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Annomayus. Jins BoccraHoBneHus HOpMbl HCKPUBICHHBIX MAJIOKECTKHX LMIMHAPUUESCKUX JeTajleil THIa BAJOB U OCeil MpeyIoXkeHa MpaBka U3rnoom

[PH BO3JEHCTBUH PACHIPEACICHHON HATPY3KH C TOCIIEIYIOMINM YIPOYHEHHEM 3ar0TOBKU CIIOCOOOM IOBEPXHOCTHOTO MIACTHYECKOTO 1e(hOopMUpO-
BaHMs, OCHOBAHHOM Ha TIONEPEYHON 00KAaTKe 3arOTOBKH INIOCKUMU IIUTaMH. MI3BECTHO, YTO MOCIE MPABKU MONEPEYHBIM U3rHOOM (hOopMHPYIOTCS
HEpaBHOBECHbIC HANPSDKSHMS 110 BCeMy 00beMy 3arOTOBKH U ¢ TEYSHHEM BpeMeHH (opMma AeTaiy MOXKET CHOBA UCKa3UThCs. [103TOMY, mociie Bbi-
MOJIHEHUs IpoLiecca MPaBKU H3rHOOM, HEOOXOMMO JIOTIOIHUTENBHO YHPOUHSTh 3ar0TOBKH CIIOCOOOM MOBEPXHOCTHOTO IIACTHYECKOro Jiedopmu-
POBaHUsL, OCHOBAHHOM Ha IOIIEPEYHOH 00KaTKEe 3arOTOBKH IUIOCKUMU IUINTAaMH. L[e/bro paboThI SIBISETCS ONpPE/ICNICHNE YCIIOBUS 3aXBara 1 Haps-
)KEHHOTO COCTOSIHUS 3arOTOBKH IPH MONEPEUHON 00KaTKe MIMHAPUYECKUX eTalel IIIOCKUMU IuiuTaMu. B paboTe ncnonb30Ban MaTeMaTH4eCKuii
armapar u nporpammMusiii maker Ansys Workbench. HoBu3HO# paOoThbI sSIBISETCsI HOBBIH CIIOCO0 YIIPaBICHUS HAIIPSHKECHHBIM COCTOSHUEM TIPU [PaB-
Ke [MJIMHAPUYECKHUX 3aroTOBOK. B pesynbrare mosmy4yeHo 3HaueHHe MPeaesIbHOrO yIva 3aXBaTa o, HaXO/IIErocs B AnanasoHe 2 — 8° 1 MakcuMalib-
HOE 3HaYeHHe aOCOIIOTHOTO 00XKaTHsI, 3aBHCsIIEe OT KO (PHUIMEHTA TPEHUS U AUaMeTpa 3arotoBku. ONTUManbHOE 3HaYeHHe aOCOTIOTHOTO 00Ka-
Tust Haxoxutest B uanazone AH = 0,07 — 0,15 mm. Pe3ynbsrarsl pacyeToB MoKasaiu, 4To Mociie MonepeyHoi 00KaTKK B ICHTPE MONEPEYHOr0 CEUCHHUS
3arOTOBKH HMEET MECTO HANPSHKCHHOE COCTOSHUE BCECTOPOHHETO PACTSDKEHUSI, @ B IepHPEPUITHBIX CIIOSIX 3aTOTOBKH ()OPMHUPYETCSI HAPSHKEHHOE
cocrosinue cxkarus. Crnocod yrnpouHeHust MoNnepevHoi 00KaTKoM IIOCKMMHU TUIMTAMHU HCKIIIOYaeT 00pa3oBaHMe TPEIIMH U pa3pylLieHne MaTepuaa

B HCHTpaHLHOﬁ obnactu HUIUHAPUYCCKUX HSHGHHﬁ.

Knioueswie cnosa: npaska, yroi 3axsara, abCoMOTHOE 0OxKaTHe, KOI(QGUIUEHT TPEHHU, IIOIepedHas 00KaTKa, OCTATOYHBIC HANPSIKCHUS, HATIPSOKEHHOE

COCTOSTHHE.
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- BBEAEHUE

[TocTosiHHOE CcTpemIleHHE K TMOBBIINICHHUIO TPOYHOCTH
KOHCTPYKIIMOHHBIX MaTepUajioB MO3BOJIIET CO3/aBaTh W3-
Jlenusi ¢ MeHbllleld MaTepuangoeMkocThio [1 —28]. B wact-
HOCTH, CPEIM JeTaliell MalluH IUIHHIPUICCKOH (OpMBI
chopMHUpoOBaIICS KJTaCC MaJIOKECTKUX BajlOB, M3TOTOBIIE-
HHE KOTOPBIX Ha COBPEMEHHOM D3Tarle Pa3BUTHUSI TEXHUKH
W TEXHOJIOTM TPEACTaBISCT OMPENEICHHbIC TPYIHOCTH.
OHO# M3 TaKUX MPOOJIEM SIBIIETCS 00eCIeYeHHE TOYHOC-
TH Ha dTanax M3rOTOBJIEHUS WM PEMOHTA JeTanel Majion
ecTkocTH. [103TOMy Ha BCEX CTaAMsIX TEXHOJIOTUYECKOTO
npoliecca Npy U3rOTOBJICHUH HEXKECTKHUX JIeTaJIel ¢ OTHO-
MIEHUEM JITTUHBI K quameTpy oonee 10, B TeXHOIOTHYECKHE
MPOIIECCHl M3TOTOBJIICHUS U COOPKM OOBIYHO BKIIFOYAKOT
HECKOJIBKO Ortepariuii nmpasku [1].

