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Annomayusa. IlocTaHoBKa 3a1a4 (AKTyaJdbHOCTh padoThl). OTHUMHU K3 HauboJee CIOXKHBIX JIEMEHTOB B KOHCTPYK-
LMK caMmoJieTa SIBISIIOTCS. KPYHMHOrabapuTHeIe 00BO1000pa3yoIne naHeau 1 oOmKBKY. CII0KHOCTh U3rOTOBICHUST 00b-
SICHSACTCS CIIeN(UIECKOI MPOCTPaHCTBEHHON (OPMOIf — COUeTaHNEM yIaCTKOB 3HAKOIIEPEMEHHOI TBOHON KPUBHU3HBI B
COBOKYITHOCTH C OOJIBIINMHM Ta0apUTHBIMH pa3MepaMy (IUTHHA TaKUX AeTaieil MokeT gocturath 30 M) M MaJIOH ’KECTKO-
CTBI0. D PEKTHBHBIM MOAXOIOM K MOJIYyIeHHIO (OPMBI ABOWHOI KPUBHU3HBI SIBISIETCS MCIIOIb30BAHUE METOOB TTOBEPX-
HOCTHOTO IUIACTHYECKOTO NehopMUpOBaHUSI — 0OpabOTKH JpOOBI0 M METOAOB JOKAJIbHON 0OpabOTKH — pacKaTKH M T10-
cagku pedep. BombIMHCTBO METOANK VIS ONpEeIeHNsT PEKMMHBIX ITapaMeTPOB MPOIecca CTPOSITCS Ha SKCTIEPUMEHTAITb-
HBIX MCCIIC/IOBAaHMSIX KPUBU3HBI U yJUTHHEHUS 00pa3IoB B Ipolecce 00pabOTKH, a TaKkke Ha OCHOBE TEOPUH YIIPYTOCTH B
o0JlacTH HMCCIeNOBaHUsS OCTaTOYHBIX HanpspkeHuid. Lleas pa6orsl. CoBeplIeHCTBOBAHME METOIUK pacyera PeKHMMHBIX
HapaMeTpoB 00PabOTKH METAIIOB METOJaMH IOBEPXHOCTHOTO ILIACTHYeCKOro AedopmupoBanus. Mcnosans3yemblie MeTo-
Abl. KoHEUHO-3/IeMEHTHOe MOJSIMPOBAHUE MPOLECCca MOBEPXHOCTHOTO ILIACTHYECKOTO Ae(GOPMHUPOBAHMSA Ha IIpUMEpe
06paboTku poobto. HoBu3Ha. Vcrosnbp30BaHKe KOHIENIIMH Ha4YaJIbHBIX HANPSDKEHUH, SBIISIOIIMXCS HCTOYHUKOM H3THO-
HOH medopmMariy U JedopMaly yIUTHHEHHS U ONFCaHus nporecca o0paboTku apobsio. PedyabraThl. Pazpaborana
METOJIMKA OTpPEIEIeHHs paclpe/ieNieHHi Ha9albHOTO HAIPsHKEHHO-/1e(hOpMHUPOBAHHOTO COCTOSIHHUS TIOBEPXHOCTHOTO CJIOS
9JIEMEHTApHBIX yYacTKOB Jeranell. PaspaboTaHa MeToanKa WHTETpaldyi Ha4daJIbHOTO HAaIPsHKEHHO-Ie()OpMHUPOBAHHOTO
COCTOSIHHS B TIOBEPXHOCTHBIH CJIOM HATYPHBIX A€Talel C IIeJbI0 MOMy4eHHs IPOTHO3UPYEMOl KpUBH3HBI JeTajel B Tpe-
OyeMoM HarnpasieHHH. COMOCTaBICHBI Pe3ybTaThl MOICIMPOBAHNUS ¢ UMEIOIUMUCS Pe3yIbTaTaMi SKCIIEPUMEHTAIBHBIX
HCCIIeIOBAaHUN 10 00paboTKe 00pa3IoB MUIACTHHOK METOIOM JpodeynapHoro Gopmoobpaszopanus. IlpakTuyeckas 3Ha-
YHUMOCTb. VcIo1p30BaHNe 1T01X0/1a HAYJILHBIX HANPSDKEHUH JUT OIMCaHus nporiecca 00paboTku ApoObio obecrieynBaeT
BO3MOYXHOCTb pacyera peKMMHBIX NapaMeTpOB MPOLEcca, OTKA3aBIIMCh OT OOJIBIIOTO YMCIIa IKCIEPUMEHTAIBHBIX HCCIIe-
noBanuid. C NpUMEHEHHEM METOJIOB KOMIIBIOTEPHOTO MOJISITMPOBAHUS PELIEH KOMILIEKC 3a/lay, HAlPaBJIEHHBIX Ha ITOBbI-
nreHre 3¢ GEKTUBHOCTH TIPOU3BOICTBA 00BOJO00PA3yIONIMX JeTaeil CII0KHOM (DOPMBI M MX KauecTBa 3a CUET PACKPBITHS
3aKOHOMEpHOCTEl (hOPMUPOBAHUSI HATIPSHKEHHO-/Ie(OPMUPOBAHHOTO COCTOSIHUS TIPH 00paboTKe JeTalen.

