIOTHYECKUX
nokazateneil. [IpuMeHeHne paanycHOTo nepexonaa u
Majoro yria KOHMYECKOTrO0 CKOCa II03BOJISIET
MHHUMH3HPOBATh NMOBEPXHOCTHYIO JiepopManuio 10
e’ =0,069 , rapamtupys  dopmupoBaHue
crabmipHOTO yrmpodHeHHOTO cinos (h, = 1,02 mm)
NPU NPAKTHYECKH IOJHOM OTCYTCTBHH HMCKA)KEHHH
MHKpopenbeda. ITO I0Ka3bIBAET PABHOMEPHYIO

JHUCCHUIIAIUIO OHEPrun Z[C(bOpMaLII/II/I B
MNPUIIOBEPXHOCTHOM o0BeMe.
I[OHOJIHI/ITGJILHHﬁ aHaJIn3 KOHTYpPOB

MOTIEpEYHOro ceueHus: odara aedopmaruu (Puc. 6)
MO3BOJSIET ~ y4eCcTh  KHHEMAaTHKy  IIpolecca.
Ilockonbky mnpu crpounom IIIIJ] mnocnenyromui
MIPOXO0J YaCTUIHO TIePEeKPBIBACT cien
MPEIBIAYINETO, UTOTOBAs MaKpOT€OMETPHS
MOBEPXHOCTH  OMpEeHeNseTcss Kak TeoMeTpHuei
npoduiIss MHCTPYMEHTa, TaK M KHHEMaTHYeCKUMHU
napaMeTpaMy HaJIOKEHHs CMEXKHBIX POXOIOB.

TEXHOJIOI'A MAILIMHOCTPOEHUM A
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[To momy4eHHBIM KOHTYpaM BHIHO, YTO Y
0a30BOro LMIMHIPUYECKOTO posiuka (BapuaHt I,
Puc. 6a) dopmupyercs Hamboee HepaBHOMEpHas
¢opma 30HBI IUIacTHYECKOW Jedopmanmm ¢
BBIPAKEHHOH CeIUI000pa3HOCTBIO. [pn
MaKCHMaJIbHOM TIIyOWHE yNpOYHEHHS Ha KPOMKax
(Rmax = 1,35 MM) riiyOMHA B LEHTpalbHOW YacTH
CYILIECTBEHHO CHH)KAeTCs, a BBICOTA OCTaTOYHBIX
HAIUIBIBOB COXpaHSETCS Ha HauOOJIbIIEM YPOBHE
(hy = 0,025 + 0,035 mm).

Pomuk ¢ dackoit 45° (Bapmant II, Puc. 606)
YaCTMYHO  CHM)KAeT KPAaeByl0  KOHIEHTPALHIO
nedopmanuu. BpicoTa HAmIBIBOB  yMEHbBLIAETCS
(hy = 0,015 Mm) 1o cpaBHEHHIO C BapuaHTOM I,
OJTHAKO JTUCKPETHBIH H37I0M (OPMBI MHCTPYMEHTa
He o0ecredynBaeT MOJHOTO IOJABICHUS OOKOBOTO
BBITECHEHHSI METAJLIA.

Pomuk ¢ momuyTpenuem mpodmiasa (Bapuant I,
Puc. 6B) JIEMOHCTPUPYET crienupuIecKue

ENGINEERING TECHNOLOGY
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Puc. 6. Konmypul 3011 niacmuueckoil depopmayuu, 8bl0eIeHHble U3 04a2a YRPYeONniadcmuyecKoll
Oehopmayuu (nOKa3amvl 6blCOMA KPAesblX HaNbI606 Ny, u 2nybuna ynpounento2o cios Ry gy, hmin npu
obpabomke poruxamu pazno2o npopuis: a — 6azosvill yurunopuyeckull (sapuanm I); 6 — ¢ gpackoit 45°

(6apuanm I1); 6 — ¢ noonympenuem (sapuanm IIl); 2 — mooupuyuposannwiii (éapuarnm IV)

