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NCCIEAOBAHUE NPOLHECCA NOCAAKHA _
KPYIIHOI'ABAPUTHBIX MOHOJIMTHBIX ITAHEJIEN

HamxkoB A.E., [IamkoB A.A., Ucauenko A.C., lyk A.A., Ppidak A.M.
HpxyTckuil HAMOHAJIBHBIN HCCIEN0BAaTENbCKUNI TeXHUUECKUN yHUBepeuteT, MpkyTck, Poccus

Annomayus. IloctaHoBKa 3a7a4n (AKTYaJdbHOCTh PadoThl). KpynHorabaputHbie MOHOIUTHO-(hPE3epOBaHHBIC TAHEIN
SIBJISIIOTCSL OJTHUMH M3 HanOoJiee CIIOXKHBIX AJIEMEHTOB B KOHCTPYKLMU camouieTa. COBOKYITHOCTb OOJBIIMX Ta0apuTHBIX
pa3MepoB BMECTE C TIEPEMEHHOM KPUBU3HOHN Ha ()OHE MAJIOH JKECTKOCTH O0YCIaBIMBACT CIOXKHOCTh U3TOTOBJICHHS JIaH-
HBIX JeTaneil. B crry HeoOX0MMMOCTH HOCTHKEHHS BEICOKOH TOYHOCTH (DOPMBI JaHHBIX MaHENEH MPoIiece WX MPOM3BOI-
CTBA TAK)KE OCTIOKHACTCS 32 CUET KOHCTPYKTUBHBIX OCOOCHHOCTEH — TOHKOCTCHHOCTH, HATHMIHS TTOAKPEIUIIONINX pedep u
MAaJTBIX 3HAYCHUH KPUBU3HBI, U1 JOCTH)KEHHS KOTOPOH HyKHa o0mas aeopMaIiis, COm3MepuMasl ¢ YIpyroi COCTaBIIs-
tormeit. Pesynbrater popmMooOpazoBaHus MaHENEH 3aBUCAT OT OOJBIIOTO KOJTHISCTBA B3AaNMOBIHUAIONINX (haKTOPOB, KOTO-
pBIe, B CBOIO OYepe.b, BIMAIOT Ha (popMUpOBaHHE HaNpsKeHHO-AehopmupoBanHoro coctosaus (HC) u ¢popmer nera-
neit. OMHUM 3 TIEPCTICKTUBHBIX METOJOB W3TOTOBJICHHS TAHHBIX JIETajel sSBISETCS MCIOIB30BAHNE METO/Ia TIOCAIKH pe-
oep. JaHHbII mpollecc MMPOKO MpuMeHsieTcst A hopmooOpasoBanus mpoduicii U 6anok. Mmeromuecs myOIuKanuu
METOJIMK pacuéTa peKUMHBIX IapaMeTpoB Mpollecca MOCcaku pedep MOHOIUTHBIX MaHeNel B HACTOSIIEee BPEMS UMEIOT
Masioe ocasmmeHne. lleas padorsl. CoBepieHCTBOBaHME METOIUK pacyeTa PeKUMHBIX IapaMeTpoB 00pabOTKH METaIOB
METOJIaMH JIOKaJIbHOTO IJIaCTHYeCKOro AeopmupoBanus. Ucnosnb3yembie MeToibl. KOHEUHO-3JIEMEHTHOE MOJIEINPOBa-
HHUE Tpolecca JIOKATBHOTO IIACTHYECKOro JeopMHUPOBaHUS Ha IpuUMepe mocaaku pebdep nanener. HoBusna. Konnen-
LUsL MOJIETMPOBaHusl (POPMOOOPa30BaHMsI MOHOJIUTHO-(PE3EPOBAHHBIX MaHeNel MeTogoM nocaky. IlpakTuyeckasi 3Ha-
4YuMOCTh. Pa3paboTaHHass KOHEYHO-3JIEMEHTHAsI MOJIENb TIPEICTABISIET COO0M BXOIHBIEC TaHHBIC [T pacdyeTa pPeKUMHBIX
rapaMeTpoB MpoIiecca MOcaaku pedbep MOHONUTHO-(hpe3epoBaHHBIX MaHenell. Pesyabrarsl. Pazpaborana MeTonnka mo-
CTpOCHHS M aHaJH3a KOHEYHO-3JIEMEHTHON MOJIENH C LIENBI0 OIpeIeICHIs BHYTPEHHNUX CHJIOBBIX (DaKTOPOB, BO3HUKAFO-
[IUX B MOHOJIMTHO-(hPe3epOBaHHBIX IAHEIISIX B MPOIIEcce X 00PabOTKH METOIOM TIOCAIKH.