Kniouesvie cnosa: noBepxXHOCTHOE TIacTU4Yeckoe nedopMupoBanue, oOpaboTKa METAJIOB JABICHHEM, OCTATOYHBIE
HapsOKCHUA, HAYaJIbHBIC HAITPSHKCHUA, HaHpﬂ)KeHHO-lleq)OpMI/IpOBaHHOQ COCTOsSIHUEC
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DEVELOPMENT OF INITIAL STRESSES DURING SHOT PEENING

Pashkov A.E., Pashkov A.A., Samoylenko O.V.
Irkutsk National Research Technical University, Irkutsk, Russia

Abstract. Problem Statement (Relevance). One of the most complicated elements in the plane design is large-size
outer mold line panels and shell. Manufacturing complexity is attributed to a peculiar spatial outline, namely a com-
bination of zones of fluctuating double curvature and large size (length of such parts may be 30 m) and low stiffness.
An efficient approach to manufacturing a double curvature shape is surface plastic deformation methods, namely
shot peening and local treatment (flattening-out and fitting of edges). Most methods used to determine mode parame-
ters of the processes are based on experimental studies on curvature and elongation of samples during treatment, and
elasticity theory in studies on residual stresses. Objectives. The research is aimed at improving the methods used to
calculate mode parameters of metal forming by surface plastic deformation. Methods Applied. finite element model-
ing of the surface plastic deformation process using shot peening as an example. Originality. It lies in using a con-
cept of initial stresses, being a source of bending strain and extensional strain, to describe a shot peening processes.
Results. The authors developed methods for determining the distributions of the initial stress-strain state of the sur-
face layer of element sections of parts, and for integrating the initial stress-strain state into the surface layer of full-
scale parts in order to obtain the predicted curvature of the parts in the required direction. The simulation results
were compared with the available results of experimental studies on the processing of plate samples by the shot
peening method. Practical Relevance. An approach of initial stresses applied to describe the shot peening process
contributes to calculating mode parameters of the processes, showing no need for a large number of experimental
studies. Computer simulation methods were applied to settle a range of issues aimed at increasing efficiency and
quality of manufacturing outer mold line parts of a complicated shape by finding patterns of forming the stress-strain
state, when processing parts.
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yernii (puc. 1). Kak mpaBuno, KpuBH3HA SBISETCS

BBenenne = :
MIEPEeMEHHOM BETMYNHON OT OJHOTO CEYCHUS JACTaH

B coBpemeHHOM aBHACTPOEHUH B KauecTBE 0OBO-
J000pa3yoMuX 3JIEMEHTOB IHIUPOKO HCIOIB3YIOTCS
MaHeNM, KOTOpbIE MOTYT IMpPEACTaBIATh cobol cOop-
HBbIE KOHCTPYKIIUM B BHJIE OOIIMBKH C MPUCOEAUHEH-
HBIMH, B OCHOBHOM KIJIEIIKOM, 3JI€MEHTAMU CHUJIIOBOTO
HaOoOpa, a TaKKe MOHOJHMTHO-(Ppe3epOBaHHBIC MaHE-
JIA, W3TOTaBIMBAaEMbIe W3 IDIUT I CICITHATHLHBIX
npodueil. IlpuMenenne maHenell ompeneneHo Mo-
BBIIICHUEM MTPOYHOCTU U KECTKOCTU KOHCTPYKIUH, &
TaKKe YIyYIICHHEM a’pOAMHAMUYECKUX XapaKTepH-
CTHK. 332 CUET M3TOTOBJICHUS MaHEJCH MaKCHMAIILHO
BO3MOKHOU JJIUHBI U, COOTBETCTBEHHO, YMEHBILICHHUSI
KOJIMYECTBA KPEMEXHBIX JeTaled U IONepeyHbIX
IIIBOB CHIDKaETCs 00mas Macca kpeiia [ 1, 2].