Crioco0bI XOIIOJITHOM NPaBKH Ha Mpeccax Halld J0CTa-
TOYHO TIMPOKOE PACIpPOCTPAHEHHUE B MPOU3BOICTBEHHOU
npaktuke. OJTHAKO OHU HE BCEIJa MOIXOJAT, TaK KaK MpH
3TOM CIIOKHO 00ECIICYUTh MPEIU3HOHHYIO0 TOYHOCThH 00pa-
0O0TKHM 1 HeOOXOAMMOE KaueCTBO TTOBEPXHOCTHOTO cJios [1].
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OCHOBHO# HEIOCTaTOK M3BECTHBIX CIIOCOOOB INpaBKH 3a-
KITIFo4aeTcsi B (DOPMUPOBAHUN OCTATOYHBIX HAMPSIKECHUH,
KOTOpBIC HEPaBHOMEPHO pACHpPEICISIIOTCS B o0beMe Jie-
Tany. Marneilime TeMmIeparypHO-CHIIOBbIE HM3MEHEHUS
MIPUBOIIAT K HOBOW CXE€Me YPaBHOBEIIMBAHUS OCTATOYHBIX
HaNpsOKEHUH 3a cueT uckakeHus popmel getanu. [Toatomy
BOTIPOCHI CTAOMITU3AIIUH HAIIPSHKEHHOTO COCTOSTHUS 32 CUET
BBIPAaBHUBAHMS OCTAaTOYHBIX HAMPSIKEHUU MO JUITMHE 3aro-
TOBKH SIBIISTFOTCS] aKTYaJIbHBIMU.

Jnsg pemieHus! BBIIICU3IOKEHHBIX MPOOIeM aBTOpaMu
pa3paboTaHa HOBas KWHEMAaTHKa Tpolecca MPaBKH, MM03-
BOJISIFOLIAs] CHUKATh HEPABHOMEPHOCTH HAMIPSHKEHHOTO CO-
CTOSTHUS B JICTAJISIX MAIIIHH, & TAKXKE MOBBIIIATH TPOU3BO/HU-
TEJIBHOCTH Mpollecca MpaBKu. B kadecTBe nepcrneKTUBHOTO
HaIpaBJICHUS] paCCMOTpPEHA MPaBKa MOIEPEYHBIM H3THOOM
IIpU BO3JIEHCTBUM PACIPEeICHHON Harpy3KH ¢ MOCIENyO-
MM YIIPOYHEHHUEM 3aTOTOBKH CIIOCOOOM MTOBEPXHOCTHOTO
wiactudeckoro nedopmuponanus (I1I11), ocHoBaHHOM Ha
MOTepeYHON 00KaTKe 3arOTOBKH TNIOCKUMHU ITUTaMU [2].

B TexHonmorum oOpabOTKM METAJUIOB JIaBICHUEM
YCIENTHO MPUMEHSIOT METO/I ITOTIEPEUHON POKATKH, KOTO-
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PBII HCTIONB3YIOT IS MOy IEHUS 3aTOTOBOK CIIOXKHOMU (hop-
MBI, a TaKoKe TSI PO UIIe00pa3oBaHus PA3IMIHBIX METH-
30B [3 — 5]. Illupokoe MpUMEHEHHE ONEPEUHOI MPOKATKU
0OBsICHSICTCS KaK €€ TeXHOJOTMICCKUMH JIOCTOMHCTBAMH,
TaK U 3HAYUTENBHOHU 3(dexTuBHOCTBIO 00padoTkH [3]. Tlo
CpaBHEHUIO, HAIIPUMEP, CO IITaMIIOBKOH, ITpoKaTka odecre-
YUBAET IMOBBIIIEHNUE MPOU3BOAUTEIBHOCTH B 1,5 — 2 pasa,
yMeHblIeHHe pacxoga merautonpokara Ha 10 — 30 %, no-
BBIIIICHUE TOYHOCTH, COKPAICHUE TPYAOEMKOCTH IMOCIe-
IYIOIIMX ONEpaInii, IOBBIIICHHE CTOHKOCTH HHCTPYMEHTA
(60 — 300 ThBIC. mMT.) U 3HAUUTEIBHOE COKpPAIICHUE 3aTpar
Ha e€ro M3rOTOBJICHHE [4].

