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AHHl)malﬂlﬂ. ObecnieyeHne CTaOMIBHOCTH PpasMepoB MITAMIIOBAHHO-KATAHBIX KCJIC3HOAOPOXKHBIX KOJIEC, pallMOHAJIbHBIX CHUJIOBBIX PEKUMOB pa60TI>I

HPECCOB M BBICOKOW CTOMKOCTH J€Taleil MHCTPyMeHTa AedopMaliy MeTalla, a TAK)KEe YMEHBIIEHHUs! MACChl HCXO/IHBIX 3arOTOBOK SIBIISIFOTCS aK-
TyaJbHBIMH Hay4YHO-TEXHHYECKUMH 3a[auaMy. YKa3aHHas CTOMKOCTh BO MHOTOM OIPEENISeT 3aTPaThl, CBSI3AHHBIC C BEIOOPOM MAapKH CTallM JUIS
IITAMIIOB, TEXHOJIOI'MH MX M3TOTOBJICHUS M TEXHOJIOIMYECKOi cMasku. B Hacrosiiuei pabore Ha OCHOBE pe3yJIbTaTOB KOHEUHO-JIEMEHTHOTO MO-
JICTIMPOBAHMSI BBINOJHEH aHAJIN3 BIMSHUS CXEM LITAMITIOBKH KOJIECHBIX 3arOTOBOK HA CHJIOBBIC PEXKHMbI paboOThl (POPMOBOYHOTO Ipecca U U3HOC
MHCTpYMeHTa Ae(GopMalMi NPUMEHUTEIBHO K COBPEMEHHBIM MPECCONPOKATHBIM JIMHUAM. [10Ka3aHO, 4TO CXEMBbI LITAaMIIOBKH, KOTOPbIE Mpeayc-
MaTpUBAIOT PErIAMEHTHPOBAHHOE PACIIPE/Ie]ICHUE METaIIa MEXIY LECHTPAIbHON U nepudepuitHON YacTsIMM [0/1aBaeMoi B IITAMIIbl 3arOTOBKH,
XapaKTEePU3yI0TCS PALIMOHAIBHBIM CHIIOBBIM PEKMMOM (POPMOBOUHOTO mpecca. Bennunna cpenueii cunbl B 3ToM ciaydae coctasiser 63 — 70 % ot
BEJIMYMHBI CPEAHEH CHIIBI ITPH IITAMIIOBKE U3 3arOTOBKH, OCAXKEHHOM IVIaJIKUMH IUIUTAMU. VICKITIOUeHHE TIPEKACBPEMEHHOTO 3aIIOJHEHHST CTY UL
CIIOCOOCTBYET YMEHBIIECHHIO CpeaHel (110 BEpXHEMY M HI)KHEMY LITaMIIaM) BEJIMYUHBI H3HOCa (POPMOBOUHBIX mTaMnoB Ha 20 — 24 %. YcraHosie-
HO, 4TO B IpoLecce 00KaThs MeTajlIa B 00JIaCTH JIUCKa, YeM paHblie 00pa3yeTcs HOANOpP TEUCHHIO METaia cO CTOPOHBI (POPMOBOYHOTO KOJBLIA,
TEM MEHbIIIE BEJIMYMHA MIPOCKANIB3bIBAHUS A€(OPMHUPYEMOro METallla OTHOCHTEIBLHO MOBEPXHOCTH (JOPMOBOUYHBIX LITAMIIOB B 30HAX MX Hanboiee
MHTEHCHBHOTO M3HOCA (TIepexo/ia OT IicKa K 000/1y) U, KaK ClIeJICTBUE, MEHBILIE BeIMYNHA H3HOCA. TaKKe Ompe/IesieHo, 4To cxema Ae(hopMUpOBaHUS
MeTtaia B (JOPMOBOUHBIX IITAMIAX, 00ECIIEUHBAKOIIas 3aM0IHEHHE IPEOHs PH 0CEBOM 00XKaTHH MeTaslia B 30He 000/1a, CHIKAET MPOCKAJIb3bIBa-
HHE METaJlIa OTHOCUTEIILHO MTOBEPXHOCTH ()OPMOBOUHBIX ITAMIIOB B MECTAX IEPEeXo/ia OT AUCKa K 0001y. JIONONHUTEIbHOE CHIKCHUE BETHYUHBI
u3HOCA B 9TOM citydae coctasisieT 27 — 33 %. CTaOuiabHOCTh pa3MepOB IITAMIIOBAHHO-KATaHBIX JKEIE€3HOAOPOXKHBIX KOJIEC BO3MOXKHA HA OCHOBE
CXEM IITAMIIOBKH, 00SCIEUNBAIOIINX PEIIAMEHTHPOBAHHOE PAaCIpe/IeiCHUe MeTalla MEXK/y LCHTPAIbHON U epudepHilHOM YacTIMU 3aTOTOBKH

