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ONnTUMMU3ALMUA NPOLECCA MOKPOIo BOJIOYEHUA
MO KPUTEPUIO 3ANACA NMPOYHOCTH

C. M. los10Bu3HuH, U. M. [leTpos, A. b. UBaHL 0B

MarauToropckuii rocyrapcrBeHHblil Texnuueckuii yuusepcurer um. [.LH. HocoBa (Poccus, 455000, YensOunckas ooi1., Marau-
TOrOpCK, 1p. Jlenuna, 38)

AnHomayus. Crarbst sSBISCTCS NPOAODKCHUEM IPEAISCTBOBABIIMX pabOT aBTOPOB B paMKax HCCIEJOBaHMS MOKpPOTO BoJIoWeHHs. Paccmorpen
MPOLIECC MOKPOTO TOHYAMNINIEro ¥ HauTOHYAMIIIEro BOJOYEHHS CTAJIbHOM JIATYHUPOBAHHOW MPOBOJIOKU C IIEJBIO0 MOBBIIIEHUS H3HOCOCTONKOCTH
BoJioK. [Ipon3BeneH aHamM3 pa3IMYHOTO TUIIA BOJIOYHIBHOTO HHCTPYMEHTA (TBEPIOCIUIABHBIC BOJIOKH, CHHTETHUYECKHE aJIMa3HBIC BOJIOKH, BOJIOKH
13 HaTypalbHBIX aJIMa30B) HA MPEAMET AKTYaJIbHOCTH €ro NPHUMEHEHHUs ISl BOJOYEHHS TPOBOJIOKH MajbIX JuamerpoB. /laHa kiaccudukaius
COCTABIISIOIINX AKCIUTyaTallMOHHOM CTOMKOCTH BOJIOYMJIIBHOTO MHCTpyMeHTa. [IpuBeeHO ommcaHWe METOAMKH HCCIICIOBaHMS, BKIIIOYAIOIIEE
MOPSZOK U YCIIOBHS NPOBECHUS 3aMEPOB, MPUMEHSBIICECS I MOMYUYEHUS! MCXOIHBIX AaHHBIX MPOMBILIIEHHOE 000pYIOBaHHE, & TAKXKE THII
BOJIOYWJIBHOTO cTaHa. B paboTe mpoBeJeH CpaBHUTENIBHBIN aHAIN3 IMOJTYYCHHBIX JAHHBIX C PE3y/IbTaTaMH HCCIIEAOBAHUH JPYrHX aBTOPOB,
MOJYYEHHBIX AJIs AQHAJIOIMYHOIO BOJIOYMJIBHOTO MHCTPYMEHTA. PaccuMTaHbl OCHOBHBIE XapaKTEPHCTHKH PACIIPEASNICHUS] W3HOCOCTOMKOCTH
(acummetpwusl, sKcuece, kodpduunent Bapuauu). Ha 0CHOBE CTaTHCTHYECKOrO aHAN3a MAaCCHBA AKCIEPUMEHTANIBHBIX JIaHHBIX JIsI BBIOOPKH
o0bemMoMm Oosiee 500 0Opa3IioB BhIsSBICHA BBICOKAs KOPPEIISILINS H3HOCOCTOMKOCTH BOJIOK C KpUTepreM KoddduIireHTa 3amnaca mpovyHOCTH ¥ ciiabast
KOPPEJISILUS ¢ KPUTEPHSAMH YCHIINS U HAIpshKEHHUs BostodeHus1. [loka3aHo, 4To onTuMalbHbIe, T. €. HanOoJee BHICOKUE U CTAOMIIbHbIC Pe3yJIbTaTh
10 M3HOCOCTOMKOCTH BOJIOYMJIBHOTO MHCTPYMEHTA OCTHTAFOTCS MIPU 3HAYCHUSIX KOA(hHIMEeHTA 3amaca IPOYHOCTH B auana3oHe ot 1,9 mo 2,5.
[pemioxena popmyna onpeaeneHns 3Ha4eHus: koG YUIUEHTa 3armaca MPOYHOCTH B 3aBUCHMOCTH OT JHAaMETpa MPOBOJIOKH, 00eCeunBatoIIast
MaKCHMaJIbHbIE 3HAYEHHs] H3HOCOCTOMKOCTH MHCTPYMEHTA 110 MapLIpyTy BojodeHHs. [1oayueHHbIe pe3yabTaTbl peKOMEH/IYIOTCS K TIPUMEHEHHIO
IIPY IPOEKTUPOBAHNH HOBBIX MapIIPyTOB MOKPOT'O BOJIOYECHUS C IPIMEHEHUEM CHHTETHUECKHUX aJIMA3HBIX BOJIOK.

Katoueswle caosa: K03(1J(1)I/IHI/ICHT 3araca nNpo4YHOCTH, CHHTETUYCCKHEC aJIMa3HbIC BOJIOKH, HU3HOCOCTOMKOCTh BOJIOK, MOKPO€ BOJIOUCHUE, CTaJIbHAs JiaTy-
HHUPOBaHHAs MPOBOJIOKA, YCUIIAEC BOJIOYCHHUS, CTAaTHCTUYECKHUI aHAIN3

Jna yumupoeanus: Tonosusuua C.M., IlerpoB U.M., BannoB A.b. Ontumm3anus mporecca MOKpPOro BOJOUEHHS 10 KPUTEPHIO 3armaca mpod-
Hoctu // U3Becrus By3oB. UepHas metamtyprus. 2022. T. 65. Ne 9. C. 609—-614. https://doi.org/10.17073/0368-0797-2022-9-609-614
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Abstract. The paper continues the previous authors’ works in the field of wet wire drawing. The process of wet fine brass-plated steel wire drawing is
considered. The subject of the paper is increase of the wire die wearability. The analysis of various wire drawing tools (hard alloy dies, synthetic
diamond dies, natural diamond dies) was carried out for the relevance of its application for small diameter wire drawing. The authors studied the wire
die wearability. The research methodology is presented, which include the procedure and conditions for measurements, industrial equipment and type
of wire drawing machine. In the paper, the comparative analysis of the experimental data with the results of other authors for similar wire drawing tool
was carried out. The authors calculated the main characteristics of the wire die wearability distribution (asymmetry, kurtosis, coefficient of variation).
A statistical analysis of the array of experimental data for selection of more than 500 samples was performed. A high correlation of the drawing die
wearability with the ratio of breaking stress to draw stress and a weak correlation with the drawing force and stress were revealed. The highest and
most stable die life results are achieved when ratio of breaking stress to draw stress has values of 1.9 — 2.5. A formula was proposed for determining
the optimal value of the ratio of breaking stress to draw stress, depending on the wire diameter. The formula allows one to determine the maximum
die wearability values, depending on the wire drawing schedule. The work results can be used when designing new wet wire drawing schedules using
synthetic diamond dies.
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- BBEAEHUE