Fig. 6. Contours of the plastic deformation zone isolated from the elastoplastic deformation zone (the height
of edge pile-ups h,, and the hardened layer depth hpy gy, hipin are shown) during processing with rollers of
different profiles: a) basic cylindrical (variant I); b) with a 45° chamfer (variant II); c) with an undercut
(variant I11); d) modified (variant IV)
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0COOEHHOCTH nedopmupoBaHus. Iupuna
(dopmupyeMoro ciega B 3TOM CIydae BHU3YaJIBHO
OKa3bIBaeTcs OOJIbIIe, YEM y OCTAIBHBIX BAPUAHTOB,
YTO TIOJHOCTBIO COIJIacyeTcsi C  TeoMeTpHer
JIOKJILHO OXBAaTBIBAIOIIEr0 KOHTaKTa. B pesyiprare
OOKOBOE BBITECHEHHE MaTepHayia CYyIIECTBEHHO
OTPAaHWYIMBACTCS, ¥ BHICOTA HAIJIBIBOB COXpaHSAETCS
Ha YpOBHE HECKOJbKHMX MHKpomeTpos (h, =~ 0,005
MM). Bwmecre ¢ Tem mameHue  yJEIbHOTO
KOHTaKTHOTO JIaBIICHUS COIPOBOXKAACTCS
CHIDKEHHEM TIJIyOWHBI yrpouHeHust no h, = 0,91
MM.

MopanduunpoBanHelii npodwas (Bapuant IV,
Puc. 6r) obecrieunBaer Haunboee
cbanaHCHpOBaHHOE coveTaHue rapameTpoB
o6pabotku. PanmycHple mepexoabl paboTalOT Kak
JneopMUpYIOIINIT  KIIWH, IUIABHO IEpeHaIpaBIisis
SHEpPTUI0  BIIyOb  3aroToBKk W (opmupys
JIOCTATOYHO PABHOMEPHYIO HIDKHIOIO — TIPaHHMILY
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YIPOYHEHHOTO cjosi Ha TiayoumHe h, = 1,02 mm.
I[Ipn aTOoM OOKOBOE BBITECHEHHE IPAKTHYECKU
HoJaBJseTCs, a BBICOTA OCTaTOYHBIX
MUKpPOHAIJIBIBOB CHIDKAeTCAd 10 HHU3KOIO YPOBHS
(hy ~ 0,002 <+ 0,003 mwm). IIpenmyiiecTBo 3TOro
BapHMaHTa CBS3aHO HE CTOJIBKO C MHHUMAJIbHOU

BBICOTOH  HAIUIBIBOB, CKOIBKO  C Gosee
paBHOMEpPHBIM  ()OPMHPOBAHUEM  YIPOYHECHHOTO
CIIOA.

Hanpsasicennoe cocmoanue u 3aKOHOMEPHOCIU
dopmuposanua xapakmepucmux ynpouHeHHO20
cnos. W3 pacnpeleneHus — HUHTEHCHBHOCTH
BPEMEHHBIX HalpsokeHui (mo Musecy, g;) B MOMEHT
aKTHBHOTO BHeJpeHHs HHCTpyMeHTa (Puc. 7) BumHO
CBSI3b MEXIY paclpesieieHHeM HaNpsDKeHHH ¢
(hopMupoBaHUEM MaKpOT€OMETPUH crenia.
OTMeTHM, 4YTO O; WUCIOJB3YyeTCs Uil aHaiIn3a
TEKYIIEro HANPSHDKCHHOTO COCTOSIHHSL B IIpolecce
Harpy>KeHus, Torza KaK WHTEHCUBHOCTB
OCTATOYHBIX  HANpMKCHUH  Op,y (Puc.  8)
XapaKTepU3yeT COCTOSIHUE MOCIIC TIOTHON pasrpy3Ku
CHCTEMBI.