H03TOMy B Ka4€CTBC MNEPCHEKTHBHOI'O HaIpaBJICHUS
MOKHO HCITOJIb30BaTh CIIOCOO TOMEpPEUHON OOKAaTKH Kak
onun u3 Buaos IIIIJI. Ilpu pa3paboTke TEXHONOTHUU IIO-
MIEPEYHON TPOKATKN OBLTH OOHAPYKEHBI B IICHTPAIBLHON
30HE 3aroTOBKH OOJNBIIME pPACTATHBAIOILINE HAMpSKe-
Hus [S], Giarogapst KOTopbiM (opMHpyeTcs 30Ha ¢ HaJu-
YUEM TPELIUH U IOBpeXAeHUN. J[J1s OLIEHKU BO3MOKHOCTH
TIOSIBJICHHUS TPEUINH B IEHTPATBHON 007acTH IHIMHIPA
IpU YIPOUHEHUM MONEPEeyHoil 0OKaTKoll, HeoOXoaumo
paccyuTaTh MHTEHCHUBHOCTH OCTATOYHOTO HAIPSIKEHI
B LIGHTpaJIbHON oOJlacTH IMIKMHIpaA. Pesynbrarel onpene-
JICHUsST OCTATOYHBIX HANpPsDKEHUH B JETaNsAX, YIPOYHEH-
HBIX NTOBEPXHOCTHBIM IJIACTUYICCKUM I[C(I)OpMHpOBaHI/IeM,
M3II0KeHBI B pabotax [6 — 10], a HampspDKeHHs B odare
nedopmanuu npu [/ npeacrasieHsl B MCCleA0BaHU-
ax [7, 12].

B nepBoii wactu Hacrosiieil pabotsl [13] uccnenosan
MIPOIIECC BEHINPABICHUS MWINHAPHICCKUX 3arOTOBOK IT0-
nepeuHsIM U3ruboM. Bo BTOpoif WacTu mpopokeHo Huc-
cJIeJIOBaHUE TIpoliecca TOMEPEYHON OOKATKOW TUIOCKUMHU
wmTaMu. 1{enpro TaHHOH paOoThl SBISETCS OMpeesieHue
YCIIOBHUS 3aXBaTa 3arOTOBKH M HAIPSDKCHHOTO COCTOSTHI
LITHHIPUYECKUX JIeTallel pU MonepeuHoi 0OKaTKe Mioc-
KAMU [UTHTAMH.
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Puc. 1. Cxema 3axBaTa 3arOTOBKH TUIOCKMMH IJTATAMU:
1 — moBMKHAS TJINTA; 2 — 3ar0TOBKA; 3 — HEMOABIIKHAS TUIUTA;
4 — ynopsl; 5 — BBICTYII

Fig. 1. Scheme of gripping the billet by flat plates:
1 — movable plate; 2 — billet; 3 — fixed plate; 4 — stops; 5 — protrusion

[l ONPEAENEHUE YCIOBUA 3AXBATA 3ATOTOBKM
NAOCKUMM NIMTAMM

Js ocymiecTBiIeHUsT Tporiecca OOKAaTKM 3arOTOBKU
TUTOCKMMU TUTUTaMU HEOOXOIMMO CO3/1aTh OIIpEeiICHHBIC
ycioBusl. IIpu 3ToM cienyer oTaenbHO paccMaTpuUBaTh yc-
JIOBUS TIPY HEYCTAHOBHBIIEMCS MpoIecce OOKAaTKH — JUIs
HAYaJIbHOTO MOMEHTa, KOTJIa 3ar0TOBKa TOJIBKO IMOJIBOJIUTCS
K rutaM (puc. 1) v mpu ycTaHOBUBIIIEMCS TTPOIIECCE, KOT-
Jla 3aTOTOBKA yXe BTSHYTA B IUIUTHI (pUC. 2).

PaccmoTrpum cxeMy 3axBaTa 3aroTOBKH IJIOCKMMH IUIH-
TaMu (cM. puc. 1). B 3aXonHO 4acTH TIaBHBIM T€OMETPH-
YECKUM [1apaMeTPOM SIBIISETCS YIoJl HOAbEMa Q.

IIpu HEeycTaHOBUBIIEMCS Mpoliecce OOKaTKh B MOMEHT
COIIPUKOCHOBEHHS 3aTOTOBKH C TUTUTAMU ITOCIIENHIE OyIyT
OKa3bIBaTh HA Hee JCWCTBUE B BUE cuil N, HalpaBleHHbBIX
HOPMaJIbHO K ITOBEPXHOCTH BaJIOB B TOUKAX COIPUKOCHOBE-
HUS 3aTOTOBKHU C TUINTaMU A, U CUJI TpeHus [, HampaBileH-
HBIX TI0 KacareiabHou (cM. puc. 1).

Jis BIsIBIIEHMs A€icTBUA yKa3aHHbIX cuil N 1 F' Ha yc-
JIOBUA 3aXBaTa 3arOTOBKU IJIMTaMU CIIPOEKTUPYEM MX Ha
TOPU3OHTAIBHYIO 0Ch XX (10 HAIIpaBIEHUIO OOKATKN) U Ha
BEPTUKAJIBHYIO OCh YY.

s ocymiectienus mpoiecca o0katku (ocb XX) ropu-
30HTaJIbHAs CHIa I/ OJKHO OBITH GostblIe cuitbl N, TOTIa
uMeeM:

Fcoso > Nsina; pNcosa > Nsina,
tgo < p; o <arctgp, (1)

rae U — KodhGUIHMEHT TPEHUS MEXIY 3aroTOBKOW U TUIU-
TaMH.