[IpocTpancTBeHHas (opMa MaHeleld MpeacTaB-
JIAET COYETaHHWE JIMHEMYaThIX MOBEPXHOCTEH U TO-
BEpXHOCTEH € ydyacTKaMU KPUBU3HBI U KPYTKOU ce-

www.vestnik.magtu.ru

K IpyrOMY U MOKET UMETh Pa3Hblil 3HaK [3, 4].

Tpebyemasi TOUHOCTh T€OMETPUIECKOH (POPMBI
00B01000pa3yoNInX JeTallel XapaKTepu3yeTcs J0-
MNYCTUMBIMH  OTKJIOHCHHSMH  TIPOCTPAHCTBEHHOU
(OpPMBI OT TEOPETUYECKOTO KOHTYPA, JEKAIIUMH B
mpenenax 0,1-1 mm [5].

OcHOBHBIMH MeToJaMu (HOpMOOOpa3oBaHHs Ta-
KUX JieTalell sIBII0OTCS THOKa pa3iuyHbIMU crioco0a-
MH (Ha MPEcCCOBOM 00OpYAOBaHMH, TMOKa-TIPOKATKa,
rubKa ¢ pacTsDKEHHEM), packaTka u o0paboTka Ipo-
On10 [6-9]. Hambomnee nepCreKTHBHBIM HaIMIPaBJICHUEM
aBysgeTcs aqpodeynapHoe GpopmoodpazoBanue (YD),
TaK KaK HapsAay C JOCTH)KEHHEM BBICOKOH TOYHOCTH
netaneil  npobeobpaboTka TO3BONSIET  YBEITUYNTH
MPOU3BOJIUTENIHHOCTD TIpOIlecca M PeaTu30BaTh d-
(eKT yNpOUHEHUs, MOBBIIAIOIINA YCTAJOCTHYIO
MIPOYHOCTh U IOJITOBEYHOCTD Aetanei [10].
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Puc. 1. TpexmepHast MOJIeJIb THIIOBOH MaHENH ¢ TpaMueCKM OTOOpaKeHUEM paclpeieNIeHUH MTPOI0JILHOM

(oTHOCHTEBHO pedep) KPUBU3HBI

Fig. 1. Three-dimensional model of a typical panel, showing the distributions of the longitudinal

(relative to the edges) curvature

HauGonee ymoOHbIM MOIXOIOM K IM(pPOBU3a-
MM TIPOM3BOJACTBA SIBISETCS CO3JaHHWE KOHEYHO-
AJIEMEHTHBIX MOJIENe mpoitecca 00pabOTKH, MTO3BO-
JSIOMIMX JI0CTATOYHO MOAPOOHO M3YYUTHh CBOWCTBA
00BEKTOB BO BpeMsl mpoiiecca popmMooOpa3oBaHus.

AKTyaJIbHOCTh TEMbI UCCIICIOBaHUS (popMUpYyeET-
Csl ICXO/ISl M3 BBICOKMX TPeOOBaHMI K TOYHOCTH W3-
TOTaBIMBAEMBIX KpyMHOTabapuTHBIX 00BOJ000pa-
3YIOIIUX JeTaled CI0KHOH (OpMBI ¢ 00IaCThIO
JIBOMHOM KPUBH3HBI, 00paboTKa KOTOPBIX SBISETCS
BECbMa TPYJIOEMKOM M3-3a BBICOKOU KECTKOCTU KOH-
cTpyKimu. s moBbImeHnsT TOYHOCTH (opMOoOpa-
30BaHMS JIeTallel HEOOXOAMMO HauboIee TOYHO O/
OupaTh pexkuMbl 00pabOTKW Uil Pa3IMYHBIX JeTa-
neid, yunthiBas crenuduky obpabotku. s sToro
cieyeT pa3padaThiBaTh HOBBIE MJIM COBEPIICHCTBO-
BaTh CYIIECTBYIOIIME MOAXOABl K HU(PPOBH3ALMU
npousBojcTBa. llenpro mgaHHOW pPaboOTHI SBISETCS
COBEpIIICHCTBOBaHHE METOAMK pacuera PeKUMHBIX
napamMeTpoB 0Opa0OTKH METaJUIOB METOaMH II0-
BEPXHOCTHOTO TUIACTUYECKOTO Je(OpMHUPOBaHUS HA
OCHOBE KOHEYHO-3JIEMEHTHOTO MOJICITMPOBAHHSI.