CTOIKOCTh BOJIOYMIIBHOTO HMHCTPYMEHTA  SBISIETCS
(hakTOpOM, BO MHOTOM OMPEACIAIONINM ITPOU3BOANTEIIH-
HOCTb BOJIOYMJIBHBIX MAIIMH M 3aTPaThl HA MPOU3BOACTBO
poBONOKH. CTOHKOCTh MOHOJNIUTHBIX BOJOK HPH BOJOUE-
HUM CTalIbHOI MPOBOJOKU 3aBHCUT OT Marepuala BOJIOKU
U HCTIONIb3yeMbIX cMasok [1]. IIpu BomoueHUM mpuUMEHs-
FOTCSI TBEPJIOCIIIABHBIC U aJIMA3HbIE MOHOJIUTHBIC BOJIOKU.
TBepaocIIaBHBIC BOJIOKH JICIICBIIC U MPOIIE B AKCILTyaTa-
[IMH; aJMa3Hble BOJIIOKM JOPOXe, HO 00JafaroT OONbIIei
HU3HOCOCTOMKOCTBIO. IIpy BojoYEHHH CTalbHOM IPOBOIIO-
KM TPUMEHSIOTCS BOJOKU KaK U3 MOIUKPUCTAIUINYECKUX
CHHTCTHYECKHX aJIMa30B, TAK U U3 HATypaIbHBIX aJIMa30B.
Bonoku U3 HCKYCCTBEHHBIX aJMa30B JELIEBIE, HO o0a-
Jal0T MeHbllel HM3HOococTolKocTho. K mpeumylectsam
BOJIOK U3 UCKYCCTBEHHBIX MMOJUKPUCTAIIINYECKUX aJIMa30B
MOXXHO OTHECTH 0o0JIee paBHOMEPHBIH H3HOC TIOBEPXHOCTH,
K HEJ0CTaTKaM — HEKOTOPOE CHUXKEHME KauecTBa MOBEPX-
HOCTH TI0 CPaBHEHHIO C BOJOKAaMH M3 HATYPaJbHBIX alMa-
30B [2, 3].

PyGesx Tonuaitmero (auamerp npososnoku 0,2 — 0,4 MM
o 'OCT 2333-80) u nautonuaiimero (0,1 — 0,2 mm) Bosto-
YCHHUS OMPENIENICT BO3MOKHOCTh HCIONB30BAHUS CYyXOTO
(6onee 0,4 MM) U MOKPOTO BOJIOYEHHS, a TaKkKe d(PPeK-
TUBHOCTh TNPUMEHEHHS TBEPAOCIIABHBIX BOJIOK (Oomee
0,1 MM), BOJIOK M3 IPUPOIHBIX aaMa30B (Ie1ecO00pazHO
HCIOJb30BaTh IPU JuaMeTpe MpoBojoku MeHee 0,2 MM,
MOCKOJBKY JUISl JAHHBIX AMAMETPOB OHU UMEIOT COMNOCTa-
BUMYIO C CHHTETHYECKUMH H3HOCOCTOMKOCTD U 00eCIIeun-
BAIOT JIyulllee KaueCTBO MOBEPXHOCTH) U CHUHTETUYECKUX
anMa3oB. B maHHOM nmamazoHe AMaMeTpoB MPUHIUITHAIE-
HBI BBIOOP BUJAA BOJOYEHHS U HUCIOIb3YEMOIO HHCTPY-
MEHTa OIIPEACTHUTCS NaKe HE3HAUNTEIBHBIM IPEBBIIICHHU-
eM ero 3(QEeKTUBHOCTH HaJ JIPYTMMH, 9TO MOXET OBITh
JOCTUTHYTO 3a CUET BHIOOpA ONMTHMAIBHOTO 3HAYCHUS Ma-
paMeTpoB TEXHOIOTUYECKOro mpolecca.

OKcITyaTtallmoHHasi CTOMKOCTh, KaK KPUTEPHUI BbIXoJa
BOJIOK M3 CTPOsI MO JIOO0BIM NPUUMHAM, SIBISETCS KIIFOUE-
BBIM ITOKa3aTeleM YKOHOMUYECKOH d(PEeKTUBHOCTH pado-
Thl BOJIOUMJIBHOTO HHCTPYMEHTA [4] U oNpeaemnseTcs: Kolu-
YECTBOM IIPOBOJIOKH, MPOTSHYTOH MO BBIXOAA BOJOKH U3
cTposi. B pabote paccMOTpeHa M3HOCOCTOMKOCTS, SIBIISIEO-
mrasicst 0a30BOM COCTABISIOMICH KCIUTYyaTallMOHHOM CTOM-
KOCTH U omIpezenseMasl Kak KOJIM4eCTBO NMPOBOJOKH, MPO-
TSIHYTOMH 10 BBIXO/IAa THaMeTpa KaIHOPYIOIieii 30HbBI BOJIIOKH
13 TOJIs AOIIyCKa.

B MeTOA UCCNEQOBAHMA

Jannast paboTa MpoIODKAET aHAIU3 PE3yIbTaTOB HC-
CJICJIOBAaHUM, ONMyOJMKOBAaHHBIX aBTOpaMu panee [5 — 7],
U OCHOBaHa Ha 0OpabOTKe MaccHBa SKCHEPUMEHTAIBHBIX
JAHHBIX HcIbITaHuid Oojiee 500 0OpasloB MOJIMKPUCTAII-
JUYECKUX CHHTETHUYECKUX alMasHbIX BOJOK (tum T 1o
I'OCT 6271-90) ma mpenMer SKCILTyaTAallMOHHOW CTOM-
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KOCTHU U €€ cocTaBIistolunX. [lony4yeHHbIe 1)1 aHaIM3a Ma-
paMeTpsI:

— yCUIIHE BBITSDKKHU (3aTSDKKa Ha Pa3pbIBHOHM MallMHE,
AHAJIOTHYHAS TI0 BEJTHMYMHE 00KaTHs Ha MapIIpyTe);

— (pakTHUECKOE pa3phIBHOE yCUIIHE (TaM XKe);

— Macca IPOTSHYTOH MPOBOJOKH 0 BHIXOAA BOJIOKU U3
CTPOs (KUJIOTPaMMBI, C HOCIEAYIOIIUM IIEPEBOIOM B JUTUHY
MPOTSHYTOH MPOBOJIOKH, TIPH NPUHITOM 3HAUYCHHWH ILIOT-
HocTu ctanu 7820 kr/m?).