3HadyeHue K03(h(HHUIIUECHTA TPEHUS IS Taphl CTAJIb— CTallb
MIPY XOJIOMHOW OOKaTke HaxomuTcs B mpenenax ot 0,03 1o
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Puc. 2. Cxema ycuinii pu mornepeyHol 00KaTKe III0CKUMH TUTUTaMH:
1 — moABMIKHAS TUIMTA; 2 — 3aTOTOBKA; 3 — HEMOABII)KHAS TIJINTA;
7 — paamyc ynpyroro sjpa

Fig. 2. Scheme of forces at transverse cheesing by flat plates:
1 — movable plate; 2 — billet; 3 — fixed plate;
r. — radius of the elastic core
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0,15 [14 —17]. ITo dpopmymne (1) momyuaem 3HaYEeHHUE yTia 0,
KOTOpO€ HAaXOAWTCS B IMamna3oHe ot 2 110 8°.

Janee paccMOTpUM cXeMy MONEPeYHON 0OKATKHU IMJI0C-
KUMH IUTHTaMH TIPH yCTAaHOBUBIIEMCS IpoIecce, KOoTa
3aroToBKa YK€ BTsAHYTa B MPOCTPAHCTBO MCEXKAY IUIMTA-
mu [18]. Kak BumHO W3 puC. 2, HalpaBIIeHHUE JIBMKCHUS
BEpXHEH IUINTHI NMEPIEHAUKYIIPHO OCH BpAIICHHUs] O0Ka-
THIBAEMOTO IMJIMHIPUYECKOTO Tena. PaccrosHme mexmy
JIMTaM MEHbIIC UCXOAHOI0 AMaMETpa HUIMHAPA Ha BE-
JTUYUHY abcomoTHOro odxarus 2y. K 3arotoBke B Harpag-
JICHUH I.[CHTpaJILHOﬁ OCH TMPHUIIOKCHBI YCUJIUSA, KOTOPBIC
HaIpaBJICHBl HOPMAJIBHO K KOHTAKTHOH Iomaake. PaBHo-
JEHCTBYIOIIYIO 3TUX YCHIIMKA P OyJeM cuuTaTh MPUII0KEH-
HOU B CepeHE OTPE3Ka, COOTBETCTBYIOIIETO 30HE KOHTAK-
Ta 3aroTOBKH C IINIMTaMMH. HOpMaHLHLIe YCuUJins BbI3BIBAIOT
TIOSIBJICHHUE Ha IDIOMIAAKE KOHTAKTA 3aTOTOBKU C IDIHTAMH
CWJI TPEHUS, PABHOJICHCTBYIOIIYIO KOTOPhIX 0003HA4YNM Ye-
pe3 F. Cunpl TpeHus F IPUIIOKCHBI B TEX )K€ TOUKaX, YTO
1 HOpMAJIbHBIC yCUJINA P, 1 HAIpaBJICHBI 11O KaCaTCJIbHbIM
K TUTOIIAIKE KOHTAKTA.

B pabore [2] noka3aHo, 4TO Uil OCYIIECTBICHUS MPO-
mecca OOKaTKW, KOTJa 3arOTOBKA yXK€ BTAHYTa IUTHTaMH,
MaKCUMallbHOE 3HaueHue a0comroTHOro odxarust AH pac-
CUHTBIBACTCS 1O (hopMyIie

2u’D

AH=D-d-2y= ,
4 2u* +1

2

e | — ko3 dunmeHt Tpenus; D — quaMeTp 3aroTOBKY.

Takum 00pazoM, MOTyYeHO 3HAYCHUE PEACTHHOTO yIiia
3axBara 0, HaxXOIAIIerocs B auana3oHe 2 — 8°. MakcuMab-
HOE 3HaYeHHEe aOCOMOTHOTO O0KATHS 3aBUCUT OT KOd(hhu-
[UCHTA TPEHUS M AWaMETpa 3aroToBKH. [ onpeneneHus
€ro ONTHMAJIBHOTO 3HAYEHHsI BBIMOJIHUM MOJICIUPOBAHUE
Tporiecca NpaBKH MOTIEPEYHON OOKATKON TUTOCKUMH TUTH-
TaMH.

- MOJENNPOBAHMUE NPOLLECCA NMPABKU NOMEPEYHOM
OBKATKOI NIOCKUMMU NJIMTAMMU

Jns ompeneneHus HaIPSHKCHHO-IE(POPMHPOBAHHOTO
COCTOSIHUSI B odare Je(OpMaluy U OCTATOYHBIX HAIps-
JKCHUH B BBINPABICHHBIX JETANSAX MMOCTPOCHA KOHEYHO-
JJIEMEHTHAsT MOJENIb B BUJC NWIMHAPA W JIBYX IUIAT B
nporpamme Ansys Workbench. [TpussITHI ciienyromue na-
pamMeTpbl MOAENUPOBAHUSA: MWIMHIP nuamerpoMm 10 mwm,
qummHOH 200 MM ¢ MakcHMalbHBIM mporudoom 0,5 mwm,
U3roTOBICHHBIH u3 cranmu Ct145 (Tmpemen TeKydecTH
6, =360 MIIa, moxyns ynpyroctu £ =2-10° MIla); pa-
6oune muTH pazmepoM 5x210%210 MM cunrarores abco-
JFOTHO >KECTKUMH.

[TapameTpsl MOJETUPOBAHUS:

— KOHCYHO-dJIEMEHTHAst (popMa — TeKcadap, CryIIecHHe
7030 snementa, 30 620 y3110B;

— K03((HUITUECHT TPSHUS MEXK]Ty 3aTOTOBKOH ¥ TUTUTaAMH
p=20,15;
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— IpaHUYHBIC YCIIOBHUS: KECTKOE (BUKCUPOBAHUE HHNK-
HEH MIUTHI,

— no dQopmyne (2), and 3aroTOBKH JAHAMETPOM
D =10 MM, MakCHMAaJIbHOE 3HaYEHKE a0COIFOTHOIO 00Ka-
Tust AH = 0,43 mm.