€e CaMOLICHTPOBKHU B (JOPMOBOUHBIX IITAMIAX. DTO MO3BOJIUT YMEHBIIUTb MACCY HCXOJHBIX 3ar0TOBOK Ha 7 — 10 kT.
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ITpoOnembl MOJEPHU3ALUK TPECCONPOKATHOTO 000pY-
noBaHus [1 — 3], coBeplIeHCTBOBaHUS IPUMEHSIEMON TeX-
HOJIOTMM B YacTH peajH3aldd PalUOHAIBHBIX CHIIOBBIX
PSKUMOB PabOTHI M BBICOKOH CTOMKOCTH neraneit [4, 5],
a TaKoKe MOBBILICHNUS Ka4yeCTBa UCXOIHBIX 3arOTOBOK U CHU-
KEHUS pacxoHoro koddduuuenta [6 — 10] sBistoTcs ax-
TyaJbHBIMH HayYHO-TEXHUYECKMMHU 3aJjayaMH MeTaulyp-
THYECKON OTpaciiu.

[Ipu ocBoennu HOBOM mpeccornpokaTHoi jauHuu OAO
«EBpa3 HikHeTarninpcknit  MeTayuTyprudeckuii  KoMOu-
Ha» (HTMK), cnenmanucramm koMOMHATa OBLIO yCTa-
HOBJICHO, YTO, HECMOTPSI Ha BHICOKOE KAaueCTBO MCXOIHOW
3aroTOBKH, BBICOKYIO CTENIEHb aBTOMATH3ALMH U KOMIIbIO-
TEpU3AINHA TEXHOJIOTHYECKOTO IpoIiecca, pa3padoTaHHas
¢upmoii SMS — EUMUCO TexHOJOTHsI TITAMIIOBKH KO-
JICCHBIX 3arOTOBOK HE TO3BOJIHJIA MOIYYUTHh CTaOMIBHBIC
pa3Mepbl YEPHOBBIX KOJIEC MPH UCIOJIb30BAaHUH UCXOIHBIX
3arOTOBOK M3 HETPEPBHIBHOINUTOTO METaylia COOCTBEHHOTO
nipousBojcTia [10].

Pa3paboTka M BHeapeHHME Ha 3aroTOBOYHOM Ipecce
cwioit 50 MH (R5000) TexHOJOrMH OCaIKd 3aroTOBOK
B BEPXHEM IIJIaBAIOIIEM TEXHOJOTHYECKOM KOJIbIlE TO3BO-
JUITA CTa0MIIN3UPOBATh UX HAPYKHBIN THAMETP, TOBBICHTh
TOYHOCTh Pa3MEpPOB KOJECHBIX 3ar0TOBOK Ha (OPMOBOY-
HOM TIpecce M CHU3UTh Opak Ha npokare [10].

Bwmecrte ¢ Tem, 3Ta TEXHOJIOTUS HE TO3BOJIAET BBIIOJ-
HATbh Pa3rOHKY 3arOTOBOK. YKa3zaHHasl omepauus sBiseTcs
KpailHe HeoOXOAMMOM NpH MPOU3BOJICTBE MHOIMX THIIO-
pa3MepoB KoJieC U, B TIEPBYIO OUepe/lb, IPH IITAMITOBKE 3a-
TOTOBOK KOJIEC JUaMeTpoM 957 MM ¢ IJIOCKOKOHUYECKUM
nuckoM 1o 'OCT 10791-2011, monst KOTOPBIX B TOIOBOM
00beMe POU3BOJCTBAa OOBIYHO BEJIHKA.

[lpn mTammoBke Ha (OPMOBOYHOM TIpecce CHIION
90 MH (R9000) xosecHbIX 3arOTOBOK JJIsl KOJIEC JHaMeT-
pom 957 mm n3 ocaxenno Ha mpecce R5000 3aroroBkn
0e3 Pa3roHKH (ILTIOMIKK») UMEET MECTO OIHOCTOPOHHSS
cXeMma TeYCHHUsI MeTajlla U3 30HbI JTUCKa B 30HY 0001 MpH
MOBBIIIEHHOW CHJIe IITaMIIOBKH. [IpuunHoOi sBisieTcs Ha-
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auuyue M30BITOUHOrO O0beMa MeTajyla B IEHTPATIbHOM
YacTHU 3aroTOBKH, KOTOPBIM NPEXIEBPEMEHHO 3alloJIHAET
q)OpMOBO‘lHLIe ITaMIIbl B 30HC CTYTIULIBI.

B paborax [11, 12] mnpemiokeHbl HOBBIE CIOCOOBI
INTAaMIIOBKH KOJICCHBIX 3arOTOBOK, KOTOPBIC ITO3BOJISAIOT BbI-
nostHATh Ha nipecce R5000 pernmameHTHpOBaHHOE pacrpe-
JIeTICHEe METaJlIa MEKAY LEHTPANbHON U nepudepuitHoi
YacTsIMH 3aTOTOBKH, 00CCIIEUNBAIOT UX CAMOIICHTPOBKY Ha
(hopmoBouHoM Tipecce R9000 u monmyueHne cTaOUIBHBIX
pa3MepOB KOJIECHBIX 3aTOTOBOK.