HccnenoBanne HanpsikeHHO-1e()OPMHUPOBAHHOTO
COCTOSIHHSI B IOBEPXHOCTHOM CJIO€ 1eTAJIH
nocJjie 00padoTKkM ApodHI0

B ocHoBe (hopmMooOpazoBaHus APOOBIO JISKHT I10-
BEpXHOCTHOE Iactuyeckoe aepopmuposanue (I111/T)
Jeranu o0paboTKOW ApOoOBI0, YTO MPUBOAUT K (op-
MHPOBaHHIO OCTATOYHOTO  HAIPSDKCHHO-Ie(OopMH-
poBaHHOTO cocTosiHus. OIEHKAa OCTATOYHOrO Harpsi-
YKEHHO-ZIe()OPMUPOBAHHOTO COCTOSTHUSI JCTAIIN TOCTIe
Ipo0eoOpadOTKM — OJMH M3 OCHOBHBIX TOAXOJOB K
OIPE/ICIICHUIO PEXKUMHBIX MTAPaMETPOB TPOIIecca.

B ocHOBe ompeneneHus OCTaTOYHBIX HarpsKe-
HHH JIOKUT M3BECTHAS B TEOPHHU IUIACTUYHOCTH TEO-
pema ['eHKH O pasrpy3ke, COIIaCHO KOTOpOW OcCTa-
TOYHBIC HAINpPSDKEHUS PAaBHBI Pa3HOCTH MEXTY HC-

TUHHBIMH HATPSDKEHUSMH B YIPYTOILIACTHYECKOM
TeJle U TeMU HaNpsHKEHUSIMH, KOTOpPbIE CO3/1aBaJINCh
OBl B HEM TIPH TMIPETION0KEHIH 00 HeaTbHOM YIIpy-
rocti Tema [11]. Teopema mMo3BONSET OMPENCIHUTH
OCTaTOYHBbIE HANPSKEHUS, KOTAAa M3BECTHO Hamps-
JKEHHOE COCTOSHHE JETalld B CTAIUM Harpy>KeHHs.
Hcnonp3oBaHue NaHHOW TEOPEMBI MO3BOJISIET OIpe-
JIeNUTh 00IIyI0 AedopMarmio netand, a B Ciydae
KOHEYHO-3JIEMEHTHOTO MOJEITMPOBAHUS — HAUTH Tie-
peMelIeHnsl y3/I0B CETKHM MOJENH IOcie IUIacTHYe-
cKkoit aedopmariuu.

OO6mas nedopmanus IeTay, BO3HHUKIIAS BCIEI-
CTBHE TOBEPXHOCTHOHM nedopmanun, Gpa3oBbIX Mpe-
BpallleHni W Jpyrux NpuduH Ha3BaHa M.A. bupre-
POM TEepBOHAYAIBHOW, a 00pa3oBaHHE OCTATOYHBIX
HampsOKeHUH — 93TO  MPOLECC YpPaBHOBELIMBAHHUS
HaIPsDKEHUM, COOTBETCTBYIOUIMX II€PBOHAYAIBHOU
nedopmanuu Mo cuie ¥ MOMeHTy. JlaHHble Hamps-
>)keHUs B [12] Ha3BaHbl HAYaJIbHBIMU, WX BEJTUYMHA
COOTBETCTBYET OTKJIOHEHHSM OT WHTETPAIbHBIX IO
CEUEHHIO 3HAYCHHH, OMNpeeNsieMbIX YpPaBHEHUSMHU
paBHOBecHs. [yl MaTeMaTHYeCKOro MpeaCTaBICHUS
nporecca (HOPMOM3MEHEHHsI HCIOJB3YIOT TOAXO,
OCHOBAHHBIN Ha 3TOM MOHSATHH.