3aBUCHMOCTb MEXKJYy HCXOIHBIM [, . 00ImnM fo 6 IPO-
rOOM MOXKHO MPEICTABUTDH B BHIE:

~f06m = E-’jfmx’

rae & — ko3¢ unneHt usruda.

Tounoe onpenencaue ko3GunmeHT n3ruda s TUHEH-
HO YIPOYHSAIOLIETrocs Tena (Hampumep, Kpymioro opyca,
TPYOBI M CTAJILHOTO JIUCTA) KpaiiHe ciokHO [19 — 24]. [Tos-
TOMY PEIIMM 3Ty 3a7a4y ¢ IOMOIIbL IPOrpaMMHOIO MaKeTa
Ansys Workbench.

o pe3ynsraraM, U3NOXKEHHBIM B padote [13], momyde-
HBI peNIeIIbHbIC 3HAYCHHS KodppuirenTa usruda ot 5,3 1o
5,5 Juid Bcex CilydaeB KE€CTKOCTU BaJjla IIPU IIPaBKe IIOIe-
peaHbM m3ruooM. [103TOMY [UTS BRITIpaBICHMS HUINHIPA C
UCXOAHBIM Tporudom 0,5 MM, oOmwmii mporud OyaeT paBeH
2,65 Mm.

PesxxuMbl 00paOOTKU: BEpXHSAS TUIMTA TMOCIE KacaHUs
C 3arOTOBKOM MEPEeMEIIaeTCs BIIPaBo Ha 2,65 MM (Ha BesH-
YiHY 001Iero mporubda), ganee MpOUCXOIUT TepeMelleHIe
TUTATHI B TIEPBOHAYAIEHOE TTOJIOKCHNE U BBIITPABICHUE 3a-
roTOBKU. B paboTe ncrnonb30BaHbl abCOMIOTHBIE OOKATHS
BemmunHoW AH, pasuwie: 0,05; 0,07; 0,1; 0,15; 0,2; 0,25;
0,3; 0,4 mm. BepxHsst miuuTa nepeMelaeTcsi BIEBO Ha
62,83 MM (3aroToBKa rmoBopayuBaercs Ha 1 000poT) U Tie-
pemenaetcst BBepx Ha 1 MM (pasrpyska).

-AMHAMMKA HANPAXEHHOIO COCTOAHUA B NPOLECCE
NMPABKU

NHTeHcuBHOCTS pabounMx HAMpPSOKEHWH, BO3ZHUKAIO-
MUX B ouare AehopMaIuy B mporecce NpaBKy MomIeped-
HOW OOKaTKOW TJIOCKUMHM IUIMTAMHM, ITOKa3aHa Ha puc. 3
(mpu AH = 0,15 mm). [Iponecc npaBku HUIMHAPA TOTIE-
peUHOI 00KATKOH TIOCKIUMHY TUTHTAMH MOYKHO Pa3IeiIuTh
Ha MATh 3TanoB (puc. 3): A — mpaBKa MONEPEUHBIM H3TH-
oom; b — pasrpyska nocie npaBku u3rubom; B — more-
peuHoe cxkatue nuauHapa; I' — momepeunas oOkarka 3a
onuH o0opoT muIuHApa; [ — pasrpyska mocie momneped-
HOI 0OKaTKH.

[Ipu npaBke MUIUHIPA MOTIEPEYHBIM U3THOOM padoune
HaIpsDKEHUsT MOHOTOHHO YyBenuuuBarorcs a0 380 Mlla,
JOCTHUTAs IIpeiea TEeKyUeCTH, U BRI3BIBAIOT INIACTHICCKYTO
pedopmanuio. 3aTeM MPOUCXOAUT pasrpy3ka, MHTCHCHUB-
HOCTh OCTAaTOYHBIX HampspkeHui cocrasusier 200 MIla.
Jlanee mpu momepedyHOM CXKAaTHM IWIMHApa padoune Ha-
nipsbkeHust Bo3pactarot 10 435 MIla. Ha sramne monepeunoi
0o0KaTKM paboune HampsHKEHUS OCTAKTCS MOCTOSHHBIMM,
paBubIME TipuMepHO 440 — 445 MIla. IIpu okoHgyarensHOM
pasrpyske paboure HanpsLKeHUS MOHOTOHHO YMEHBIIAOT-
Csl 10 YPOBHSI MHTEHCHBHOCTH OCTAaTOYHBIX HAINPSDKCHUH,
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Puc. 3. VI3MeHeHNe NHTCHCUBHOCTH pab04YMX HANPsDKEHUH B TIporiecce
MIPaBKH MOMEPEYHO 00KaTKOM MIIOCKHUMH ITUTAaMU

Fig. 3. Change in intensity of the working stresses during straightening
by transverse cheesing with flat plates

KOTOPBIC OCTAlOTCS B TOTOBBIX JCTANSAX M COCTABILIOT
279 Mlla.