ba3oBbrif nuauHApUYecKUit poiuk (BapuaHT I,
Puc. 7a) BbI3bIBa€T BBIPRXEHHYIO KOHICHTPAIHIO
HaIpsOKeHUH, 00yCIIOBICHHYIO KpaeBbIM d(deKkTom
B 30HC  KOHTakKTa. [TukoBble  3HAYCHUSA
WHTEHCHBHOCTH BPEMCHHBIX HanpsoKeHUH
nocruraror 0" =835 MIla, YrO mMpeBBIIIaCT
npejeNn TMPOYHOCTH Marepuaia. XOTs JIOKaIbHO
HanpsOKEHUE ~ OKasblBaeTCs  BBIIE  Mpejena
npoutoctu (/" > 0), MakpopaspyLIeHHE B 30HE
KOHTaKTa HE IPOMCXOAUT, IOCKOJIBKY DPa3BUTHIO
MHKPOTpEIINH TIPEISITCTBYIOT BBICOKHE
CKUMAIOIINAE THAPOCTATUYECKHE HamlpsDkeHus. B
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Puc. 7. Pacnpedenenue unmencugHocmu epemMennsblx nanpsicenuil (no Musecy, d;) 6 nonepeyHom cevenuu
ouaea deghopmayuu 8 MOMEHM MAKCUMATLHO2O 6HEOPEHUS UHCIPYMeHmMA: d — 0A306blil YUTUHOPUHEeCKULL
poauk (eapuanm 1); 6 — porux ¢ gpackoi 45° (sapuanm Il); 6 — poauk ¢ noonympenuem npogpuis (6apuanm

III); 2 — moouduyuposannwviii npoguns (eapuarm IV)

Fig. 7. Distribution of the equivalent stress intensity (von Mises, o0;) in the cross-section of the deformation

zone at the moment of maximum tool penetration: a) basic cylindrical roller (variant 1); b) roller with a 45°
chamfer (variant Il); c) roller with a profile undercut (variant Ill); d) modified profile (variant IV)

[EHTPaTbHOW YaCTH KOHTAaKTHOH 00JacTH ypOBEHb

HaTpSOKCHUH CHIDKAETCH, tbopmupys
HEpPaBHOMEPHYIO CEUI000Pa3HYIO AIIOPY.

Hns  BapmantoB Il wu Il  xapakrepHa
MIPOMEXYTOYHAs KapTHUHA pacnpeneneHus

HanpsokeHuil. ®acka 45° (Bapumant 1, Puc. 70)
CHI)KAET KpaeBble ITMKH BPEMEHHBIX HaNpsOKEHHH
no o =706 MIla, OmHAKO pE3KUH H3JIOM
MpoUIII TO-TIPEXKHEMY COXPaHSIET JIOKAIbHBIC 30HBI
nepeHanpspkeHus. Ponuk ¢ monHyTpeHneM (BapuaHT
III, Puc. 7B) yBenWumMBaeT IUIOMIAAh KOHTAKTa,
BCJIEZICTBHE 4ero KOHTAaKTHOE JTaBJICHUE
nepepacmpesensercds U MaKCUMajbHOE 3HAueHHE
yMeHbinaercss g0 07" =530 MIla. Kpaesas
KOHLEHTpAllMsl HalpsDKeHUH B OTOM  Clly4ae
ocnmabieHa,  OJHAKO  JTOCTUTHYTOTO  YPOBHS
HaNpsDKeHUH HEIOCTaTOYHO s (hOPMHUPOBAHUS
riry6okoi mactuueckoit 30161 (h, = 0,91 Mm).
MonmundunupoBanaeiii  npodmas (Bapuant 1V,
Puc. 7r) mepepacmpenensier HArpy3Kd HHadUe.
PaauycHblii mepexomx W yroj oOpaTHOro KOHyca
o0ecreynBaOT IUIAaBHOE HM3MEHEHHE KOHTAKTHBIX
JIaBJICHUII, a KpaeBble MAaKCUMyMbl 3aMETHO
yMeHbIIaoTCs. B pe3ynbTaTe  MHTEHCHBHOCTB
HarpsHKeHU I dbopmupyer CUMMETPHYHOE
MOANOBEPXHOCTHOE IM0J€ C MaKCUMyMOM B
ueHtpanbHoit 30me (07"** =569 MIla). [auHblii
YPOBEHb MOYXHO CUMTATh ONTHMAIBGHBIM: OH BBIIIE,
gyem y Bapmanta III (530 MIla), mnosTomy
lacTuueckas jaedopmManys IMpOHHMKaeT TiryOxe
( h,=102 w™MM), HO HWKE 3SKCTPEeMaIbHBIX
3HaueHud BapuaHtoB | um II, yto mpenorBpamaer
Ype3MepHOe YIPOYHEHUE TOBEPXHOCTHOTO CIIOS.
OcraToyHble  HAMpPsDKEHUS  TOCNE  TMOJIHOM
pasrpy3Kd CYIICCTBEHHO BIHSIOT Ha YCTAJOCTHYIO