B cmywyae msruba, BerBanHOro III1/] mmactuHbl
KOHEYHOW TOJIIMHBI, OCTATOYHBIC HANPSHKEHHS BbI-
pakaroT KaKk CyMMY HadaJbHBIX, HECKOMIICHCHPOBAH-
HBIX HampshKeHWH W HanpsDKEHWH, BO3HHUKAIOIIMX B
CEYEHHH JIeTall OT BHYTPEHHEH CHIIBI M M3rHOarole-
IO MOMEHTA, BBI3BIBAIOIINX Je(hOpPMAIIUIO Tea. DITio-

Pa OCTATOUHBIX HATPSHKEHUIT G0 MOXET ObITh Haiije-
Ha anreOpandeckuM CyMMHPOBaHHUEM DIIOPHI HAYaITh-

HBIX HaNpsUKEHWH G", SMIOpbI OT OCEBOM CHIBI O, M

SMIOPBI OT M3rMOAIONIEr0 MOMEHTa G, (puc. 2, a).
Eciu xe paccmotrpers pesyibratel [T momympo-
CTPaHCTBa B BHUJIE AMIOPHI OCTATOUHBIX HANpPSHKEHUH,
XapaKTEPHOU IS TIPOIIECCOB PE3aHus, ApodeynapHOn
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00paboTku u T.A. (3mopa 3 Ha puc. 2, 0), yBUAUM,
YTO JaHHas JIopa SBISETCS HEypPaBHOBEIICHHOW,
YTO OYEBUIHO JUIS JAHHOTO ciydast. [ HaxoxkaeHus
SMIOpBI | HAYaJIbHBIX HAMPSHKCHUH HEOOXOIUMO BbI-
YeCTh U3 PE3yNBTHPYIOMIEH SIIOPHI 3 SMIopy 2 peak-
TUBHBIX YIPYTHX HANpsDKEHUH, KOTOPYIO MOXKHO
HANTH 1O M3BECTHBIM KOOPAMHATAM TOYEK A U B, je-
»amux Ha npsimot BC.

Jis ompeneneHusl mapaMeTpoB SITIOPHI HAYallb-
HbIX HAaNpsHKEHWH Ha OCHOBE WM3BECTHOM JMIOPHI
OCTaTOYHBIX HAINPSDKEHUHA BO3MOXKHO HCIOJIB30BaTh
CIIEIYIOIINE BEIPAKEHUS:

oy =of +of;" =of +¢’ 1+—hrm ; ()
hynp_hrm
N. —

ol =62 + oY =0l +o'| 14 5| ()
hyrlp_hnn

OnarM U3 Hanbosee TOUYHBIX METOJOB MCCIIEN0-
BaHMSl OCTATOYHOTO HANpPsHKEHHO-IEe(POPMHUPOBaAH-
HOT'O COCTOSIHHSL MPH 00pabOTKe APOOBIO SBISICTCS
METOJT KOHEUHBIX 3JIEMEHTOB. JlaHHOE HampaBJcHHE
AKTHBHO pa3BHBACTCS W BKIIOYACT 3HAYUTEIIBHOC
KOJIMYECTBO PA0OT, HAYMHAS OT CIUHUYHOTO BHEpE-
HUs cdepuueckoro mHiaeHtopa [13] u 3akaHumBas

MOJIETIMPOBAaHNEM MHO)KECTBEHHBIX BHEIAPEHUH Ipo-
O C IIeIbI0 BOCCO3/IaHUS CTETCHEH MOKphITHs [ 14].

HccnenoBanusi, M3N0KEHHBIE B JaHHOW paborte,
SBISIFOTCA ~ TIPOJIOJDKEHHEM  PadOT, TPOBOIMMBIX
OI'bOY BO «MpHUTY» B 00macTei MCCIICIOBAHUS
MPOIIECCOB 00pabOTKM JaeTalicii MEeToJaMHu TOBEpX-
HOCTHOT'O IIacTUYeCKoro aedopmuposanus [15, 16]
Y UCTIOJIE3YIOT METOJIMKU MOJICIIMPOBaHUs 00padoT-
KH IpOoOBI0 (PEKUMHBIC ITapaMeTPhI: JacTOTa Bparle-
HUs apobOemeTHOro koieca 800 00/MuH; Tomada
IpobeMeTa OTHOCHTEIBHO 00pa3ma — 2000 MM/MuUH).