Moxkpoe BOJIOUEHHE CTaIbHOU JIATYHUPOBAHHOU MTPOBO-
JIOKH MTPOU3BOAMIIOCH /10 AuameTpoB 0,180 MM (csB =2350 -
—2940 H/mm?) m 0,265 MM (o, = 2350 — 2840 H/mm?), cor-
macHo 'OCT 14311-85, ¢ gomyckom o auamerpy £0,01 mm.

B kauecTBe 3aroTOBKH NPHMEHSIACH TATCHTHPOBAHHAS
nipoBosioka u3 cranu 70 nuamerpamu 1,00 u 1,05 mm. Jlaty-
HUPOBaHHE MPOU3BOIIIOCH TIEpe]] BOJIOYHIBHBIM TIepe/e-
1oM. Bojouenue naryHUpOBaHHON IIPOBOJIOKU OCYILECTB-
JSUIOCh Ha 21-KpaTHOM CTaHe, He WMCIOIIEM OOBOJIHBIX
0apabaHOB, MpeIHA3HAYEHHOM JJIsi BOJOYEHHUS CTaJbHOU
nipoBosioku auamerpom 0,15, 0,18, 0,22 u 0,27 MM co cko-
pocThIO 6,6 M/C C HUCTOJIIB30BAHUEM SMYIBCHU M3 CMA3KH
«OnoH-TeXHUYECKHID». BEBITSOKKA, HaYMHAS CO BTOPOTO
MpoXxo0/ia, JIsl BCeX BOJIOK cocTasisiia ~1,18.

[ PE3YNLTATBI PABOTbI M UX OBCYKAEHUE

CornacHo TMEepBUYHONW 00pabOTKE IKCTIEPHUMEHTAIb-
HBbIX JaHHBIX, BBISBICHBI CIEAYIOILIHME COCTAaBIAIOIINE
9KCIUTyaTallMOHHOW CTOWKOCTH (Kimaccudukanus 1o
N.A. IOxBeny):

— U3HOCOCTOMKOCTH (90,7 % MaccuBa JaHHBIX, OIpee-
JISIach Kak BBIXOJ 32 3a/IaHHYIO BEJIMYMHY pa3Mepa KaHasa
BOJIOKH);

— CTOMKOCTH J10 paspymienus (7,2 % maccuBa JaHHBIX,
oTpeNnessiiiach Kak HEBO3MOXKHOCTD MPOJOIDKEHHS SKCILTY-
aTalu, e JABE TPETH MPUXOAMINCH Ha OOPBIBBI, OCTAJb-
HBIC Ha 3aTSDKKU U JIP.);

— croiikocTh n0 Hanumnanus (2,1 % maccuBa JaHHBIX,
B OCHOBHOM ITPUYMHAMMU SIBIISUTHCH BHICBETIICHHBIC YYaCTKH
OT 3aJIUPOB).

Ha puc. 1 mokazaHo ¢akTu4eckoe pactpeeiicHue 13-
HOCOCTOMKOCTH JAJIi Ka)KJOro JAMaMeTpa paccMmarpuBae-
MBIX MapuIpyTOB OT MHHHUMAJBHOTO 10 MaKCHMAalbHOTO
3HAYeHHUs] — FPaHMIIbl JUANa30HOB OT HAaMMEHbBILEro 10
HauOOJIBIIIEr0 3HAYCHUST U3HOCOCTOMKOCTH U3 MCXOIHOTO
MacCHBa JAHHBIX JUIsl KaXKA0T0 JUaMeTpa aHaAIU3UPYEeMbIX
MapupyToB. M3 MaccuBa ObLITH UCKITFOYCHBI 3HAYCHUS, CO-
OTBETCTBYIOLIME CTOMKOCTH IO Pa3pyLICHUs, a TAK)Ke 3Ha-
YeHHUsSI M3HOCOCTOMKOCTH, MPU3HAHHBIC BBIOPOCAMHU MPH
MIPOBEPKE 110 KPUTEPHUIO POMaHOBCKOIO ¢ 1OBEPUTENBHOM
BEPOATHOCTBIO 95 %. JIunus 5 Ha puc. | ABIsSeTCA JIUHU-
eil Tpenaa 111 00beIMHEHHOTO MacCHBa JaHHbBIX, IOCTPO-
€HHas 10 CPEJHUM 3HAYCHUSM HM3HOCOCTOMKOCTU JBYX
MapIIPyTOB.

Habmronaemoe m3MEHEHHE N3HOCOCTOMKOCTH IO pac-
CMaTPUBAEMbIM MapuUIpyTaM BOJOYEHHS, C €€ POCTOM
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Puc. 1. MakcuMainbHas 1 MUHUMAaJIbHASI ©3HOCOCTOHKOCTh BOJIOK
10 ANaAMEeTpam:

1 n 2 —wmapupyt 1,050 — 0,265 MM, MakcUMaJIbHAsE 1 MUHAMAJIbHAS
HM3HOCOCTOWKOCTH COOTBETCTBEHHO; 3 1 4 — MapuipyT 1,000 — 0,176 mm,
MaKCHUMallbHasi I MUHHMAJIbHAS H3HOCOCTOMKOCTh COOTBETCTBEHHO;

5 — MOJIMHOMUHAJIbHAS IMHUS TPEHAA CPEAHUX 3HAYSHUH U3HOCOCTOM-
KOCTH 000MX MapuIpyToB

Fig. 1. Maximum and minimum wearability of dies by diameters:

1 and 2 — wire drawing schedule 1.050 — 0.265 mm, maximum
and minimum wearability, respectively; 3 and 4 — wire drawing
schedule 1.000 — 0.176 mm, maximum and minimum die wearability,
respectively; 5 — polynomial trend line of average values of die
wearability for both wire drawing schedules