3aBUCHMOCTh WHTCHCHBHOCTH Pa0OYMX HANPSHKCHUH,
BO3HHKAIOIIUX TIPU MOMCPEYHON OOKAaTKe, OT BEIUYHHBI
abcoioTHOTO OOKaTHst AH 1okazaHa Ha puc. 4.

B ouare nedopmManuu MHTEHCHBHOCTh pabouux Ha-
MPSDKEHUH NHTEHCUBHO YBEIUIMBACTCS IPH YBEITUICHUN
AH no 0,07 MM, mocturas 3HadeHus 410 MIla, a 3atem
HE3HAYUTEIBHO MOBBINIACTCS MpH yBenndeHuH AH 10
0,25 mm. IIpu 3nauenuun AH mensuie 0,05 mm paboune
HAIPsDKCHUST OKa3BIBAIOTCS MEHBIIE Mpe/eina TeKydeCTH
6, (360 MIIa) u mo3TOMY B JaHHOM CIly4a€ OXKUAAETCS
TOJIBKO ynpyras negopmanus. [Ipu 3nauennn AH 607b-
me 0,25 MM, pabourie HaNpsHKEHUS 0Ka3bIBAIOTCSI 00JIb-
me npeaena npounoctu 6, (600 MIla) u mostomy npu
TaKUX pexuMax 00pabOTKH BO3ZMOXKHO pa3pylICHHE Ma-
TepHuana.

Ha puc. 5 mokazaHbl HEKOTOpbIE PE3yNbTaThl pacupeie-
JICHNSI THTCHCUBHOCTH OCTATOYHBIX HANPSDKCHUN TIPH pas-

2100
1900 /
1700 /

L 1500 F /

/
§ 1300 | /
5 1100 F /
900 | /
700 |-
500 |-

300 1 1 1 1 1 1
0,05 0,70 0,15 0,20 0,25 0,30 035 0,40

AH, mm

Puc. 4. 3aBUCUMOCTh HHTCHCUBHOCTH pab0YMX HAIPSKEHHI
0T abCOIIOTHOTO 00XKATHSA

Fig. 4. Dependence of intensity of the working stresses
on absolute compression

JINYHBIX 3HAYEHUSAX aOCONIOTHBIX 00KATHH MOCe paBKu
TIONIEPEYHON OOKATKOW TUIOCKUMHU TTUTAMHU.

W3 puc. 5 BUAHO, YTO IpU 3HAYCHUH aOCOIIOTHOTO
oOkarust Menbiie 0,05 MM, MmoiydyaeM HEPaBHOMEPHYIO
HHTCHCHUBHOCTb OCTAaTOYHBbIX HaHpSDKCHI/Iﬁ TMoCJI€ MpaBKU
(puc. 5, a). Ilpu 3Ha4eHNN aOCOFOTHOTO OOYKATHS, HAXOIS-
mierocs B nuanazone 0,07 — 0,20 M, 1ojry4eHO paBHOMEp-
HOE pacripe/ieliecHue HanpshkeHuid. [Ipu 3HadYeHnn oOKaTHs
6osnbie 0,25 MM Ha MOBEPXHOCTH 3arOTOBKHU MPOUCXOJUT
paspyuienre Marepuana (puc. 5, e, oc, 3). Ha puc. 5, 0 no-
Ka3aHO, 4YTO IIOCJI€ IMpPaBKU MHTCHCHUBHOCTH OCTATOYHBIX
HalpsDKeHUH pacipeesieHa paBHOMEPHO, HO MaKCUMallb-
HOE 3HAUCHUE MPEBBIACT MpeAea TeKydecTH MarepHuaa,
MIOATOMY BO3MOXKHO pa3pyllIeHHe Marepuana. Takum odpa-
30M, ONITUMAJIbHOE 3HaYeHHE aOCOMOTHOTO 00XKaTHs HaXo-
nutcs B guamnazone AH = 0,07 — 0,15 mm.

[ OCTATOYHBIE HANPAXEHUA NOC/E NONEPEYHOM
OBKATKM NIOCKUMM MIMTAMM

OcTaro4yHbple HAMPSHKEHHS MOCNe OOKaTKH LMJIMHIPH-
YECKOM 3aroTOBKH PACCUUTAHBI AHATUTHYCSCKHU C UCTIONB30-
BaHUEM 3aKOHOB Je(QOPMUPOBAHUS YIPYTOMIACTUYECKOTO

Telna.
200,350 Max 240,110Max 253,220 Max 279,740Max
178,090 214,300 225,400 251,170
155,830 186,490 197,580 222,610
133,570 162,680 169,770 194,050
111,310 136,870 141,950 165,490
89,056 111,060 114,130 136,930
66,798 85,248 86,309 108,360
44,540 59,438 58,491 79,802
22,282 33,627 30,672 51,240
0,023652 Min 7,8464 Min 2,8532 Min 22,677 Min
a 6 8 2
385,650 Max 565,880 Max 846,940 Max 1100,200 Max
347,150 505,950 757,180 967,670
308,640 446,010 667,420 875,140
270,130 386,080 577,670 762,610
231,630 326,140 487,910 650,090
193,120 266,200 398,150 537,560
154,620 206,270 308,400 425,030
116,110 146,330 218,640 312,510
77,606 86,398 126,880 199,980
39,101 Min 26,463 Min 39,126 Min 87,455 Min
0 e oHe 3