Knrouessie cnosa: nocanka pedep maHeneH, macTuaeckoe neopMupoBanne, 00padoTka METaUIOB IaBJICHUEM, OCTa-
TOYHBIC HAMPSDKEHUSI, HAMPSHKEHHO 1e(hOPMUPOBAHHOE COCTOSIHHE
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STUDY ON A FITTING PROCESS OF LARGE-SIZED
MONOLITHIC PANELS
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Abstract. Problem Statement (Relevance). Large-sized monolithic machined panels are one of the most complicated
elements in the plane design. A set of large overall dimensions and variable camber of low rigidity determine difficul-
ties with manufacturing such parts. As it is required to achieve high accuracy of the shape of such panels, their manu-
facturing process is also complicated by structural features, namely thin walls, stiffening ribs and low camber, to whose
achievement total deformation should be proportional to an elastic component. The results of the panel geometry gener-
ation depend on many interdependent factors, which, in their turn, influence the stress and strain state and shape of
parts. One of promising methods of manufacturing such parts is a method of fitting of ribs. This process is widely used
for the geometry generation of sections and beams. Now, available methods for calculating mode parameters of fitting
ribs of monolithic parts are not enough covered in publications. Objective. The research is aimed at improving proce-
dures for calculating mode parameters of metal treatment by local plastic deformation methods. Methods Applied. Fi-
nite element modeling of a local plastic deformation process using the example of fitting of panel ribs. Originality. A
concept of simulation of the geometry generation of monolithic machined panels by a fitting method. Practical Rele-
vance. The developed finite element model represents input data for calculating mode parameters of the process of fit-
ting ribs of monolithic machined panels. Results. The authors developed a procedure for building and analyzing the
finite element model to determine internal force factors, occurring in monolithic machined panels during their fitting.
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BBeaenue

B coBpeMeHHOM aBHACTPOSHMH JUIA MOBBIIICHUS JKC-
IUTyaTallHOHHOTO pecypca M CHIKEHHs Beca IIaHepa ca-
MoJIeTa IIMPOKO MPUMEHSIOTCS KpYIMHOrabapuTHBIE MOHO-
JIUTHBIE MTaHeNnu. /laHHBIe JeTall XapaKTepu3yloTcs 00Ib-
IIMMH Ta0apUTHBIMH pa3MepaMy, IEPEMEHHON KPUBU3HON
1 HaJIMYMeM 3JIEMEHTOB BHyTpeHHEro Habopa B BHe pedep
B IIPOJIOJNIEHOM M TIOTIEPEYHOM HAIPABJICHHUH, OCIJIOXKHSIIO-
X mporecc GopmoobdpazoBanus [1]. Kinaccrdeckuii moj-
X0l K (hopMOOOPa30BaHUIO ITaHENeH, a IMEHHO IPeccoBast
ruOKa, OTIMYACTCS CPaBHHUTEIHHO BBICOKOH TPYIOEMKO-
CTBIO M B HEKOTOPBIX CITy4asX MOXKET MPUBECTU K BO3HHK-
HOBEHHIO OTPAaHKH WM TPeUH [2]. ANBTepHATHBHBIM CIIO-
co0OM TpHIAaHUS MPOCTPAHCTBEHHOH (HOPMBI TaHEIsIM
SBJISIETCS MCIIOIBb30BAHME METO/Ia JIOKAIBHBIX AehopMariii
pebep ¢ MOMOIIBIO TIPOLIECCOB MTOCAAKH MIIH PACKATKH.