B Hauaje MapuipyTa U MOCISAYIOUIUM PE3KUM CHIKCHU-
€M U CTarHauuei, BbI3BaHO JEHCTBUEM psila MPOTUBO-
MOJIOKHO BIMSONMX (aktopoB [3, 8 — 11]. VBenuyenue
JIaBJI€HUs] CMa3KH Ha BXOZE B BOJIOKY C POCTOM CKOPOCTH
BOJIOYCHHUS TIPUBOAMUT K YIYYIICHUIO YCJIOBHHA CMAa3KH
U CHIKCHHUIO KOX(QHIMEHTa TPEHUS H U3HOCA BOJIOK.
VYpo4HeHHe MPOBOJIOKH, POCT €€ TeMIIEpaTypbl U YMEHb-
LIeHHe KOJIMYeCTBa 3aXBaThbIBA€MOW MPOBOJIOKON CMa3KH
C YBEITMYCHHEM CKOPOCTH MTPOBOJIOKH yXYAIIAIOT YCIOBHS
TPEHUS U NPUBOAAT K CHHIKEHHIO M3HOCOCTOMKOCTH BO-
nok [12 — 14].

Tak, ¢ pOCTOM CKOPOCTH BOJOYEHHS B IEPBOM MOJIOBU-
HE MaplipyTa yBEJIMYUBAeTCs JaBIieHUE CMa3KH Ha BXOJIC
B BOJIOKY, YTO NMPHUBOAUT K YIAYYILIEHUIO YCIOBUN CMa3KH,
CHIDKCHHUIO HepaBHOMepHOCTH aedopmaru [15] u, B Ko-
HEYHOM HUTOTE, CHIDKCHUIO KOd(D(HUIMEHTa TPEeHUS U W3-
HOCa BOJIOK C JIOCTH)KEHMEM MaKCUMajIbHON M3HOCOCTOM-
xoctu mist auametpoB 0,50 — 0,55. Jlanee B xo/e nporecca
BOJIOYCHHS YMEHBIIACTCS KOJMYECTBO 3aXBaThIBAEMOM
MIPOBOJIOKOM CMa3KH, YTO YXYIILAET YCJIOBUS TPEHHUS BO
BTOPOI nosioBuHe MapiupyTa [16, 17]. Ynpounenue nposo-
JIOKK M POCT ee Temrieparypsl [12 — 14] mo mapuipyTy Bo-
JIOYCHHUS TAK)KE MTPUBOIUT K CHHKCHUIO H3HOCOCTOHKOCTH
BOJIOK.

B wrore, HaOmomaemas TEHISHIMS pPOCTa HW3HOCO-
CTOMKOCTH B HayaJle MapuipyTa BOJIOYEHMs BbI3BaHa Ipe-
obmamanreM (akTopa YBEIWYCHHS NABICHUS CMasKH Ha
BXOJIe B BOJIOKY C POCTOM CKOPOCTH BOJIOYEHHUS. B KoHIle
MapiipyTa, ¢ yBEIUYECHUEM TEMIIEpaTypbl, CKOPOCTH BO-

JIOUEHMS U HAKJIEIa, MPeodr1agaoT (GaKTOphl YMECHBIICHHS
BSI3KOCTH CMa3K{, CHIDKCHUSI KOJNMUCCTBA 3aXBaThHIBAEMOU
CMa3K{ ¥ pOCTa HaKJIena MPOBOIOKH [8].

Jist  00beIMHEHHOTO MacCHBa 3HAYEHHH H3HOCO-
CTOMKOCTH 10 paccMaTpUBaeMbIM MapIIpyTaMm Xapakx-
TEpHBl BBICOKHE ITOKA3aTEIH ITOJOKUTCIHPHOH acCHMMeET-
pun As=1,05 u xosddumuenta skcuecca Ex =0,71.
Paccunrannpie 3HaueHHWs KOX(PQPHUIMCHTA BapHANU JUIS
IoKa3aresiedl M3HOCOCTOMKOCTU IO KaXJIOMy JIUAMETPY
paccMaTpuBaeMBIX MapIIPyTOB CBUACTECIHCTBYIOT O He-
OJHOPOAHOCTHU YaCTHU aHAIIM3UPYEMbIX NAaHHBIX: IS Map-
mpyra 0,176 MM  kKO3(hGUIIMEHT Bapuali HAXOJIUTCS
B npeaenax 19,14 — 53,76 %, ans mapupyta 0,265 MM —
22,81 — 76,17 %. JlanHbple MOKa3aTeIy yKa3bIBAIOT HA 3HA-
YUTCIBLHBIN IMOTCHIIMAJI ITIOBBIICHHUA HM3HOCOCTOMKOCTHU npu
ONITUMHU3AINH YCIOBUHA BOJIOUCHHS.

Taxxe Mpon3BENEHO CpaBHEHUE MAaKCHUMaJIbHOM CTOM-
KOCTH (pHC. 2) COOTBETCTBYIOIINX YYaCTKOB aHAIM3HUPYe-
MBIX MapuIpyToB (cM. puc. 1, nuHum / n 3) ¢ U3BECTHBIMU
MapIIpyTaMy ISl CHHTETHYESCKHX aJIMa3HBIX BOJOK THIa T
no 'OCT 6271-90 u BONOK M3 MPUPOAHBIX aTMa30B Ha
Oonpmmx MaccuBax BbiOOpku (Oonee 130 Thic. u Oojee
12 ThIC. 00pasloB cooTBEeTCTBeHHO) [4]. B Mmapmpyrax,
MPUBEJCHHBIX M3 paboThl [4], ocTambHAas YacTh BOJIOK
HE TMpPEACTaBICHA, TaK KaK BOJOYEHHE MPOU3BOJHIOCH
Ha TBEPAOCIUIABHBIX BOJIIOKAX.