Puc. 5. Pacnipenenenne HHTEHCUBHOCTH OCTATOYHBIX HAMPSHKEHUN TI0-
CcJIe TIPaBKH NONEPEYHON OOKATKOM INIOCKUMHY IUINTaMu 1pu AH, MM:
a—0,05,0-0,07;6—0,1;—0,15,0—-0,2; e — 0,25; oc — 0,3; 3 — 0,4

Fig. 5. Intensity distribution of residual stresses after straightening by

transverse cheesing with flat plates AH, mm:

a—0.056-0.07;6—-0.1;2—-0.15;0-0.2; e - 0.25; 2c — 0.3; 3 - 0.4
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I'maBHBIE KOMITIOHEHTBHI TEH30pa OCTATOYHBIX Hamps-
KEHUH B IUIACTHYECKOM CJIOC LMJIMHIPHYECKOro Tela
(r, < p <r) MOXHO paccuutarh 1o popmysnam [18]:

2 2
2l || —(r)
c p p r

Se _ : 3)

2
rie K = O

B

HOTO COCTOAHMS; G — MpPEIeN TeKy4eCTH; G , G, G, — CO-
OTBETCTBCHHO OCEBBIC, paJHajbHbIC W TAaHTCHIHATbHBIC
OCTaTOYHBIC HAMPSKEHUS; 7 — Ay C TUIACTHYECKHU e op-
MHPYEMOH 30HBI; ¥, — PaJlyC YIPyroro sapa; n — kospgu-
uuent [lyaccona.

Ocrarounble Hanpsbkenus B ynpyrom sape (0 <p <r )
IWIMHAPUIECKOTO TeJla ONpeNesiFoTes o popmynam [18]:

IUTA Ciiydast BHGPFGTHQGCKOIZ TCOPUHU MPCACIIb-

lnL ZInL
¢} c 7 1 o 7
el e L (4)

K K 1_[ A Jz
r

C nomomnipro niporpamMMbl Ansys Workbench mosydeHst
pe3yJbTaThl pacyeTOB OCTATOUYHbIX HAMPSHKEHUH MOCIIE T10-
MEPEYHON OOKATKH MPH BEJIMYUHE aOCOIFOTHOTO OOKATHS
AH = 0,15 mm (puc. 6). B pesynbrare pac4eToB yCTaHOB-
JICHO, UTO ITOCIIC IONIEPEIHO 00KATKU II0CKUMHU TTUTaMHU
(hopMUPYIOTCSI PABHOBECHBIC OCTATOUHbBIC HAITPSKCHUS KaK
IO JUTHHE, TaK ¥ 10 IONEPEIHOMY CEUCHHIO 3aTOTOBKH.

W3 puc. 6 cienyert, 4To B IIEHTPE MOMEPEUHOIO CEUSHUS
3arOTOBKH OCTaTOYHBIC HATPSDKCHHS SIBILSIFOTCS PAaCTSITH-
BaromuMu. Hapy)kHble clion 3aroToBKH Ae(opMHpYIOTCS
10 TONIIWHE B OOJBIICH Mepe, 9eM BHYTPCHHHE. 3a CUeT
YMEHBIIEHHS TOJIIUHEI [IEPUMETP HAPYXKHBIX CJIIOEB CTpe-
MHUTCS BO3PAacCTH M, CJEJOBATENbHO, OHU HCIBITHIBAIOT
CTPEMJICHHE K OTPBIBY OT CepAlCBHUHBI Basia. [loaToMy BO3-
HUKAIOT PAaCTATUBAIONINE PagUaibHbIC HAPSDKECHUS, MaK-
CHMAaJIbHBIC B LICHTPE U pPaBHbBIC HYIIO HA IEpU(EPHH.

s OLCHKH OIAaCHOCTH TIOSBJICHUS TPEIIUH B ILIEHT-
paJIbHOH 00JIaCTH IMIMH/PA IPU YIIPOUHEHNH ONIEPEUHO
00KaTKOH paccynTaHa MHTCHCUBHOCTH OCTATOYHOTO HAIIPSI-

678

279,74 Max
262,06
244,38
226,71
209,03
191,36
173,68
156,00
138,33
120,65
102,97 Min

211,330 Max
187,630
163,920
140,210
116,500
92,795
69,870
45,380
21,672
—2,0356
—5,743 Min

a 19

212,340 Max
155,530
98,727
41,922
—14,880
—71,680
—128,409
—185,300
—242,100
—298,910 Min

6 2

328,91 Max
262,35
195,79
129,20
62,64

-3,90
—70,46
—137,03
—203,59
—270,16 Min

Puc. 6. Ilonst pacnpenesieHnst OCTaTOYHBIX HANPSHKEHUHN 110 CEUYCHUIO
3aroTOBKH I1OCJIE TIONIEPEYHON 0OKATKH TIIOCKMMH TTUTAMU:
a — UTHTEHCHBHOCTH OCTATOYHBIX HAINPSDKCHUI; 6 — pajnalibHbIC 0CTa-
TOYHBIE HANPSKEHUS; 6 — TAHTCHIIMAIbHBIE OCTATOYHBIC HATIPSKCHNUS;
2 — OCEBbIE OCTaTOYHBIC HAMPSKCHUS

Fig. 6. Fields of residual stresses distribution over the billet’s cross
section after transverse cheesing with flat plates:
a — residual stresses intensity; 6 — radial residual stresses; 6 — tangential
residual stresses; ¢ — axial residual stresses