Packatka pebpa — 3TO mpoliecc HeNpepbIBHON 00pa-
0OTKH ydyacTKa pedpa JeTand, Mpu KOTOpoM aehopMupye-
Moe peOpo 3aKMMaeTcs C PETyJIMPYeMbIM JIaBICHUEM I1a-
POl POIMKOB € IEepPEMEILEHHEM PACKaTHOTO MHCTPYMEHTa
3a cyeT BpalleHus ponukos. [lepemelieHue packaTHOro
WHCTPYMEHTa BJIOJb JehopMUpyeMoro pedpa 3a cyer ca-
MO3aTSATUBaHUS POIMKOB MPUBOAUT K €r0 YAJHUHEHHUIO U
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BbI3bIBACT (POPMHUPOBAHUE BBIMYKJIOH CO CTOPOHBI pedpa
noBepxHocty aetanu [3]. Iloaxonsl kK ompeneneHuo pe-
KHMHBIX [IAPAMETPOB B paMKax peasiM3ali KOMOUHUPO-
BaHHOT0 mporecca (HopMooOpa3oBaHus, COJEPIKAIIETO
omepamuy packatku pebep poirKamu U JpobeyaapHOro
(hopMooOpazoBaHus, MPHUBEIEHEI B padoTe [4].

ITocanka pedpa — 3TO mponecc JUCKPEeTHOH (MHKpe-
MEHTaJbHOM) 00pabOTKM ydacTka pedpa IeTaiu, IpH
KOTOpOM JiepopMHUpyeMoe pedpo MoABEpraeTcs CIOXKHO-
My Harpy>KeHWI0 — OJHOBPEMEHHOMY CIaBIMBAHUIO U
CBEJICHHUIO JIBYX Iap KOHTaKTHBIX HAaKJIaJIOK HHCTPYMEHTa
JUTSI TIOCQJIKH pedep.

Omnpenenenre 3aBUCHMOCTH TOJIY4aeMOil KPHUBHU3HBI
JeTan OT Je(OopMHUPYIOIIEro BO3ACHCTBUS SIBISIETCS
CJIOKHOM TEXHOJOTMYECKOH 3ajayeil, KOTOPYI0 MOXHO
peLINTh METOJOM KOHEYHO-3JIEMEHTHOTO MOJIEIUPOBa-
HUS TI0 aHAJIOTHH C PACKATKOM pojiuKamu [5].

KoHcTPYKTHBHO-TEXHOJIOTHYeCKHEe 0COOEHHOCTH
naHeJieii ¢ nonepeYyHbIM opedpeHuemM

Ha pwmc. 1 npencrasied oommii Bua KpynHoradbapur-
HOH MOHOJIMTHOW TaHEIW C TMONEepevyHBIMU pebpamu,
noxoasnel mox popMooOpa3oBaHHE METOIOM MOCATKU
pebep B HenAX MOTyISHNS OMEPETHON KPUBU3HBL.
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Puc. 1. O6mmii Buz aHeNu ¢ MoNepeyHBIME pedpaMu
Fig. 1. General view of the panel with transverse ribs

Jns mpoBeneHnss MOIENHPOBAaHUS KPYIHOTaOapuT-
HBIC MTAHENTH Pa30MUBAIOTCS HA MHOYKECTBO JICMEHTApHBIX
00pa3noB, a UMCHHO IUIACTHH C MOJIOTHOM (JIeTallb TaB-
poBoro cedenHus). ['eomerpudeckne GOPMBI THHHOMEP-
HBIX NIaHeJNeil MOTYT TocTHraTh JUIMHBI 10 30 M U GoJee u
JIEIISITCSL Ha CIIEYIOIINE TUIIbL:

e cpaBHUTENbHO y3kue (o 1000 mm) maHenu ¢ mo-
HOJIUTHBIM OpeOpeHHeM;

e 0o0ImMBKM NaHeneil Gonpioi mupunsl (1o 2500-
4500 MM) B BUJIE Pa3HOTOJIIUHBIX TUTHT C YCUJICHHUSIMH,

® KJIMHOBBIE IUIUTHI INUPUHON 0K0JI0 1500 MM.