o; ,Mlla
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237.32
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o; ,Mlla
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442,34
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189,62

126,44

63,264

0,084552 Min,
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pacnpesieneHuss oceBbIX ( 0, ), OKPYXHBIX ( Op )
KOMIIOHEHT ¥  HMHTEHCHBHOCTH  OCTaTOYHBIX
HanpsokeHnit  ( 0/® ) [OCTPOGHBI OIOPHL 11O
panuanbHoi riryoune (Z ot 0 1o 10 mm, Puc. 8).
['myOuHa 30HBI  CXKHMAIOIIMX  OCTAaTOYHBIX
HanpsbkeHut (0, <0 ) onpememsyiack IO
KOOpJAMHATE Iepexoja OCEBOM KOMIIOHEHTH! ( 0, )
4yepe3 HysieBoe 3HaueHHe. CpaBHUTENILHBIA aHAIH3
MOKa3plBaeT, 4To BapuaHT |  oOecreuuBaer
HauOONBIIyI0 TJIyOMHY 3ajJeraHusl CXKMMAIOIINX
OCTAaTOYHBIX HampspkeHuit ( h, = 4,3 MM) u
MaKCHMaNbHBIH ypoBeHb 0] © =~ 400 MITa. Oxxako
9TO paclpeselicHue MMeeT Pe3KO JIOKaIW30BaHHBIH
XapakTep: BBIPAXKEHHBIA OCTPBIA IHK CMEHSETCS
OBICTpEIM crazioM. MoauduuupoBaHHEIH MPOGIITE
(Bapuant 1V) ¢dopmupyer Ooxnee riybokuit (h, =
3,9 MM), HO 3Ha4YHWTeNbHO OoJiee pPaBHOMEPHBII
npoduie CKUMAIOIUX HaNpsDKEHUH 0e3 pe3Kux
konebaHui 1o riuyOuHe. MakKCUMyM OCTaTOYHBIX

Hanpsokennit (0] % ~ 330 MIla) nokanusyercst Ha

rmyoure Z = 0,31 wMMm. DOTo KadyecTBEHHO
COTJIaCyeTCsl C  TPEICTABICHHSAMH KOHTaKTHOM
MEXaHUKH: COTJIACHO KIJIACCHYECKHM PEIICHUSM,
MaKCHMYM JIOJDKEH pacrionaratbcst B

MOJMOBEPXHOCTHON 001acTH Ha TIIyOHHE MOpsIIKa
0,2...0,5b; B 4aCTHOCTH, TCOPETUYECKOC PECIICHHE
K. JI. Ixxoucona maer Z = 047h. CwmernicHue
MaKCI/IMyMa 6J'II/I)Ke K HOBerHOCTI/I JIOTUYHO
00BsCHSIETCS  YNPYTOIJIACTHUECKUM  XapaKTepoM
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nedopmupoBaHus. Maxkcumym OKPYXKHBIX
CKUMAIOIMIMX OCTAaTOYHBIX HANpsDKEHHH ( 0p =
—112) Taxke JOKAIU3yeTcs B TOATIOBEPXHOCTHOM
cIioe.