Hapsiny ¢ momydeHueMm TpeOyeMbIX MapaMeTpoB IO
reOMETPUM, MaKpo- U MHUKPOCTPYKTYpe, a Takke Mexa-
HUYECKUX CBOWMCTB maaenuil [10 — 19], omHUM M3 Ba)KHBIX
KPUTEPHEB ONCHKH 3(PPEKTUBHOCTH MPUMEHSIEMBIX CXEM
ne(OpMHUpPOBaHUS SIBISICTCA MX BIMSHHE HAa CUJIOBOH pe-
JKUM TIPECCONPOKATHOro 000pYyNIOBaHMUSA U CTOMKOCTH Jie-
(hopMHUPYIOLIETO HHCTPYMEHTA.

B xoneconpokaTHOM IMPOM3BOJICTBE IOBBIILIEHUE YKa-
3aHHOM CTOMKOCTHU SABJISIETCS AKTyaJIbHOU 3aJadeil, Tak Kak
HMMEHHO OHA BO MHOT'OM OIpeeNIsIeT 3aTpaThl, CBA3aHHbBIE C
BI)I60pOM MapKy CTaJikd AJid ITaMIIOB, TEXHOJIOTUU UX U3-
TOTOBJICHUS U TEXHOJOTHUCCKOM cMa3ku [16, 17].

Lenpro HacTosAwIeH pabOTHI SBIAIOCH U3YYCHUE BIIHSA-
HUS CXeM LITAMIIOBKU KOJIECHBIX 3arOTOBOK Ha CHJIOBBIE
pPeXUMBI paboThl (hopMoBouHOro mpecca R9000 u m3HoC
WHCTPYMEHTA Je(pOopMaIinu.

AHanu3 popMOM3MEHEHUS MeTalllla, CUIOBBIX M TEMIIe-
paTypHBIX TapaMeTPOB, a TAKIKE N3HOCA IITAMITOB IIpH (op-
MOBKE KOJIECHBIX 3aroToBOK Ha npecce R 9000 Bbinonssamu
Ha OCHOBE DE3YJIbTaTOB KOHEYHO-3JIEMEHTHOIO MOJEIu-
poBaHus npouecca mwramnosku B cucreme DEFORM-3D.
[Ipu sToM perranm 0ObeMHYIO 3a1a9y [UIsI CEKTOpa, HMETO-
miero yroa 90°. llltaMnbl MOAEIUPOBAIN Kak HeAe(hOPMU-
pyembie 00bekThl. OHU OBUTH Pa30OMUTHI CETKOM W JUTSl HUX,
TaK K€ KaK U JUIsl 3aTOTOBKH, PELIATH 337ady TeIIonepe-
Jaud. B kauecTBe marepuana JUisl IITaMIIOB MCIOJIb30Ba-
mu umeronrytocst B 6ubanoreke DFORM-3D mrraMmnoByio
ctanb AISI-H-13 ¢ cooTBEeTCTBYIOIMMH MEXaHUYECKUMH U
TCH.HO(I)I/I?)I/I‘ICCKI/IMI/I XapakKTECpUCTUKAMU, 3aBUCAIIUMU OT
Temueparypsl. TBeploCTh MaTepualia IITaMIOB MPUHAIN
HE3aBUCUMOM OT Temreparypsl, pasHoi 41 HRC.

1 KonmecHOW 3aroTOBKM NPUMEHSUIH IUIACTHUYECKYIO
MOJCJIb Marepualia, KpUBbIC TCUCHUSA pAaCCUNUTAIN IJISI KO-
necHoit cranu mapku 2 ('OCT 10791-2011) [20]. Ucmons-
3yeMble MTPU MOACTUPOBAHNUN TEIUIO(U3NUYECKHE CBOWCTBA
KOJIECHOM cTanu B3sutd 13 0a3bl fauubix DEFORM-3D s
BBICOKOYIVIEPOJUCTON CTaJIM.

HauanbHylo Temmneparypy IUTaMIOB MPUHSAIM paBHON
20 °C. 3aroroBka nepes TaMIOBKONH NMeJa HEpaBHOMED-
HOe TemmeparypHoe moie B auanazoHe 1100 — 1260 °C,
MOJTY4YEHHOE ITyTeM KOHEYHO-3JICMEHTHOTO MOJAEIMPOBa-
HUS TPAHCIIOPTUPOBKH 3arOTOBKM OT HAarpeBaTesIbHOM neun
k npeccy R5000 (c ygerom ruppocOuBa OKAJIHHBEI C TOP-
LEBBIX ITOBEPXHOCTEH 3aTOTOBKH), e¢ Ae(hOpMHUPOBAHHUS Ha
npecce R5000 u tpancnopruposku k npeccy R9000. Mc-
10JIb3yE€MBbI€ IPU MOJEJIMPOBAaHUH 3HAYEHUsI CKOPOCTEH pa-
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Oouero xona TpaBepc npecca O0butn paBHbL: 0,03 M/c — s
npecca R5000; 0,01 m/c — mst mpecca R9000.