[Narenn qaHHOTO THIIA MOKHO TPEICTaBUTH KaK COBO-
KYITHOCTh B3aHMMOCBSI3aHHBIX YYaCTKOB B BHE IOJOTHA C
pebpom (puc. 2), rne A — mupuHa TON0THA, H — TOMmIHHA
moJoTHa, L — jutiHa mootHa, B — BeicoTa pebpa, h — Toi-
muHa pebpa, R — paguyc ckpyriieHus..

BBuny TOro, 4ro MOHOJMTHBIE IIAHEJIU KOHCTPYK-
TUBHO TPEJCTaBIAIOT CO00il OOUIMBKY, MOJKPEIUICHHYIO
NPOJIOJBHBIMU peOpaMu JKECTKOCTH, M B Cllydae KOTraa
KECTKOCTh pebep NPEBOCXOIUT HW3THOHYIO IKECTKOCTh
MOJIOTHA, TaHelb ¢ OpeOpeHHeM pPaccCMaTpPUBAIOT dallle
BCEro Kak cUcTeMy OajioKk Ha YyHpyroM OCHOBaHHH, B Ka-
YeCTBE KOTOPOTO BBICTYIAET IOJIOTHO mMaHenu [6], wmc-
CJIeZIOBaHUE TIpoliecca MOCalKy esiecoo0pa3Ho Havyath ¢
OTIpeJIeTICHUs 3aBUCMOCTH KPHBH3HBI y4acTKa JETaJld B
BHZIC TIOJIOTHA C pedpoM OT IedOpMUPYIOMIETro BO3/ACH-
CTBHS TIpOIIEcCa MTOCAKH.

Teopeaneclcne OCHOBBI ITpo1ecca MmocaaKu

HccnenoBanus, npuBeAeHHbE B [7], OCHOBaHBI Ha
aHAINTUYECKUX pacdeTax MOTEHIWAIbHONW JHEPrHH Je-
(hopMHUpOBaHUSI MOHOJIUTHOM peOpUCTOl MaHeu. DHeprus

Puc. 2. Pa3MepHble mapaMeTphl SJIEMEHTAPHOTO 00pasiia
Fig. 2. Dimensional parameters of an elementary sample
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OITHOTO BO3IEHCTBHS IITaMIIa, HEOOXOIUMOTO s (popmo-
00pa3zoBaHUs TAHEN IBOWHON KPUBU3HEI C OpeOpeHHEM, C
3aJJaHHBIMH TIOTICPECYHBIMU M TPOJOJIBHBIMU PaJUyCaMH
KPHUBH3HBI, IMCET BH/T
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rae W, — sHeprus oagHoro BoszjedcTBus mtammna; a, b —
napaMeTpsl, ToIexaliue onpeaeneHuo; E — momysb
ynpyrocty; v — koadpdunueHT [Tyaccona; Fp — IDIOMIATh

onHOTO pebpa; €; — mponoibHas nedopManus pacTsiKe-
HUA-CKATHS I-r0 pebpa HmaHenu, paBHas IpPOIOJIBHON Je-
(dopManuy cpeMHHON MTOBEPXHOCTH IOJIOTHA MAHENU Ha
YPOBHE pacmojioxkeHus pedpa; 2N — odiee yuciao pedep
nanenu; l, 1 S; — COOTBETCTBEHHO MOMEHT MHEPLUHU U
CTaTHYECKUH MOMEHT cedeHHs pedpa MaHeau OTHOCH-
TEJIbHO HEUTPAJIBLHON OCH MOJIOTHA; I_ip — mumHa i-ro ped-

pa; K — nomyckaemasi oTHocuTenbHas aedopmanus; S —
dennumna neOpMHUPYEMOro yJacTKa MaHENH BIOJNb OCH
pebpa 1pu 0JJHOM TEXHOJOTHYECKOM BO3JIEHCTBHU.