CrouT yka3aTh Ha XapakTepHOEC MOHOTOHHOE CHHKe-
HHE CTOWKOCTH JJISI BCEX PAacCMaTPUBAEMBIX MapIIpyTOB.
Nwmeromnuecs pa3nuuus B 3HAYCHUAX CTOMKOCTH AJsl ONu3-

3500

3000

2500

2000

1500

1000

H3nococmouikocmo, k2

500

0 1 1 1 1 1 VV
0,50 045 040 035 030 025 0,20 0,15 0,10

Juamemp nposonoxu, Mmm

Puc. 2. CpaBHeHHE CTOWKOCTH aHAJTM3UPYEMBIX BOJIOK
C U3BECTHBIMH JIAHHBIMU:

1 — CTOWKOCTh IPUPOAHBIX aMa30B [4]; 2 — cTOHKOCTb
MOMUKPUCTAIITNUECKUX CUHTETUYECKUX alIMa3oB [4]; 3 — MapuipyT
1,000 — 0,176 MM, MakcUMaTbHast CTOMKOCTH (CM. puc. 1, muHus 3);

4 — mapupyT 1,050 — 0,265 MM, MakcCUMalbHast CTOUKOCTh
(cMm. puc. 1, muaust 1)

Fig. 2. Comparison of wearability of the analyzed dies
with published data:
1 — wearability of natural diamonds according to [4]; 2 — wearability
of polycrystalline synthetic diamonds according to [4];
3 —schedule 1.000 — 0.176 mm, maximum wearability (Fig. 1, line 3);
4 — schedule 1.050 — 0.265 mm, maximum wearability (Fig. 1, line /)
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KHUX AUaMeTpoB (cM. puc. 1, kpuBble 2 U 3) MOXHO 0OBsIC-
HUTH OCOOCHHOCTSIMHU ITOCTPOCHUS MApIIPYTOB.

Vicnionp30BaHue YCWJINS BBITSDKKH MM HaNpsDKCHUS
BEITSDKKM B KadecTBE IapaMeTpa Jull ONTUMH3AIMHU 110
pe3ynpTaTaM KOPPENSIHOHHOTO aHalN3a MX B3aUMOCBSI3U
C M3HOCOCTOMKOCTBIO OBLIO TPH3HAHHO HEIP(PEKTHBHBIM.
3HaueHus kod3(durmenToB koppemsuu cocrasunu 0,12
n 0,22 1 yonnus BBITSKKH M HaIIPSHKEHHS BBITSDKKH CO-
OTBETCTBCHHO, YTO TOBOPHUT O cII1a00i KOPPEAIMU COIIac-
Ho 1mkane Yemmoxa.

B cBs13u ¢ 3THM, aBTOpamMu OblIa IPEIIPUHSTA OMBITKA
MIOMCKa WHOTO KPHUTEPHs, XapaKTePU3YIOIEeT0 N3MEHEHUE
HN3HOCOCTOMKOCTH BOJIOK HPU MOKpOM BosodeHuH. Kak
HaubOouee 3(h(HeKTUBHBIN OBLT BBISIBICH KpUTEPHH KO hU-
[HEHTA 3araca MPOYHOCTH 7Y, SBJISIONUIMNCS OTHOILICHUEM
BPEMEHHOTO CONPOTHBIECHHS K YCHIHIO BoiodeHus. llo-
CKOJIBKY B YHCJIMTENIC TIPUBOAUTCS BPEMEHHOE CONPOTHB-
JIeHHE IIPOBOJIOKH, 3TO IMO3BOJISET YYUTHIBATh HAKIEI 110
MapIIpyTy.

Ormpezenenne 3aBUCHMOCTH H3HOCOCTOMKOCTH OT KO3 (-
(unueHTa 3amnaca NpovYHOCTH IPOU3BOAMIOCE [T O0BETHU-
HEHHOTO MAaCCHBa C HCKJIIOUYCHNEM 3HAUYCHNH, TIPH3HAHHBIX
BeIOpocaMu 1o kputepuio PomanoBckoro (puc. 3). Poct
N3HOCOCTOMKOCTH HJIET MPONOPIIHOHAIBHO ITOBBIIICHHIO
k03¢ durmenTa 3anaca NPOYHOCTH, C TOCTIKEHHEM MaKCH-
MyMa JUIsl Anarnas3ona 3HadeHuit y = 1,9 — 2,5, JlanpHeimmii
pocT k03(hpuIMEeHTa 3amaca NPOYHOCTH KPUTHYECKU YXY/I-
IaeT BeJINYMHY M3HOCOCTOMKOCTH 10 mopsiaka 106 M st
o6oux mapuipyTos (10,2 % 3Hauenuit ¢ y > 2,5). 310 npeu-
MYIIIECTBEHHO MO’KHO OOBSCHUTH POCTOM PACTATHBAIOLINX
HanpspKeHUH TpH MajbIx oOxkarusx [ 18], cHmxaromux pe-
CYpC BOJIOKH U CHIOCOOCTBYIOIINI € PacKoILy.

Taxxe Ha puc. 3 3aTEMHECHUSIMU BBIJICJICHBI TPU HIX-
HHUE TpaHWIBI 00JIAcTH, KOTOpbIe, cOrTacHo padore [1],
Haunbonee 3(h(HEKTUBHBL

4000 oo
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3000 ‘_— °
2500
2000

1500 -

H3znococmotikocms, km
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°

500 |-

oo

0 E
1,0 1,5 2,0 2,5 3,0 3,5 4,0

Koagpgpuyuenm 3anaca npounocmu, y

Puc. 3. 3aBuUCHMMOCTb H3HOCOCTOMKOCTH OT KOdhduIneHTa
3araca MPOYHOCTH sl 000UX MapIIpyTOB

Fig. 3. Dependence of wearability on the ratio of breaking
stress to draw stress for both wire drawing schedules
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— JUIsL AMaMeTpoB poBoJoku 6omnee 1,0 mm —y > 1,4;

— st iuametpos 1,0 — 0,4 mm —y > 1,5;

— g quametpos 0,4 — 0,1 mm —y > 1,8.

OTO B IEJIOM COTIIACYeTCsl C TPHBEICHHONH PEKOMEH-
nanuedt y> 1,9 nnst oxsara auamerposn 0,176 — 1,000 mm.
Hna mapupyra 0,176 mm 33 % nuameTpoB OTHOCHIIMCH
K nuamerpam menee 0,4 MM, 4TO COOTBETCTBOBAJIO ¥ > 1,8,
st Mapupyta 0,270 mm — cootBeTcTBeHHO 20 %. Takum
00pa3oM, MOJaBNIAIONIAs YaCTh JAaHHBIX (CM. puc. 3) COOT-
BeTcTBYyeT Kputepwuio [lepauna y > 1,5.