Baxuo OTMETHUTH 0COOEHHOCTH
MaKpOCKOIIMYECKOTO  PABHOBECHS  JI€TAId  IPH
JIEUCTBUM  OCTAaTOYHBIX  HampsbkeHud.  Ilocne

nepexoja dYepe3 HyJICBOH ypOBEHb B INIyOMHHBIX
ciosix (Z > 4...5 mm) ¢opmupyercss oOmmupHas
00J1aCTh PaCTATHBAIOIINX OCTATOYHBIX HANIPSKCHHUH.
Bo3HUKHOBEHHE pPACTATMBAIOIIUX HANpsKEHUN B

TIyOMHHBIX — CIOSX  SBIAETCA HE  MOOOYHBIM
s pexToM, a HEO0XOUMBIM YCIIOBHEM
CaMOypaBHOBEIIUBAHUS oISt OCTaTOYHBIX
HAMpSDKEHUH B COOTBETCTBUH € YCIOBHEM

Makpockonuyeckoro papHosecus [ odA = 0. Jlanee
1o riryOMHE ypOBEHb HAIlPSHKEHHH IJIaBHO 3aTyXaeT
K sapy nperanmn (Z = 10 mm). HeOombmme
pacTArUBAaIOIINE OCTATOUHbIC HANPSIKEHUS B IICHTpPE
(= 5...15 MlIlIa) SIBIISTFOTCSI (busnvecku
000CHOBaHHBIM  ()OHOM, HE BIMAIOIUM HA
9KCIUTyaTalIOHHBIE CBOJCTBa, HO
00ecIIeyBaIONINM 3aMBIKaHNE SITIOPHI HANIPSDKCHUH.
Takoe TOBeNEHHE TIOJHOCTBIO  COOTBETCTBYET
¢usuke mnpomecca IIIIJI. B paccmarpuBaemoit
pacuetHoil cxeme crpouHoro IIIIJI ¢ mpomonbHOM
nojaucii (0e3 HempephIBHOTO BpAICHHS 3arOTOBKH)
HaOmofaeTcss  SIBHOE  JIOMUHHMPOBaHHE  OCEBOU
KOMIIOHEHTBI Haja OkpyxkHO#H ( |o,| > |og|). D10

|
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Musecy o7gg* ; 1 — 6azoevui powux; Il — pomuk ¢
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Fig. 8. Distribution of residual stresses along the depth
of the hardened layer: a — axial stresses o,; b — i
circumferential stresses ag, ¢ — von Mises residual
stress intensity ayge* ; I — basic roller; Il — roller with a !
45° chamfer; Il — roller with a profile undercut; IV — |
modified profile i
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00YCIJIOBIICHO KHHEMAaTHKOH mpouecca:
HalrpaBjeHHOE IEepEeMELICHUE pOJHKa (OPMUpPYET
MPEUMYIIECTBEHHOE BBHITECHEHHE Marepuana BJOJb
ocH ToJayM, TOTAAa Kak IONEPevyHOe TedeHHe
YaCTMYHO OTPAaHMYEHO T'eOMETPHEl KOHTAKTa.

C600HblII CPpABGHUMENBHBLI AHATUZ PAdOUUX
npocpunen. B Tabnuue 2 mnpuBeIeHBI OCHOBHBIC
pe3ynbTaThl CPAaBHUTENBHOTO AaHAIN3a, BKIIOYAS
6e3pa3mMepHbIe KpHUTEpUH, TIO3BOJISTIOINE
COIIOCTAaBUTh 3¢ eKTHBHOCTH HCCIIETyeMBIX
pabounx mpodwmIeli HE3aBHCUMO OT abCONIOTHOTO
3Ha4deHus Hatsra (¢ = 0,1 MM) U mIpeqena TeKyJecTH
Matepuana ( or = 360 MIla mma cramm 45). B
KauyecTBe 0000marmmx roKazaresnen
UCIIONIb30BaHbl OTHOCHUTEJBHAsl BBICOTA HAIUIBIBA
(hy/t) ¥ OTHOCHTENBHBIN YPOBEHb MHTEHCHBHOCTH
MaKCHMAITbHBIX OCTATOYHBIX HAmpsHKeHHH (07 ps”/
or).