IIpu cpaBHUTENBHON OLEHKE Pa3IMYHBIX CXEM LITaM-
MOBKH KOJIECHBIX 3aTOTOBOK YUYHTBIBAJIHM TOJIBKO aOpa3uB-
HBII U3HOC. J[j1s1 pacuera BelM4uHbl U3HOCA W HCHOINb30-
Banu Mozienb Apuapna [18, 19]:

pasb

c

t
W= jK dt, (1)
0
rae 3, P — CKOpOCTh TPOCKAIB3bIBAHHS METalla OTHOCH-
TEJIFHO WHCTPYMCHTA U JIaBJIICHHC Ha KOHTAKTHOW MOBEPX-
HOCTH COOTBEeTCTBeHHO; K, a, b, ¢ — sMmupuueckue koad-
¢bunueHTHr, H — TBEpIOCTh MaTepHaia MTaMIIOB; f — BPeMs
MIPOTEKAHUS TIpoIiecca.
3Ha4YeHUsI SMIHUPUYECKUX KOI(D(DUIIMEHTOB HCIONB30-
panu caenyromme: K=2-10%a=h=1,c=2.
HampsbkeHre KOHTaKTHOTO TPEHUS OIPEHCIIIH  Kak
JIOJTFO OT BEJTMYMHBI HAMIPSKSHUS TCYCHUS METaJlIa Ha CIIBUT:

T,p = Mk, (2)
IIe T, — HANPSXKCHHE TPeHHS; M — (dakTop cwI TpeHwus;
k — HanpshKEHHE TEUCHUS MeTalllla 3arOTOBKU Ha CIIBUT.

3HavyeHue GaKTopa CUII TPEHHUSI COOTBETCTBOBAJIO YCIIO-
BUSIM TOPSIYETO Ne(pOPMUPOBAHUS METaIa CO CMa3Kou
(m=0,3).

BrInonHeH aHanu3 Tpex cXeM IITaMIOBKH KOJIECHOH 3a-
rotoBkH (puc. 1 — 3) st kosec nuameTpoM 957 MM € TIoC-
kokoHMYeckuM auckom o 'OCT 10791-2011:

A — cxema ITaMIOBKH KOJIECHOM 3aroTOBKU M3 «ILTIOII-
ku» [10] (ucnonb3yemas Ha mpecconpokarHoit TuHu OAO
«EBpaz HTMK»);

b — cxema mraMmnoBKu KoJecHOM 3aroToBku [11] u3
3arOTOBKH C TPEABAPUTEIHHO C(HOPMOBAHHBIMH YaCTSIMH
000712 ¥ CTYIUIIBI C HUKHEW CTOPOHBI 3aTOTOBKH, KOTOPas
MpeycMaTpuBacT €€ CaMOIICHTPOBKY B (DOPMOBOYHBIX
mramMmnax (cMm. puc. 2, a);

B — cxema mTammnoBku KoiiecHOW 3arotoBku [12],
IpeaycMaTpuBarollas ee CaMOLEHTPOBKY B (POPMOBOYHOM
KoJbIle (CM. pHc. 3, a).

PesynbraThl MOAETMPOBAHUS OKA3aIH, YTO IPU HITaM-
MTOBKE KOJIECHBIX 3arOTOBOK IO BCEM TPEM CXeMaM TeMIIe-
parypa LITaMIIOB B MOCJIEAHUNA MOMEHT IITAMIIOBKU JOCTH-
raet 400 °C.

AHanu3 pe3ynbTaToB TakXkKe IMoKas3all, YTO MPH LITaM-
TTOBKE KOJISCHOW 3aTOTOBKHU U3 «ILTOIIKI IITAMITBI B 30HE
CTYIHUIIBl 3aIOJIHAIOTCS 3aJ0JIT0 10 OKOHYaHHs MpoLec-
ca opmoBkH (cM. puc. 1, 6). B pesynsrare 3TOr0 MMeeT
MECTO HEIOIITAMIOBKAa KOJECHOH 3aroToBKd Ha 2,3 MM
(cM. puc. 1, 6) B CBSI3H € TEM, YTO HEOOXOMMAS JJIsI TPOJIOI-
JKCHUS Ie(OPMUPOBAHISI METaIa CHIa JaKe Ipu paboTe
mpecca B peKUME BBIZICPKKH MTOJ] HArpy3Koif (cM. puc. 1, o)
mpeBbIIaeT gonyctumyto Bennuuny (90 MH). Kpome ato-
T0, IOIITAMITOBKA KOJICCHOM 3arOTOBKH B PEKHME BBIJICPIK-
KM, MAaKCHMAaJIbHO Pa3BUBaeMOM MPECCOM CUIIBI B TEUCHHE
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Puc. 1. IlITammoBKa KOJIECHOW 3arOTOBKH I10 cXeMe A:

IITaMITOBKH (CM. pHC. 2, 6; 3, 8). [Ipu aToM pabora mpec-
ca R9000 B pexxnMe BBIIEPKKH TIOJ] HATPY3KOM, KaK MpH
IITaMITOBKE 1O cxeMe A (cM. puc. 1, 2), He Tpedyercs.