B paborte [8] onuchIBarOTCS pe3yIbTaThl MOJCIHPOBA-
uust B cucteme ANSY'S mporiecca mocaaku pedep, comep-
JKalllie JlaHHble JedopMaruii, HanpsHKeHWH M IIPOrHOoB
oOpa3na raHeJM B MOMEHT JEHCTBHS Harpy3KH M MOCIe
caaTus. Cxema mporiecca IOCAJIKH, TPHUMEHseMast HpH
MOJICIMPOBaHUH, MPEICTABIIIONIAs U3 ce0sl CXeMy MecT-
HOIT TOKH, puBeaeHa Ha puc. 3, a. Pe3ynbraTel Moaenu-
pOBaHUS B BH/E BEIMYMHBI OCTAaTOYHBIX Jedopmaruii B
pe6pe TaHC/IW, BBI3BAHHBIX TMIPWIOKCHUEM MOMECHTa K
peOpy MOCIIe CHATHS HATPY3KH, TOKAa3aHbl Ha PHUC. 3, 0.

Pabora [9] mocBsimieHa WccIeNOBaHUAM IPOU3BOJI-
CTBEHHBIX IAapaMeTpoB Iporecca Kpadr-popmoBanws,
OIIPEICNICHUI0 TTPOM3BOJICTBEHHBIX CTpaTeruii o0paboTKH
METOZIOM HOCAJKH M Pa3BOJKH M HCIIOIB3YET PE3yJIbTaThI
WMUTAIMOHHON MOJIENIM TIpolecca IOCaaKn/pa3BoIKH,
co3ganHoi B mporpamMme PamStamp 2G. Cxema npouecca
MIOCaIKH/Pa3BO/KHY NIPUBEEHA Ha pHC. 4.
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a

Puc. 3. MoaenmupoBaHue mporecca Mocaaki METOJOM MECTHOU THOKH: a — cXeMa Harpy>KeHHs;

0 — pe3yIbTaThl MOJICITUPOBAHUSA

Fig. 3. Modeling of the fitting process using the local bending method: a is a loading diagram; 6 is simulation results
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Puc. 4. MoaenupoBaHue Ipoliecca MOCagKi METOJOM HaTypHOTI'O Harpy)KEHHUS: a — CXeMa HarpyKeHus;

0 — pe3yJbTaThl MOJICITUPOBAHUS

Fig. 4. Modeling of the fitting process using the full-scale loading method: a is a loading diagram; 6 is simulation results

Takum 00pa3om, GONBIIMHCTBO HCCIEAOBAHUUN MPO-
Lecca Iocajku pedep HampaBlIeHO HAa MOJEIUPOBaHHE
¢dopMon3MeHeHust obpasna 0Oe3 mHccleJoOBaHMS Harps-
JKEHHOTO W J1e(hOPMAIMOHHOTO COCTOSIHHSI CKaToi/pac-
TSHYTOH 00nacTy.

OO0opynoBanue 115 peaIn3aliy MPoHecca MoCaAKH

JlumepoM B 0ONacTH MPOU3BOJACTBA OOOPYHOBAHHSA
JUISL MECTHO# mocaaky siBiseTcs kommanus Eckold [10].

Ha pme. 5 npeacraBiieH CTaHOK Uil ITOCAJIKH/pas-
BOJIKM JIeTajieil Tuma moJjioTHa ¢ mojkpemienueM KF 675
(cm. puc. 3, a). Cxema mpoliecca MoCaIKy, peajandyeMast Ha
MIpeACTaBIEHHOM 000pyIOBaHNH, TIPHBEACHA Ha pHc. 3, 0.

JlaHHOE 00OpYJIOBaHHE MOXKET OCHAIIATHCS CMECHHBIM
HHCTPYMEHTOM (pHC. 6) 1st 00pabOTKH yroJkoB (puc. 6, a),
obomoyek (puc. 6, 6), mBewLIEPOB U TaBpoB (pHUC. 6, B)
[11] TommmumHOM 10 6 MM. OgHaKO 00pabOTKa TradapUTHBIX
MaHeleld Ha JaHHOM OOOpYIOBaHWH IIPEICTABISICTCS He-
BO3MOYKHOU BBHJy KOHCTPYKTHBHBIX 0COOCHHOCTEH.