W3 Tabmwmmer 2 BHOHO, YTO BapuaHT |
obecrieunBaeT HAWOONBIIYIO TIYOMHY YIPOYHECHUS
u MaKCUMaJIbHbIN YPOBEHb COKUMAIOIINX
OCTaTOYHBIX HAINpPSHKCHUH, HO 3TO CONMPOBOXKIACTCS
camMbIM  OompumMM  HarielBoM.  Bapuant I,
HaIlpoTHB, MMPaKTUYCCKU YCTpaHsACT
MaKpOT€OMETPUYECKHE HCKAKEHHUs NpOoQuIsi, HO
paccenBaHME KOHTAKTHOTO JaBJICHHS YMCHBIIACT
TIyOMHY yIIPOYHEHHOTO CIIOSI.

Tabnuna 2. CBogHBIE pe3ynbTaThl cpaBHUTENbHOTO ananm3a HAC npu ctpounom I1T1]]
Table 2. Summary results of the comparative analysis of the stress-strain state during line SPD

Bapuant v oKazaucs HauboJee
cOanaHcupoBaHHBIM. [Ipu  JgaHHOH cxeme OH
CHI)KAeT OTHOCHTENIbHYIO BBICOTY HaIUIbIBa JIO
hy/t = 0,02 ...0,03, To ecTb MpUMEPHO HA MOPSIAOK
[0 CpaBHEHHUIO ¢ 0a30BBIM BapuaHToM. [Ipu 3TOM
COXPAHSIOTCS  BBICOKMH  YPOBEHb  OCTaTOYHBIX
HanpsokeHuit ( 07pe* /oy = 0,92) u nocrartovHas
niryouHa ynpouneHHoro cios (h, = 1,02 mm).

Pe3ynbpTaThl MOATBEPKIAIOT, YTO YIpaBIsIEMOE
CTECHEHHE TEUCHMsl MeTajlla MO3BOJISIET Pa3opBaTh
NPSMYIO 3aBUCHMOCTh MEXIY BBICOTOHW HAIUIbIBA W

riryOnHOU YIPOYHEHUS. IToaTomy
MOIU(MUIMPOBAHHBIA TPO(UIE PEKOMEHIYETCS JUIs
MHOTOIIPOXOAHOTO CTPOYHOTO TN
LHWINHAPUUECKUX TOBEPXHOCTEH.

Bauanue waza  Kpyzoeou  nodauu  Ha
npouszeooumenvnocms npovecca. Jlns OUEHKH
BIMSAHHSA  TEXHOJNOTMYECKHX  IapaMeTpoB  Ha

MIPOU3BOJUTENLHOCTh Mpouecca crpoyHoro IIITJ]
MPOBE/ICHBl PACUeThl MAaKpOTEOMETPUH Ciela Ui
MoauduimpoBanHoro npoduis (Bapuant 1V) mpu
pasHBIX 3HAYCHHUSAX IIara KPYroBOW MOmaddl Sy, -
PaccmarpuBanace 3aBUCHUMOCTb BBICOTHI
OCTaTOYHOTO HaIuIbiBa (h,) M HEOOXOAMMOTO YHCHIA
pabounx xomoB (N) gms oOpaboTkm  Bcei
MITAHAPIYECKON TOBEPXHOCTH.

BapuanT padodero npogms hy,, MM Ores*, MIla | h,, Mkm hy/t 07 e [or
Je(pOPMHPYIONIETO POJIMKA

1 — 6a30BBII MUIHHIPHYSCKHAN POJTHK 1,35 400,1 25...35 0,25...0,35 1,11

II — posmuk ¢ dackoii 45° 1,10 377,2 12..15 10,12..0,15 1,05
III — ponuk ¢ MOAHYTPEHHUEM MPODHUIIS 0,91 300,3 3..5 0,03...0,05 0,83
IV — MomyIMpOBaHHBINA PONMK C 1,02 329,7 2.3 0,02...0,03 0,92
ATy CHBIM IIEPEX0IOM