AHamu3 pe3ylbTaToB MOICTUPOBAHUS MpoIlecca H3-
HOCa WHCTpyMeHTa jaedopmanuu (puc. 4 —6) MO3BOIUI
YCTaHOBUTH clenyiomee. VckimodeHne mpeKaeBpeMeH-
HOTO 3aTOJIHEHUs CTynHullbl (cxema b) u, COOTBETCTBEHHO,
OIHOCTOPOHHETO TEUCHHS MeTaila Ha 3aKIIOUUTEIbHOU
CTa/IMU IITAMIIOBKU CIIOCOOCTBYET YMEHBIIICHUIO CpPETHEH
(o BepxHEMY W HIDKHEMY INTaMIIaM) BEJIMYUHBI W3HOCA
(opMOBOUHBIX ImITaMIOB Ha 20 — 24 %.

Kak mokazamm pacueTsl, Hambojee CYIIeCTBCHHBIM
(bakTOpOM, OMPEAENSAIONIMM H3HOC WITaMIIOB, SIBISETCS
BEJIMYMHA TPOCKAIB3BIBAHUS NEe(POPMUPYEMOTO METalia
OTHOCHTEJIBHO MOBEPXHOCTEH MHCTpyMeHTa AedopMariu
(puc. 7, 8). BennunHsb! k¢ KOHTAKTHBIX JABICHUH 10 TPEM
pPacCMOTPEHHBIM CXeMaM TOTY4YeHbI OTU3KUMU.

YcraHOBIIEHO, UTO B IPOIECCEe 00XKATHI METalla B 00-
JIaCTH JMCKa, YeM paHbliie 00pa3yeTcs MOoAnop TEYCHUIO Me-
Tajla Co CTOPOHBI (HOPMOBOYHOTO KOJbIla (CM. pHC. 3, @),
TEM MEHbIIIe BEIUYMHA MPOCKaJIb3bIBaHUS nehopMHpye-
MOTO MEeTaJlIa OTHOCUTEIHHO MTOBEPXHOCTH (POPMOBOUHBIX
IITaMIIOB B 30HaX MX HanOoJee HHTEHCUBHOTO U3HOCA (I1e-
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a — NIepBBIi MOMEHT IITAMIIOBKHU; 6 — IPOMEXYTOYHBIH MOMEHT
IITAaMITOBKH (3a30p MEXy IMTaMIamMu 6,5 MM); 6 — TIOCJICIHII MOMEHT
IITAMITOBKH (3a30p MEXy IITaMIamMu 2,3 MM); & — HITAMITOBKA B PEKH-
Me BbIIepKKH nox Harpy3koit 90 MH (3a3op mexxay mrammamu 1,5 Mm)

Fig. 1. Stamping of a wheel billet according to the scheme A:

a — the first moment of stamping; 6 — transitional moment of stamping
(gap between dies is 6.5 mm); ¢ — the last moment of stamping (a gap
between dies is 2.3 mm); ¢ — stamping in the dwell mode under the load
0of 90 MN (the gap between the dies is 1.5 mm)

2 —5 ¢, IPUBOAMT K YBEIMUYECHHIO JJIUTEIHHOCTH KOHTAKTa
neOopMUpPYEeMOTro MeTajla ¢ WHCTPYMEHTOM H, CIIe/IoBa-
TEJIbHO, K €r0 JIOIOJIHUTEIbHOMY Pa3orpeBy.

[Ipn mTaMIoBKe KOJIECHBIX 3aroTOBOK IO CXeMaM
b u B cunoBoii pexum pabOThI Tpecca SBISETCS paIuo-
HaJBHBIM (BEJIMYMHA CpPEIHEH CUIIbI IUIsl ycloBHiA (op-
MOBKHM B 3TOM ciiyyae cocrtasiser 63 —70 % or Benuyu-
Hbl COOTBETCTBYIOLEH CpelHEN CUJIbl IIPU IITAMIIOBKE U3
«IUTIOIIKM») M XapaKTepU3yeTcsl MOCTENEeHHBbIM HapacTa-
HUEM HEOOXOAMMOM ISl peanu3anuu npouecca GopMoB-
KU cuIIbl (CM. puc. 2, 6; 2, ). Ee MmakcumanbHasi BeJTMYUHA
Hy)KHa JIMIIb B TOCIIEJHUN, KPATKOBPEMEHHBIH MOMEHT
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Puc. 2. IllTamrioBka KOJIECHOM 3ar0TOBKH 110 cxeMe b:
a — TIePBBI MOMEHT IITaMITOBKH; 6 — IIPOMEXYTOYHBII MOMEHT
MITAMITOBKH (3a30p MEKAY LITaMIIaMu 6,5 MM); 6 — IOCJICAHUIT MOMEHT
IITaMIIOBKH (3330p MKy IITaMIIaMH OTCYTCTBYET)