JKCHHS B IIEHTPATIbHON 001acTH riIHHpa 1mo Gopmyste [y-
Oepa-Museca [25 — 27]:

2

c; =%\/(Gp —69)2 + ((59 —62)2 + (Gp —('SZ) . (5

Mo popmynam (3), (4) u (5) UHTEHCUBHOCTH OCTaTOY-
HBIX HAOpsDKCHUH B IIGHTPAIGHOW OONAacTH MMIIMHIPA
paBHa Hy;r0 (ipu ko3 unmente Ilyaccona n = 0,5) unu
BecbMa Mana (puc. 6, a), MEHBIIIE, YeM IMpeleN TeKy4eCTH
marepuana (o, = 102,97 = 0,296 ) npu kooppurmenre
[Tyaccona n = 0,3. Takum 0Opa3oM, crocod ympouHCHHS
MOTepPeYHOi 0OKATKON MIOCKUMHU TUIMTAaMH UCKITI0YaeT 00-
pa3oBaHME TPEUINH U pa3pylICHHEe MaTepraia B IEHTPab-
HOIi 00JIACTH LHMIMHIPUYECKUX U3ACTUH.

- BbiBOAbI

[IpemiokeHa cxema MPaBKU MAJIOKECTKUX LUIHHIPU-
YECKUX JeTajei TMOMepeyHON OOKATKOW TUIOCKUMH IUIH-
tamu. [lonmyueHo 3HaYeHHME TIPEICTBHOTO yIiia 3axBata o,
HaxoAIerocs B auaraszone 2 — 8°. MakcuMajibHOE 3Ha-
YeHHe aOCONIOTHOTO O0OXKAaTHs 3aBUCHT OT KO3(h(HUIMeH-
Ta TPEHHWs] W JUaMeTpa 3aroTOBKH, ONTHMAaJbHBIC 3Ha-
yeHUsl a0COIIOTHBIX OOXKAaTWil HaXOAATCS B JHAIla30HE
AH=0,07-0,15 mm.

C nomomrsto nporpamMmmHoro makera Ansys Workbench
OMpENICIICHO HAMPSKEHHOE COCTOSIHUE MPH IMpaBKe Tore-
peUYHOM 00KaTKOW INIOCKUMH TUINTaMu. Pe3ynbTrars! pacue-
TOB MOKa3aJIK, YTO TOCJE MONEePEUuHOM OOKATKH B IIEHTPE
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TIONIEPEYHOI0 CEUECHHMSI 3arOTOBKU UMEET MECTO HAIPSKEH-
HOE COCTOSIHHE BCECTOPOHHETO PACTSKCHHsI, a B IOBEPX-
HOCTHBIX CJIOSIX 3aroTOBKH (DOPMHUPYETCS HampsKEHHOE
COCTOSIHHE CHKATHSI.

B pesynprare ynpoyHeHHs MONEPEYHOW OOKaTKON

MJIOCKUMU TITUTaMH, THTEHCUBHOCTHh OCTATOYHBIX Hampsi-
KEHUH B IEHTPAIBbHOW O0JacTH IMIMHIpA BEChMa Maa,
MEHBIIIE, YeM TIPe/IeN TeKYyUeCTH MaTeprana. IT0 UCKITIoda-
eT 00pa3oBaHUe TPEUIMH U pa3pylieHHe MaTepuaa B IeHT-
PaJBHOM 00TACTH IIMIMHIPHYCCKUX U3ICITUH.
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STRAIGHTENING OF LOW-RIGID CYLINDRICAL DETAILS. PART 2. STRESSED STATE
OF CYLINDRICAL BILLETS AT TRANSVERSE CHEESING BY FLAT PLATES

S.A. Zaides, Kuang Le Khong

Irkutsk National Research Technical University, Irkutsk, Russia

Abstract. To restore the shape of curved low-rigid cylindrical details such

as shafts and axles, bending straightening under distributed loading
is proposed, followed by hardening of the billet using surface plas-
tic deformation based on transverse cheesing of it by flat plates. It is
known that after straightening by transverse bending, non-equilibrium

stresses are formed over the entire volume of the billet and over time
the shape of the detail may again be distorted. Therefore, after per-
forming the straightening process by bending, it is necessary to ad-
ditionally strengthen the billets by surface plastic deformation based
on the transverse cheesing of them by flat plates. The aim of the work
was to determine the condition of capture and stress state of the billet
during such transverse cheesing. We used the mathematical apparatus
and software package Ansys Workbench. The novelty of the work is
a new way to manage the stress state when straightening cylindrical
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billets. As a result, the value of the capture limiting angle a is in the
range of 2 — 8°. Maximum value of the absolute reduction depends
on friction coefficient and diameter of the billet. Optimal value of the
absolute compression is in the range of AH = 0.07 — 0.15 mm. The cal-
culation results have shown that after transverse cheesing, in the center
of the billet’s cross section there is a stress state of all-round tension,
and a stress state of compression is formed in the billet’s shell. The
method of hardening by transverse cheesing with flat plates eliminates
the cracks formation and material destruction in the central part of cy-
lindrical products.

Keywords: straightening, angle of capture, absolute compression, friction

coefficient, transverse cheesing, residual stresses, stress state.
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