KoneuHo-31eMeHTHBIE MOETH 00pabOTKH JpO-
Obto auamerpom 3,5 MM u3 matepuana 1IX15, npu-
MeHsieMoro it (opMooOpa3oBaHUsl aBUALIMOHHBIX
JleTajeld M3 aTIOMHHUEBBIX CIUIABOB, MOKA3aHBI Ha
puc. 3. Vcxonst U3 cXeMbl, peI0>KEHHOM Ha puc. 2,
B CIIy4ae €CJH OTPaHIYUTh BO3MOXKHOCTh BO3HHKHO-
BEHHSI OCEBOW CHJBI W W3rMOAIONIEro MOMEHTa, TO
ecTh 3aQUKCUPOBATH JeTallb, TO OCTATOYHBIC HATIPS-
JKEHHs. MOYKHO TIPUPaBHATH K HadaidbHbIM. CrenoBa-
TENBHO, COOTHOIIIEHHE pa3MepoB 00pabaThiBaeMOi
JIeTa K pazMepam o0JacTh 00pabOTKH MOXKHO FIC-
MOJIK30BaTh B cooTHOmeHn: 1:1, Tak kak nedopma-
MK JIETaNU MpU ee neprdepruitHoM 3aKperyieHu: He
MMPOUCXOAUT, YTO MOATBEPKIAACTCA PpPE3YyJIbTaTaMU
MOJICTTHPOBAHHUSL.
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Puc. 2. Cxema OIIpEACICHUA OCTATOYHBIX HaHpH)KeHHfIZ 1 — HayaJbHBIE Halps’KECHUS 2 - PCAKTUBHBIC HAITPAKCHUA

GCRr B CJI04X METa1a, NpUJICralomux K o4ary zle(bopMaunn; 3 — ocTaTo4YHEIC HalpsS’KECHU

Fig. 2. Scheme for determining residual stresses: 1 is initial stresses; 2 is reactive stresses o in metal layers

adjacent to the deformation zone; 3 is residual stresses
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a

Puc. 3. KoHe4HO-311eMEHTHBIE MOJIENH I ONpeeIeH s HaYaJIbHBIX HAIIPSDKEHUIT: a — pa3sMephl 3ar0TOBKU
40x40x40 mm (ipu obmacti 06padotku 20%20 MM); 6 — pazmMepsl 3aroToBkU 21%21x2 MM (mipu obnacTu

o0pabotku 20%20 Mm)

Fig. 3. Finite element models for determining the initial stresses: a is a workpiece of 40x40x40 mm in size
(when a processing area is 20%20 mm); 6 is a workpiece of 21x21x2 mm (when a processing area

is 20x20 mm)

PesynpTaThl MoOAenupoBaHus B BUJE pacmpene-
JICHWI HampsokeHud U Jedopmaiiiii OTHOCHTETBHO
TpPEX OPTOrOHAJILHBIX OCEH MpEACTABICHBI HA pHC. 4.
[ony4eHHble pe3yabTaThl MOTYT OBITh UCIIOJIB30Ba-
HbI 1A ONPCACIICHUA MMapaMETPOB aIlllIPOKCUMHPO-
BAHHOW 3MIOPbl HAYAJBHBIX HAIPSLDKEHUM COTTIacHO
cXxeMe, IOKa3aHHO Ha puc. 2.
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Puc. 4. PacnpeneneHnst OCTaTOUHBIX (HAa4aIbHBIX)
HanpsbKeHui 6 u aedopmanuii € nocie
MHOKECTBEHHBIX BHEAPEHHH APOOH B yIaCTOK
o0pa3na ¢ orpaHHYCHHEM CBOOOIBI
IIpH 3aKPCIJIICHUN

Fig. 4. Distributions of residual (initial) stresses ¢
and strains ¢ after multiple shots in the sample
area with constraints during fixing

Kax BUIHO M3 mpencTaBleHHBIX WIIIIOCTpaIuii,
pacnpeneneHusl OCTaTOYHBIX HampsHKeHUH, Xapak-
TEPU3YIOTCS CIENYIOIUMHI apaMeTpaMu:

off =42,4 MlIla; of = 64,1 MIla; Ny, = 1,9 mw;
hyr = 0,60 Mm.