Fig. 2. Stamping of a wheel billet according to the scheme b:
a — the first moment of stamping; 6 — transitional moment of stamping
(gap between dies is 6.5 mm); 6 — the last moment of stamping (a gap
between dies is absent)
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Puc. 3. lllTammoBka KOJIECHOW 3arOTOBKH 110 cxeme B:
a — TIePBBI MOMEHT IITAMIIOBKH; 6 — TIPOMEXYTOYHBIH MOMEHT
IITaMITOBKH (3a30p MEKAY MTaMIaMu 6,5 MM); 6 — IOCJIEAHUI MOMEHT
LITaMITOBKH (3230p MEK/y IITaMITaMH OTCYTCTBYET)

Fig. 3. Stamping of a wheel billet according to the scheme B:
a — the first moment of stamping; 6 — transitional moment of stamping
(gap between dies is 6.5 mm); 6 — the last moment of stamping (a gap
between dies is absent)

pexoa OT aucka K 06oay) (cM. puc. 7, 8) U, Kak CleJCTBHE,
MEHBIIIe BETMUYMHA H3HOCA.

Kax BumnO 13 puc. 7, 8, mist cxem mramroBku b u B xa-
PaKTEpHO HaJIMYHE 30H MOBBIIICHHOTO MPOCKAIb3bIBAHUS
neopMUpPYEMOTo MeTaia o BepXHEMY HHCTPYMEHTY Jie-
(opmar B 001aCTH CONPSKEHHSI TOBEPXHOCTH KaTaHHS
o0oma u TpeOHsT popMyeMoli KOJIECHOM 3aTOTOBKHU H PaCIIo-
JI0KEHHOM 07l HeH IJIOCKOM YacTU HUKHETO HHCTPYMEHTa
Jedopmaruu.

BwMmecte ¢ TeM, yka3aHHBIC 30HBI HAOMIOAIOTCS HEIPO-
JOJDKUTENIbHOE BpeMs Ha 3aKIIIOUMTENIbHOM dTare Mpouec-
ca IITaMITOBKH (3Tane popMUpoBaHUs IpeOHS) U HE OKA3bI-
BAaIOT CYIIECTBEHHOI'O BJIMSHHUS Ha CyMMapHYIO BEJIMUUHY
U3HOCA, 4 TAKXKE HE MPUBOAT K 0OPa30BaHUIO B HUX ITOBHI-
MEHHOTO M3HOca (CM. puc. 5, a; 6, a).

Taxke yCTaHOBJICHO, 4TO cxema JAe(GpOpMUPOBAHUS Me-
Talwia B (POPMOBOUYHBIX INTAMIIaX, OOCCIIEUMBAOMIAs 3a-
MIOTHEHHUE TPEOHS MPHU OCCBOM OOXKaTHUHM METajia B 30HE
obona (cxema B, cwm. puc. 3, 6), CHIKAET MPOCKaIb3bIBa-
HHE 1e(OPMUPYEMOT0 METaJIIa OTHOCUTEIIHLHO OBEPXHOC-
TH (POPMOBOYHBIX IITAMIIOB B MECTaX IEpexoJa OT JUCKa
Kk 0001y (cM. puc. 7, 8) U, B KOHEYHOM HTOTE, CIIOCOOCTBY-
€T YMEHbLIEHHUIO BEJIMYMHBI U3HOCA IITAaMIIOB (CM. puc. 6).
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I[OHOHHI/ITGHLHOC CHUIKCHUC BEJIMYMHBI U3HOCA MTPU LITaM-
noBke 1o cxeme B cocraBuio 27 — 33 %.

Takum 00pa3oM, Ha OCHOBE PE3yNbTATOB KOHEUHO-3JIe-
MEHTHOTO MOJIEJIMPOBAHMsI BBIMOIHEH aHAIU3 BIUSHUSA
CXEM IITAMIIOBKH KOJICCHBIX 3aI'OTOBOK Ha CHUJIOBBIC PCIKU-
MBI paboTHl (POPMOBOYHOTO Mpecca U N3HOC HHCTPYMEHTA
aedopManuu MPUMEHHUTEIBHO K COBPEMEHHBIM IPECCO-
MPOKATHBIM JTHHUSIM.