BricoTa ocTaTOYHOTO HaTIBIBA hr’ MM

1200

4180

1160 =
4 140
4120
4 100
4180
160
140
4120

Yucno paboumx X010

0.5 1.0 ljS

Ilar xpyrosoii mogauu S, MM

Puc. 9. Brusinue waza kpyeosoii nodauu S_kr Ha gvicomy ocmamounoeo Hanavléa h_y u uucio pabouux
X0008 N 05151 MOOUGuUYUPOBaAHH020 NPODUNSL POTUKA
Fig. 9. Effect of the circular feed pitch S_kr on the height of the residual pile-up h_y and the number of
working passes N for the modified roller profile
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N3 Puc. 9 BHUOHO HEIMHEHHOE IIOBEICHHUE
MakporeomMerpuy. B inanazone KpyroBbIx mojad ot
0,5 mo 2,5 MM BBICOTa HAIUIBIBOB YBEIHMYMBACTCS
IUIaBHO, JIOCTHTas, HO HE TMPEBBIIas IKECTKUU
TEXHOJIOTHYECKUH nomyck (h, < 0,005 mm, wmm 5
MKkM). Takoe cTaOuibHOE TOBEIEHUE OOBICHICTCS
JOCTaTOYHBIM  KMHEMAaTHYECKHM  IIEPEKPBITHEM
CMEXHBIX NTPOXO0JIOB, IPH KOTOPOM MPOGHIH POINKa
3G GEKTUBHO BBITTAKUBACT BBHITCCHEHHBIM METaI.
OpHako  mpu  jgocTuxeHun  Sp, = 3,0 MM
HaOofaeTcss pe3Kuid BBIXOJ 3a IMpEeAesbl JIOMycKa
(Touka cpbIBa), 4To 00yCIOBICHO yTpaToii 3ddekra
KWHEMAaTH4YeCKOTO TEPEKPBITHS W BbINIAKUBAHUS
CMEXHBIX CJIC/IOB.

Takum obpazom, pannoHaIbHBIM
TEXHOJIOTHYECKUM MPENEIOM U HCCIEAyeMOH
TeOMETPUM PpOJIMKa SIBISETCS Iar Sy, = 2,5 MM.
[Ipn TakoM peKUMe IHCIIO HEOOXOIUMBIX NPOXOJIOB
N coxkpamraercs ¢ 94 (npu 6a3oBom mare 1,0 Mmm) 10
38. DT0 MO3BOJSET MOBBICUTH IPOU3BOJUTEILHOCTD
00paboTku MIPAKTUYECKU B 2,5 pa3sa,
rapaHTUPOBAHHO OOECIICUMBAsI IIPU ATOM Tpedyemoe
KauecTBO (OPMHUPYEMOT0 IOBEPXHOCTHOTO  CIIOS
(hy < 5 MKm).

BroiBoabl

Ipn CpaBHECHUH HaIpsHKeHHO-
e(OPMHUPOBAHHOTO COCTOSHUA 1ipH cTpodanom [TIT/]
pONMKaMH YETBIPEX PpA3IWYHBIX KOH(HUTYpaLHi
MOJTyYEeHBI CIIEAYIONINE BBIBOIBI:

1. Teomerpust mpowmis onpenenseT MEXaHU3M
IUIACTUYECKOTO TeueHust MeTayuia. HaOmomaercs
Mepexo/ 0T CBOOOAHOTO TeueHus (BapuaHT ) depes
Bo3MylleHHoe (BapuaHT II) u  moBBIMIEHHOE
crecHenue (Bapmant III) x  ympaBmsteMomy
crecHeHmio (Bapmant [V), oOecneunBaroniemy
3¢ pexTuBHOE nepepacripesiesieHIe SHEPTUH
nedopManuy BriryOb MaTepHaa.