HccaengoBanue popmMousMeHeHHs 1eTAIU
NPH HHTETPALMH HAYAJIBHBIX HANIPSKEHMIA,
BO3HUKAIOIIMX MPHU 00padoTKe 1podbIo,

B II0BEPXHOCTHBIH €JI10H AeTaan

BonpmmHCTBO paboT, MOCBAIIEHHBIX MOJIEIHUPO-
BaHWIO ()OPMOM3MEHEHUS JIETAIN B TpoIiiecce odpa-
0O0TKH JpOOBIO, UCTIONB3YET IMOJXOMA, OCHOBAHHBIN
Ha Harpy>KEHUH JCTaIl UHTETPAIbHBIMU CUIOBBIMU
(hakTOpamMu Mporecca, — pacTITUBAIONIUMHE CHIIAMH,
MIPUJIOKEHHBIMU Ha OIPENIeIEHHON TIIyOWHE OT II0-
BepxHocTH [17-21]. Takoii moaXox OTIMYACTCS
HaOOpOM OIpeJIeNEHHBIX OTPAHUYEHU, a UMEHHO
HE YYHUTHIBACTCS HEPAaBHOMEPHOCTh MHTETPUPOBAH-
HOW SMIOPHI 0 TIyOWHE, YTO MPUBOJIUT K CHIKE-
HUIO TOYHOCTH MOJYYaeMBbIX PE3YJIbTaTOB.

[IpennaraemMplii METOJT KOHEUHO-3JIEMEHTHOIO
MOJICIIMPOBAHUSI, OCHOBaHHBI Ha BOCCO3JAHHUU
HaNpPsHKEHHO-1e(OPMHUPOBAHHOTO COCTOSHUS  TIPH
00paboTKe IpOoOBI0 B IOBEPXHOCTHOM CJIOE JIETAIIH,
MOJ[pa3yMeBaeT JUCKPETH3AIUIO CETKU JIETalu IO
ryOuHe ciosi, B TpejieNiax KOTOPOro JIEHCTBYIOT
HavalbHbIC HANPsDKeHUS (pHC. 5).

Ucnone3zyss  uHTepderic  mporpamMmbel  ANSys
LS-Dyna, co3zaaercst Mozienb JieTaim (TUIOCKUH mapai-
nenenunen) pasmepamu 250%30x4 MM, B KOTOpYIO
OyJlleT BHOCHThCSI HadaJbHOE HaIpsDKEHHO-IehopMu-
poBaHHOE cocTosiHMe. KoHewHO-d/ieMeHTHast ceTka
JTAHHOHW JeTaiy JEJUTCS Ha JIBE YacTH: YTOYHEHHYIO
CETKY W pa3psbkeHHY0. [l MHTerpanyy HayaibHOTO
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HaIpsHKEHHO-Ae(OPMUPOBAHHOTO  COCTOSIHUSI B TIO-
BEPXHOCTHBIM CIIOM HEOOXOIMMO IIOCIOHHO CO3IaTh
TPYIIIBI JIEMEHTOB VISl BCETO ITOBEPXHOCTHOTO CIIOSI.
3aTeM ULl COOTBETCTBYIOIUX T'PYII Y3710B yKa3bIBa-
FOTCSI 3HAYEHUsI TPEX KOMITOHEHT HaNpsDKeHUH U Je-
(opMmarnii OTHOCUTENHFHO TPHHATON AEKapTOBOH CH-
CTEMbI KOOPIUHAT.

Taxmm o6pazom GopMupyeTcss KOHETHO-IIIEMEHT-
Hasl CEeTKa C HalpsUKEeHHBIM MOBEPXHOCTHBIM CIIOEM

(puc. 6).

Cnoit 1 N
Caoit 2T~ NG
i ]
. LS. ]
Crnon 8 {f \—-...______ f,
~= — |

B pesynbrare pacueTa HavalbHBIC HAINPSHKCHUS
B JICTalH TEPEPacHpe/iesIFOTCS W BBI3BIBAIOT JICH-
CTBHE, SKBUBAJICHTHOE TPHIIOKEHHIO OCEBOW CHIIBI
Y M3TUOANINEro MOMEHTA, YTO MPHUBOAMUT K OOIICH
m3rubHOM medopmaruu aeranu. Ha pue. 7 mokasa-

HBI pe3yJIbTAaTHl pacyeTa Mocie rmepepacipeneieHus
HayaJlbHBIX HANPSKEHUU U MEepexo/ia B OCTATOYHOE
HaNpsHKEHHO-1e()OPMHUPOBAHHOE COCTOSIHUE B BUJIC
pacrnpeieieHui MepeMeleHu OTHOCUTENIbHO TpeX
JIEKapTOBBIX OCEH.