ITokazaHO, 4TO HCHONB30BAHNUE CXEM INTAMIIOBKH, KO-
TOpBIE MPEAYCMaTPUBAIOT PENIAMEHTHUPOBAHHOE pacHpe-
JIENICHUE METalIa MeXIy ee LEHTPaIbHOH u mepudepuii-
HOU 4acTsIMH, XapaKTepU3yeTCsl pPallMOHAIbHBIM CHJIOBBIM
pexuMoM. Bo-nepBbIX, BeIMYMHA CPEAHENW CUIIBI B 9TOM
cirydae cocranisier 63 — 70 % oT BeJIMUMHBI CPEeJHEH CHIIBI
Ipyu HITAMIIOBKE M3 «IUIIOLIKW. BO—BTOprX, B 3TOM CJIy-
Yyae UMeeT MECTO ITOCTEIIEHHOE HapacTaHne He0OXOANMOit
JUIS peanu3aluu mpouecca (pOpPMOBKU CHIIBI, IPUUYEM €€
MaKCHMaJIbHasl BEJIMYMHA HEOOXOIMMa JIHIIb B TIOCIEIHUH,
KPaTKOBPEMEHHBIN MOMEHT IITaMIOBKU. [Ipu sToM padora
(OPMOBOYHOTO TIpecca B PEKMME BBIACPKKH IO Harpys-
Koii He TpebyeTcsl.

HcknroueHne NpekaeBpEMEHHOrO 3aloJHEHUs CTyIH-
bl U, COOTBETCTBEHHO, OJHOCTOPOHHETO TCUCHUS MCTaJl-
Ja Ha 3aKIIOYUTENBHON CTaJiM IITaMIOBKH CIIOCOOCT-

211,0
0 288 57,5 863 1150 1440 1730 201,0‘ 230,0

Tool wear — Wear depth (total), nm

0 288 57,5 863 1150 1440

Tool wear — Wear depth (total), nm

173,0 201,0 230,0

Puc. 4. Pe3ynbrarsl MOAEIMPOBAHUS H3HOCA IITAMIIOB IIPH IITAMITOBKE
KOJICCHOH 3ar0TOBKH I10 cxeMe A:
a — BEPXHUH MITAMIT;, 6 — HIDKHUHN ITaMIT

Fig. 4. Results of modeling the dies wear during stamping the wheel
billet according to scheme A:
a—upper die; 6 — lower die
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157,0

0 288 57,5 863 1150 144,0) 173,0 201,0 230,0

Tool wear — Wear depth (total), nm

152,0
0 288 575 863 1150 1440 1730 2010 230,0

Tool wear — Wear depth (total), nm

Puc. 5. Pe3ynbraTsl MOEIMPOBAHUS U3HOCA ILITAMIIOB IPHU ILITAMIIOBKE
KOJIECHOH 3aroToBKH 1O cxeme b:
@ — BEPXHUH IITAMIT; 6 — HYDKHUH IITaMII

Fig. 5. Results of modeling the dies wear during stamping the wheel
billet according to scheme b:
a — upper die; 6 — lower die

ByeT YMCHBIICHUIO CpeAHEil (0 BEepXHEMY M HIKHEMY
[ITaMIIaM) BEJIMYNHBI H3HOCA (POPMOBOUYHBIX IITAMIIOB Ha
20 — 24 %. YcTaHOBIEHO, 4TO B Mpolecce oOXaTus Me-
Tayyia B 00JIaCTH TUCKA, YeM paHbIIe 00pa3yeTcs MOIIop
TEUCHUIO METajja CO CTOPOHBI (POPMOBOYHOTO KOJIBIIA,
TEM MCHBIIE BEIWYMHA MPOCKATB3BIBAHUS Ie(POpMHUpye-
MOTO MeTaJljla OTHOCUTEIHHO TTOBEPXHOCTH (hOPMOBOUHBIX
IITaMIIOB B 30HaX UX Han0OoJee MHTEHCUBHOTO U3HOCA (TIe-
pexoza oT JucKa K 000/1y) 1, KaK CIe/ICTBUE, MEHBIIIE BEJIU-
YHHA H3HOCA.

Taxke yCTaHOBJICHO, YTO cXeMma Je(OpPMHUPOBAHUS Me-
Tayia B (DOPMOBOYHBIX INTaMIIaX, oOecIieunBaromas 3a-
MOJTHEHHUE TPEeOHS MPHU OCEBOM OOXKaTHM MeTajula B 30HE
00oma, CHIKAET MPOCKAIB3BIBAHNE METaJIa OTHOCUTEIIh-
HO TOBEPXHOCTH (POPMOBOYHBIX HITAMIIOB B MECTax Iepe-
X0JIa OT AWCKa K 000y U, B KOHEYHOM HUTOTE, CIIOCOOCTBYET
YMCHBIICHUIO BEJIMYUHBI U3HOCA IITAMIIOB. ,Z[OHOJ'IHI/ITCJ'H)-
HOE CHIDKEHHE BEJTHIMHBI H3HOCA B 9TOM CITydae COCTaBIIs-
et 27 - 33 %.