W3 maccuBa naHHBIX moiydeHa KpuBas (puc. 4) coot-
BETCTBHSI MaKCUMaJIbHOW W3HOCOCTOMKOCTH, B 2 — 3 pasza
BBIIIIE CPEJHEro, 4to odecrneuynBaeT dPPEKTUBHOCTh HMC-
MIOJTB30BAHUST CHHTETUUECKUX MONUKPHCTAIUIMICCKUX aj-
Ma3HbIX BOJIOK U OIPCACIIACT HpPIHIlHHPIaJILHbIﬁ BI:IGOp
THTIA BOJIOK B JIJAHHOM JTHAIIa30He THaMETPOB 00padarbiBae-
MO ITPOBOJIOKH.

®opmanu3anns MNPUBEICHHBIX BBIIIE PEKOMEHIANN
METO/IOM PErpPecCHOHHOTO aHaJIM3a MO3BOJIMIIA MOTYYUTh
CIIeIyIoIIee ypaBHEHHUE, XapaKTepPH3YIoIlee 3aBUCHMOCTh
MEXK]y JHaMETPOM ITPOBOJOKH IO MAPLIPYTY BOJOYEHHS
1 KO3 PUIMEHTOM 3araca MpOYHOCTH:

y=-3,6275d% + 6,755d> — 4,2368d + 2,9051, (1)

7€ Y — KO3 QUIMEHT 3anaca MpOoYHOCTH; d — TUaMeTp Mpo-
BOJIOKHM I10 MapUIPyTy MOKPOTO TOHYAMIIIEro 1 HauTOHYaM-
IIIeTO BOJIOUCHHS JIATYHUPOBAHHOH BBICOKOYTIIEPOIUCTON
MIPOBOJIOKH.

Pexomenmyemble 3HadeHUs Kod(duimeHTa 3amaca
MMPOYHOCTHU, TTOJTYUYCHHBIC I10 I[aHHOﬁ 3aBUCHUMOCTHU, UMEC-

N
o)

24 |
22}
20 F
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1,4 /

1,2 |

3

170 09 08 07 06 05 04 03 02 01

Koagduyuenm 3anaca npounocmu, y
N

Juamemp nposonoxu, mm

Puc. 4. 3aBucumocts ko3¢ duinenTa 3amnaca NpoYHOCTH OT AUAMETPA
JIaTyHUPOBAHHOH MPOBOJIOKU:
1 — 3HaueHus kor(puIenTa 3anaca NPOUHOCTH, TTOTyUSHHbIE 110
ypaBaenuto (1); 2 — pekomenaaiuu 1o [lepiuny; 3 — MUHEMaIBHOE
JIOITyCTUMOE 3HaueHHe KoddduIrenTa 3amnaca NpouHOCTH

Fig. 4. Dependence of the ratio of breaking stress
to draw stress on diameter of brass-plated wire:
1 — values of the the ratio of breaking stress to draw stress obtained
by equation (1); 2 — Perlin recommendations; 3 — minimum allowable
value of the ratio of breaking stress to draw stress
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0T CXOXYI0 TCHACHIUIO C PEKOMCHAYEMbIMU 3HAYCHUSAMU
o [lepnuny (cm. puc. 4), a Takke aHAJTOTUIHBI KPUTEPH-
sAM, 3asBJICHHBIM B MOJCJIM MHOT'OKPATHOT'O BOJIOYCHUSA CO
ckopeHreM [ 19] mpoBooKM TOHYAHTIIMX pa3MepoB (MH-
KPOIPOBOJIOKH).

[omyyeHHOE aBTOpaMy ypaBHEHHE OIIPEIEIISCT BEIIUH-
Hy Ko3(QuIMeHTa 3anaca MPOYHOCTH, 00CCIEUHUBAIOIIYIO,
C yYeTOM MacIiTaOHOTO (haKTopa JJIsl POIIECCOB B TOHKOH,
TOHUaIIel 1 MUKponpoBosioke [20], MAKCHMAJIBHYIO H3HO-
COCTOMKOCTH UISl ONpEeTICHHOTO AUaMeTpa JIaTyHHPOBaH-
HOW MTPOBOJIOKH. DTO MOJKET OBITH MCTIOIB30BaHO ITPH pa3pa-
00TKe MapIIPyTOB BOJIOYCHUS JIATYHHPOBAHHOM TIPOBOJIOKHL.

- BbiBOAbI

VBenMueHne M3HOCOCTOMKOCTH B Hadajle MaplipyTa
BBI3BAHO IIOBBIIIEHUEM JaBJI€HUsI CMa3KU Ha BXOJE B BOJIO-
Ky ¢ pocToM ckopocTH nposonoku. Ilocienyromee peskoe
CHIDKEHHUE M CTarHalMs CBsI3aHbl C POCTOM TeMIlEpaTyphbl
HA KOHTAKTHOW IOBEPXHOCTH BOJOKH BCIIEACTBUE YBEIU-
YEHUsI CKOPOCTH IPOTSYKKU U HAKJIETa IPOBOJIOKH, a TAKXKe
C YMEHBIIECHHEM 3aXBaTa CMa3KH IIPOBOJIOKOM NP yBEIU-
YEHUU €€ CKOPOCTH, YTO IPUBOJIUT K 3HAUUTEIBHOMY YXY/I-
LIEHUIO yCIOBUM CMAa3KU HAa BTOPOM IOJIOBUHE MapILIPyTa.
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AHanu3 B3aUMOCBSI3U TIAPAMETPOB YCHIIME BBITSIKKU
U HalpsHKCHHE K W3HOCOCTOMKOCTH TIOKa3asl HEYOBIIET-
BOPUTEIIbHBINA pe3ynbTal — HU3KYIO CHIIy KOPpENLUU 110
mkane Yeqmoka. DTo IPUBETIO K HEOOXOANMOCTH UCIIONb-
30BaHUSl HOBOTO TMoOKazarens — koddduuueHTta 3amaca
MPOYHOCTH Y.

[IpennoxeHHbIH KOMIUICKCHBIN TOKa3aTenb — KO3 Qu-
IIFCHT 3araca MPOYHOCTH Y MO3BOJMI BBIACITHTEH d(PQeK-
TUBHBIN Auamna3oH y = 1,9 — 2,5, o0ecnieynBaromuii Makcu-
MAaJbHYIO BEJIMYMHY H3HOCOCTOMKOCTH.