Puc. 5. I[I/ICerTI/BaLII/IS[ pacnpeacicHus Ha4aJIbHOT O Hal‘[p?[)KeHHO-,E[e(‘l)OpMI/IpOBaHHOFO COCTOsAHHUA
Fig. 5. Discretization of the distribution of the initial stress-strain state

Puc. 6. KoneuHo-371eMEeHTHasI CeTKa C HANPSKEHHBIM TIOBEPXHOCTHBIM CII0EM

Fig. 6. Finite element mesh with a stressed surface layer

fur

Puc. 7. PacnpeneneHus nepeMenieHuid y3JI0B IeTald OTHOCUTENBHO oceld X, Y, Z COOTBETCTBEHHO
Fig. 7. Distributions of displacements of workpiece nodes relative to the X, Y, Z axes, respectively
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IKCcNepuMeHTATbHAA NPOBEpPKa
Pe3yJbTATOB MOJAETHPOBAHUS

J71st poBepKHU pe3yabTaTOB MOACTUPOBAHHS ObLTN
MIPOBEACHBI AKCIIEPUMEHTAITBHBIE HCCIIEIOBAHUS 00pa-
OOTKHM 00pa3IoB IIACTHH pazMepamu 4%30x250 MM u3
Mateprana B95SmuT2, ucnons3yeMoro npu MoJenu-
poBanuu Ha ycraHoBke Y J[®-4 na UpkyTckom aBua-
mroHHOM 3aBogie — ¢mmane [TAO «Koprnopamus
“UpkyT”’». MexaHn4yecKkrne CBOMCTBA IUIACTHH IS
KOHTPOJISI Tiporiecca Apo0eyaapHoii 00paboTKU: Bpe-
MeHHoe conpotuiicHue — 530 MIla; npenen Texyye-
ctu — 460 Mlla; otHOcuTenbpHOE yiyuHeHue — 7%;
tBepaocTh — 150 MIla. B kagectBe pabodero oprana
WCTONB30BalICs TpobeMeTHbI anmapar 3/1400m. Pe-
KHUMBI 00paOOTKH OBUTH BBIOPaHbI COTTIACHO MOJIEITH.

Kpurepuem onenku Obuia crpena mporuda o0-
pasna mocie o0palboTKH, m3MepseMas MHUKPOHHON
WHJIUKATOPHOU IUIaHKOM.

PaCXO)KI[CHI/Iﬂ OKCIICPUMCHTAJIbHBIX JAaHHBIX U
pe3yibTaToOB MoJenupoBaHus He mpeBbickan 10%,
YTO TO3BOJSAET CYIAWTh OO0 aJeKBAaTHOCTH pa3pado-
TaHHON METOAWKH MOJIENIUPOBAHUS  IIPOIIECCOB
npobeynapHoro hopmMooOpa3oBaHUs METOAOM HHTeE-
rpanuyl  HAayaJbHOTO  HAaNpsHKEHHO-1e(OpMHUPO-
BaHHOT'O COCTOSIHUS B IOBEPXHOCTHBIN CJIOHM IE€TaJIH.

3akiaoueHne

Pa3paboTaHHasi METOIMKA TIO3BOJISIET OMPEIEIISITH
(bopMoM3MeHEHHE JIeTalle TaKUX THIIOB IOBEPX-
HOCTHOTO IUIACTHYECKOTO JeOPMUPOBAHUS H JIO-
KaJbHOTO JIe)OpMUPOBAHHS, Kak 00paboTKa IpoOsbIo,
JIpobeMeTHOE yIpOoUHEeHne, packatka / mocaaka/ pas-
BOJIKA MOJAKPEIUISIONIMX KOHCTPYKTHBHBIX DJIEMEH-
TOB W JpPYrHe BHJbI MEXaHHYECKOH 00pabOTKH.
BxogHbIMM JJTaHHBIMM ISl TPOBEJEHUS PaCUETOB,
CBA3AaHHBIX C OINPEACICHUEM q)OpMOI/I?)MeHeHI/IH Je-
TaJld, SIBJSIIOTCS PACIIPE/IC/ICHUs] HAYaIbHBIX KOMITO-
HEHT HanpsDKeHUH u JedopMariuii, OmnpeessieMbIX
10 pe3y/bTaTaM KOHEYHO-3JIEMEHTHOTO €INHHYHOTO
MO/JICJIMPOBAHKS PACCMATPHBAEMBIX TIPOLIECCOB.
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