2. Bapuantel | u Il cxiioHHBEI K 00pa3oBaHHIO
MaKpOT€OMETPHUYECKIX  Je()eKTOB  (HAILIBIBOB).
Bapuant III cHwkaer BBICOTY HalUIBIBOB, HO
yYMEHbIIaeT riryOuHy YIIPOYHEHUS n3-3a
HEpaBHOMEPHOTO KOHTAKTHOTO JIaBICHUSL.

3. Bapmantr IV paer Hawmmydinee co4eTaHHE
napaMeTpoB: TiIyOMHAa YNpPOYHEHHOTo cios h, =
1,02 MM, MakCUMaJIbHbIE OCTATOYHBIE CXKUMAIOLIUE
HANPSDKEHUS Oy pe~ = 329,7 MIla, BbIcOTa HAILIBIBA
OJIMHOYHOIO Ccieaa hy = 2 ..3 MKM. Ympapiusiemoe
CTECHEHHE O0ecIeunBacT OallaHC MEXIY TIyOWHOU
HaKkJIerna ¥ KayeCTBOM MUKpopesbeda.

4. OnTtuManbHBIA WIAar KPYTOBOW MOJMAYM JIJIsSt
Bapuanta IV cocraBmster Si, = 2,5 Mm. O3ro
COKpaIaeT Yruciio mpoxoaoB B 2,5 pasa (¢ 94 no 38)
IpH COOMIOAGHUN MAOIMyCKa IO BBICOTE€ HAILIBIBA
(hy < 5 MKm).

[lonmy4yeHHblE  YHCIIEHHBIE  3aKOHOMEPHOCTH
HOCST (DyHIaMEHTAJIbHBII XapakTep Uil HOHUMaHMs
MexaHukH npouecca crpounoro IITJ[. Hanpasnenus

JTATbHEUIITUX HCCIeIOBaHUI [IpeAIoJIaratoT
MPOBE/ICHUE HaTypHOU SKCHEpPUMEHTAIbHON
BepupUKaIUN IOy YEHHBIX pacrnpeneneHui

ENGINEERING TECHNOLOGY

OCTAaTOYHBIX HAIPSHKCHUH (HAIpHUMEp, METOIOM
PCHTITCHOBCKOW  NU(GPAKTOMETPHH) U  OICHKY
YCTaJIOCTHOH JIOJITOBEYHOCTH 00paboTaHHBIX
eTaneH.
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Abstract.

Fatigue resistance in high-duty cylindrical components is fundamentally
dictated by the integrity of their surface layer properties. Multi-pass line
surface plastic deformation (SPD) serves as a robust technique for surface
modification. However, a recurring limitation of this process is the edge
effect, inherent to standard cylindrical rollers, where localized stress
concentrations trigger non-uniform material flow. This phenomenon
inevitably results in residual surface pile-ups at track boundaries, thereby
degrading product quality. This study establishes a physical and
mathematical framework for optimizing tool profile geometry to mitigate
such macro-geometric defects during high-precision multi-pass SPD. The
underlying contact mechanics were analyzed using a 3D elastoplastic finite
element model developed in ANSYS Workbench. The numerical simulation
addressed the hardening of AISI 1045 (steel 45) specimens subjected to four
distinct tool configurations: a basic cylindrical profile, a 45° chamfered tool,
an undercut profile, and a modified radial-transition roller. The evolution of
the stress-strain state within the deformation zone was evaluated throughout
the active loading phase and subsequent complete system unloading.
Findings corroborate that the roller profile serves as the primary
determinant for the lateral material displacement mechanism. It is
demonstrated that a modified profile with a geometrically optimized radial
transition facilitates a "controlled confinement" mechanism for plastic flow.
This design strategy successfully overcomes the trade-off between the depth
of hardening and the surface defect height. The application of this modified
tool yields axial compressive residual stresses of up to 330 MPa, while
reducing track-boundary micro-pileup height to 2—3 um—an improvement of
nearly an order of magnitude over conventional tooling. Furthermore, an
optimal circular feed limit of 2.5 mm was substantiated, allowing for a
substantial increase in processing throughput without compromising the
structural integrity of the generated microrelief.
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