Brixon v 3a rpanuusl quanaszona y = 1,9 — 2,5 npusonut
K CHIDKEHHIO H3HOCOCTOMKOCTH. B wacTHOCTH, yBeTHueHHE
Y ONpEIENSAET BLIXOJ HA HU3KME 3Ha4YeHUs nopsaka 100 m
W MeHee, ¢ MOJydeHHeM OOJIbIIOro pa3dpoca U3HOCOCTOM-
KOCTH 3a CYET POCTa PaCTATMBAIONIMX HANpsOKEHWH, CTO-
COOCTBYIOIINX PACKOIY BOJIOKH.

ITomyuena 3aBUCHMOCTh KOX(PPUIMEHTA 3amaca Mmpod-
HOCTH Y OT TUaMeTpa JaTyHHPOBAHHOM IPOBOJIOKH, 00ec-
MEYMBAIONIAs] MaKCHUMaJIbHYI0 H3HOCOCTOMKOCTH TO TO-
JIOOHBIM MapIIpyTaM MOKPOTO BOJIOUCHHS, TIE XapakTep
pacnpenenenus kod3dduurenTa 3anaca NpoOYHOCTH MO Map-
HIPYTY coriacyercs ¢ pekomenaanusmu [lepnuna. Ypasne-
HHUE MOXKET OBITh UCIIONB30BAaHO MPH Pa3paboTKe MapIIpy-
TOB BOJIOUCHHS JIATYHUPOBAHHOHN TPOBOJIOKH.

1. Perlin L.L., Ermanok M.Z. Theory of Drawing. Moscow: Metallur-
giya, 1971, 448 p. (In Russ.).

2. Enghag P. Steel Wire Technology. Orebro: Applied materials tech-
nology, Materialteknik HB, 2002, 311 p.

3. Wright R.N. Wire Technology: Process Engineering and Metallur-
gy. Oxford: Butterworth-Heinemann (Elsevier), 2011, 320 p.

4. Belalov Kh.N., Klekovkin A.A., Klekovkina N.A., Gun G.S., Ko-
rchunov A.G., Polyakova M.A. Steel Wire: Monograph. Magni-
togorsk: Nosov MSTU, 2011, 689 p. (In Russ.).

5.  Goloviznin S.M., Kharitonov V.A. Estimation of strain inhomoge-
neity in high-speed wire drawing using the wave theory of plasticity.
Izvestiya. Ferrous Metallurgy. 2007, no. 4, p. 70. (In Russ.).

6. Kharitonov V.A., Goloviznin S.M., Stolyarov A.Yu. Influence of
broach speed on conditions of drawing with sliding and quality of
thin high-carbon wire. Proizvodstvo prokata. 2007, no. 7, pp. 23-29.
(In Russ.).

7. Goloviznin S.M. Improving the technology of manufacturing high-
strength wire based on simulation of temperature-strain modes of
high-speed wet drawing: Cand. Tech. Sci. Diss. Magnitogorsk,
2005, 139 p. (In Russ.).

8. Kharitonov V.A., Goloviznin S.M. Influence of speed on the pro-
perties and modes of drawing thin high-strength wire. Stal’. 2007,
no. 7, pp. 86—87. (In Russ.).

9. Lee S.-K,, Lee S.-B., Kim B.-M. Process design of multi-stage wet
wire drawing for improving the drawing speed for 0.72 wt % C steel
wire. Journal of Materials Processing Technology. 2010, vol. 210,
no. 5, pp, 776-783. https://doi.org/10.1016/j.jmatprotec.2010.01.007

10. Enghag P, Larsson R., Pettersson K. An investigation into the forces
and friction in wire drawing. Wire Industry. 2001, vol. 69, no. 809,
pp. 272-2717.

11. Camenchi J., Cristescu N., Sandru N. Contributii privind tre-
filarea sirmei cu mare viteza. Cercetari Metalurgice. 1979, vol. 20,
pp. 401-406. (In Romanian).

613


https://doi.org/10.1016/j.jmatprotec.2010.01.007
https://doi.org/10.1016/j.jmatprotec.2010.01.007

W3BECTHA BY30B. YEPHAA METAJIIYPTHUd. 2022. Tom 65. N2 9. C. 609-614.
Tonosusnun C.M., [lempos U.M., Heanyos A.5. OnTrMHK3aLys IpoLecca MOKPOro BOJIOYEHHs 10 KpUTEPHUIO 3araca IPpOYHOCTH

12. Golis B., Pilarczyk J.W., Muskalski Z., Dyja H. Strain rate in wire
drawing process / Wire Industry. 2004. Vol. 71. No. 840. P. 200-206.

13. Ford E.H. Das Drahtziehverffahren. Ein Ruckblick auf fundamen-
tale Prinzipien // Draht. 1982. Vol. 33. No. 5. P. 353-355.

14. Lancaster P.R. Smith B.F. High speed wire drawing // Wire Industry.
1974. Vol. 41. No. 491. P. 933-937.

15. Tseng Ampere A., Wang Shi R., Lau A.C.W. Local variations of
strain and strain rate in roll bite region during rolling of steels //
Journal of Engineering Materials and Technology. 1998. Vol. 120.
No. 1. P. 86-96. https://doi.org/10.1115/1.2806843

16. Person L.E. Drawing wire with a smaller die angle / Wire Industry.
2004. Vol. 71. No. 846. P. 437.

17. Durante M., Zangella A., Capuce M. Ziehsteinverschleiss
beim Ziehen hochgekohlter Stahldrahte // Draht. 2001. Vol. 52.
No. 5. P. 22-25.

18. Cristescu N. Plastic flow through conical converging dies, using
a viscoplastic constitutive equation // International Journal of Me-
chanical Sciences. 1975. Vol. 17. No. 6. P. 425-433.
https://doi.org/10.1016/0020-7403(75)90040-5

19. Bonnapenko I, Bonkos A.B. Pa3pabotka u peanusaryst MoxeIn
rpolecca MHOTOKPAaTHOTO BOJIOUSHHUsSI MUKPOTIpoBoioky // Hayko-
emkue TexHosoruu. 2002. Ne 5. C. 19-23.