Obecnieuenne CTaOMILHOCTH pPa3MEpOB  HYEPHOBBIX
IITAMIIOBAHHO-KATaHbBIX JKEJIE3HOIOPOKHBIX KOJIEC Ha COB-
PEMEHHBIX MPECCOMPOKATHBIX JINHUSIX, B COCTaBE KOTOPBIX
nepes; KOJECOMPOKAaTHBIM CTaHOM YCTaHOBJICHO HE TpH
(xak B ycioBusx AO «BBIKCYHCKHI MeTaILTyprHdeCKHA

92,3

0 288 57,5 863 1150 144,0 173,0 201,0 230,0

Tool wear — Wear depth (total), nm

81,4

0 288 57,5 863 1150 144,0 173,0 201,0 230,0

Tool wear — Wear depth (total), nm

Puc. 6. Pesysbrarhl MOJCTMPOBAHUS M3HOCA ILITAMIIOB IIPH LITAMITOBKE
KOJIECHOH 3aroTOBKH O cxeme B:
@ — BEPXHUH IUTAMIT; 6 — HIKHUH 1ITaMII

Fig. 6. Results of modeling the dies wear during stamping the wheel
billet according to scheme B:
a —upper die; 6 — lower die

3aBog» U [TAO «Murepnaiin HmxnennenpoBckuii Tpy6o-
MPOKaTHBII 3aBOM»), @ TOJBKO JBa Ipecca, BO3MOXKHO Ha
OCHOBE CXEM IITAMIIOBKH KOJIECHBIX 3arOTOBOK, MIPEACTaB-
JEHHbIX Ha puc. 2, 3. YKa3aHHbIe CXeMbl 00€CIeUHBaIOT
BBIIIOJTHEHHUE OINEPALlil pasTOHKU 3arOTOBOK, YCTPaHCHHE
HX aCUMMETPHUH, a TAK)KE CAMOLIEHTPOBKHU KOJIECHBIX 3aro-
ToBOK Ha npecce R9000. Bo3mokHOCTH IHOyueHHs oce-
CUMMETPHUYHBIX KOJECHBIX 3arOTOBOK M YEPHOBBIX KOJIEC,
KaK IIOKa3aJM Ppe3yJIbTaThl MOAEIUPOBAHHUS, IO3BOJISET
YMEHBLIUTh MAaccy HCXOAHOM 3aroToBKH (COOTBETCTBYIO-
IIyI0 HOMUHAJILHBIM pa3Mepam) ¢ 483 1o 475 kr.
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Fig. 7. Results of modeling the metal slippage speed relatively to the
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INFLUENCE OF WHEEL BILLET STAMPING SCHEMES ON POWER MODES
OF FORMING PRESS OPERATION AND ON WEAR OF THE DEFORMATION TOOL

S.A. Snitko, A.V. Yakovchenko, A.L. Sotnikov

Donetsk National Technical University, Donetsk, Ukraine

Abstract. Ensuring the stability of the dimensions of the stamped-rolled

railway wheels, the rational power modes of the press operation and
durability of the metal deformation tool parts, as well as reduction of
the initial billets mass, are actual scientific and technical tasks. This
durability largely determines the costs associated with the choice of
steel grade for dies, technology of their manufacture and process lub-
rication. In the present work, based on the results of finite element
modeling, the analysis of the influence of stamping schemes of wheel
billets on the power modes of operation of a forming press and on
wear of the deformation tool was made in relation to modern press
rolling lines. It is shown that the stamping schemes, which provide
for the regulated distribution of metal between the central and peri-
pheral parts of the billet delivered to the stamps, are characterized by
a rational power mode of the forming press. The average force in this
case is 63 — 70 % of the average force when stamping out of the bil-
lets, sagged by smooth slabs. Elimination of premature filling of the
hub contributes to a decrease in the average (by the upper and lower
stamps) of the wear of molding dies by 20 — 24 %. It was established
that in the process of metal reduction in the disk zone, as the earlier for-
mation of the resistance to flow of metal from the side of the molding
ring is formed, the smaller slip of the deformable metal relative to the
surface of the molding dies is in the zones of their most intense wear
(the transition from the disk to the rim) and, as a consequence, less
wear amount appears. It has also been found that the metal deformation
scheme in molding dies ensuring filling of the flange during axial metal
reduction in the rim zone, decrease the metal slippage relatively to the
surface of the molding dies at the zones of transition from the disc to
the rim. The additional decrease of wear in this case is 27 — 33 %. En-
suring the dimensions stability of the stamped-rolled railway wheels is
possible on the basis of stamping schemes, providing a regulated dist-
ribution of metal between the central and peripheral parts of the billet
and its self-centering in molding dies. This will reduce the weight of
the initial billet by 7 — 10 kg.

Keywords: railway wheel, stamping scheme, wheel billet, power mode,

forming press, dies, wear.
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