20. Kynema B.A. Pa3paborka Hay4HBIX OCHOB ()OPMHPOBAHUS CBOICTB
BBICOKOKAUeCTBEHHBIX METU30B M CO3laHHe d(P(PEKTUBHBIX TEXHO-
JIOTHH WX MPOM3BOACTBA: Jluccepramus ... JOKTOpa TEXHUYECKHUX
nayk. Mocksaa, 2000. 69 c.

12. Golis B., Pilarczyk J.W., Muskalski Z., Dyja H. Strain rate in wire
drawing process. Wire Industry. 2004, vol. 71, no. 840, pp. 200-206.

13. Ford E.H. Das Drahtziehverffahren. Ein Ruckblick auf fundamen-
tale Prinzipien. Draht. 1982, vol. 33, no. 5, pp. 353-355. (In Germ.).

14. Lancaster P.R., Smith B.F. High speed wire drawing. Wire Industry.
1974, vol. 41, no. 491, pp. 933-937.

15. Tseng Ampere A., Wang Shi R., Lau A.C.W. Local variations of
strain and strain rate in roll bite region during rolling of steels. Jour-
nal of Engineering Materials and Technology. 1998, vol. 120, no. 1,
pp. 86-96. https://doi.org/10.1115/1.2806843

16. Person L.E. Drawing wire with a smaller die angle. Wire Industry.
2004, vol. 71, no. 846, pp. 437.

17. Durante M., Zangella A., Capuce M. Ziehsteinverschleiss beim
Ziehen hochgekohlter Stahldrahte. Draht. 2001, vol. 52, no. 5,
pp. 22-25. (In Germ.).

18. Cristescu N. Plastic flow through conical converging dies, using a
viscoplastic constitutive equation. /nternational Journal of Mecha-
nical Sciences. 1975, vol. 17, no. 6, pp. 425-433.
https://doi.org/10.1016/0020-7403(75)90040-5

19. Bondarenko G.G., Volkov A.V. Development and realization of a
model for multiple drawing of microwire. Naukoemkie tekhnologii.
2002, no. 5, pp. 19-23. (In Russ.).

20. Kulesha V.A. Development of scientific foundations for the forma-
tion the properties of high-quality hardware and creation of effec-
tive technologies for their production: Dr. Tech. Sci. Diss. Moscow,
2000, 69 p. (In Russ.).

L LU/ INFORMATION ABOUT THE AUTHORS

Cepeeii Muxaiinoeuy [0108U3HUH, K.m.H., doyeHm, 3asedyowull Ka-
¢edpoil memannypzuu u cmaHdapmusayuu, MarHUTOrOPCKUM TocCy-
JlapCTBEHHBIN TexHUYecKUH yHUBepcuTeT uM. [LU. HocoBa

ORCID: 0000-0002-4751-9198

E-mail: smgoloviznin@magtu.ru

Hzopb Muxaiinoeuu [lempos, k.m.H., doyeHm, MarHUTOTOPCKUH rocy-
JlapCTBeHHbIN TexHu4ecKkui ynuBepcuteT M. M. Hocoa

ORCID: 0000-0003-4400-0056

E-mail: petrov.mgtu@gmail.com

Apmem Bopucosuy HeaHyo8, k.m.H., 0oyeHm Kagedpvl Memasypauu
u cmaHdapmusayuu, MarHUTOrOPCKUM roCylapCTBEHHbIA TeXHUYeC-
kuil yauBepcutet uM. [LU. HocoBa

ORCID: 0000-0002-4504-3739

E-mail: art.belor@yandex.ru

Sergei M. Goloviznin, Cand. Sci. (Eng.), Assist. Prof,, Head of the Chair
“Metallurgy and Standardization’, Nosov Magnitogorsk State Technical
University

ORCID: 0000-0002-4751-9198

E-mail: smgoloviznin@magtu.ru

Igor’ M. Petrov, Cand. Sci. (Eng.), Assist. Prof, Nosov Magnitogorsk
State Technical University

ORCID: 0000-0003-4400-0056

E-mail: petrov.mgtu@gmail.com

Artem B. Ivantsov, Cand. Sci. (Eng.), Assist. Prof. of the Chair “Metal-
lurgy and Standardization’, Nosov Magnitogorsk State Technical Uni-
versity

ORCID: 0000-0002-4504-3739

E-mail: art.belor@yandex.ru

.../ CONTRIBUTION OF THE AUTHORS

C. M. ['0108uU3HUH - PYKOBO/ICTBO PabOTOH, MpejOCTaBIeHUE UCXO/-
HBIX JJaHHbBIX, YOPMHUPOBaHHE OCHOBHOM KOHIIENIIUH.

H. M. [lempos - ctaTucTUYecKast 06paboTKa JaHHbIX, aHAJIU3 M0JIY-
YEHHBIX Pe3y/IbTaTOB, 06111as peJJakTypa paboThl.

A. b. HeaHyo8 - 0630p JIMTepaTyphl, aHAIU3 TEXHOJIOTHIECKOTO
nporecca, aHa/Iu3 NoJIy4eHHbIX pe3yJIbTaToB.

S. M. Goloviznin - scientific guidance, initial data provision, formation
of the main concept.

I. M. Petrov - statistical data processing, analysis of the received data,
general editing of the text.

A. B. Ivantsov - literature review, analysis of the technological pro-
cess and received data.

[Mocrynuna B penakuio 24.03.2022
TTocne nopaborku 25.04.2022
Ipunsra x my6nukaun 28.06.2022

Received 24.03.2022
Revised 25.04.2022
Accepted 28.06.2022

614


https://orcid.org/0000-0002-4751-9198
mailto:smgoloviznin@magtu.ru
https://orcid.org/0000-0003-4400-0056
mailto:petrov.mgtu@gmail.com
https://orcid.org/0000-0002-4504-3739
mailto:art.belor@yandex.ru
https://orcid.org/0000-0002-4751-9198
mailto:smgoloviznin@magtu.ru
https://orcid.org/0000-0003-4400-0056
mailto:petrov.mgtu@gmail.com
https://orcid.org/0000-0002-4504-3739
mailto:art.belor@yandex.ru
https://doi.org/10.1115/1.2806843
https://doi.org/10.1016/0020-7403(75)90040-5
https://doi.org/10.1115/1.2806843
https://doi.org/10.1016/0020-7403(75)90040-5