[laTeHTHBIN aHANW3 pEIICHWA B OOJIACTH IOCAIKH
KOHCTPYKTHUBHBIX JJIEMEHTOB JeTalicii (phc. 7) mokasbl-
BaeT, 4TO OOJLITUHCTBO M300pETEHUH TPEACTABIACT U3
cebs HaOOpBI MATPHIl C YCTAHOBICHHBIMH B HUX ITaKeTa-
MH HaINpaBISIONINX KIHHBEB, KOTOPHIE YCTAaHABIUBAIOTCS
B KpUBONIMITHEIE Tpecchl. O0IIee KadyecTBO, CBS3BIBAIO-
miee Bce paspaborku kommanuu Eckold B oGmactu 000-
PYIOBaHUS JUIS TOCAIKH/Pa3BOJIKU, — 3TO BO3MOXHOCTB
00paboTKH NeTalel THIa MOJI0THA ¢ peOpPOM OTpaHUYCH-
HBIX Ta0apPUTHBIX Pa3MEpOB.

PaspaﬁoTKa KOHEYHO0-3JIEeMEHTHOI MoJe/u npouecca
CIUHUYHOI'0O HAI'PY'KEHUSA peﬁpa METOA0M IMOCAAKH

BXomHBIMU TaHHBIME [T TOCTPOSHHS MOJIEIH TPO-
1ecca MOCaIKH SBIISFOTCS:

— KHHEMAaTHYeCKas CXeMa HarpyXXarollero WHCTPY-
MEHTa;

— BeJNIMYMHA HArpy3KW, NCHCTBYIOIIEH Ha WHCTPY-
MEHT B Iporecce o0paboTKH;

— mapameTpbl M CBOWCTBAa MaTepHaia JeTald U WH-
CTpYMEHTA.

3a ocHOBY Oblila B3siTa KHHEMaTHuecKas cXema, -
poko wmcnons3yemass (upmoii Eckold, mokasannas Ha
puc. 8, a. [TpuHIMTT AEHCTBUS MHCTPYMEHTA JIJISl TIOCATIKU
pebep 3akiroyaeTcsi B OJIHOBPEMEHHOM BO3JICUCTBHU Ha
pedpo CXKUMAIOLICH MO TONMIIWHE FX W CTATUBAIOIICH
BIOJb pedpa Fy koMmnoHeHtamu Harpy3ku F (puc. 8, 6),
npuBOIANIeH K JedopManuu cxatus o0padaThiBaeMOro
yuacTka aeranu (puc. 9) M COKpaleHUIO OOIIeH JIMHEI
pedpa, dro Bieder 3a coOoil obmyro M3ruOHyr aedop-
MAIIHIO MTOJIOTHA.

Takum o0pa3oM, AJsl TMPOBEACHHS MOICTHUPOBAHUS
Obima paspaboTaHa cxeMa HWHCTPYMEHTa IS TMOCAIKH,
nmoka3anHas Ha puc. 10, a. Monens ynpomanacs myTemMm
co37aHusI 00O0JOYEUHBIX OOBEKTOB IO CPEAUHHBIM I1O-
BepxHOCTM [15]. Ha ocHOBe mpenoxeHHOH CXeMbI ObI-
Jla co3JjaHa KOHEYHO-3JICMEHTHAsI CETKa HaXKUMHBIX dJIe-
MEHTOB MHCTpYMeHTa st mocanku (puc. 10, 6) B cpene
ANSYS LS-Dyna.
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Puc. 5. Kpadr-dpopmep Eckold KF 675 (a), cxema nmocaaku pebep unctpymentom Eckold (6)
Fig. 5. Eckold KF 675 Kraftformer (a), a diagram of fitting ribs with the Eckold tool (6)

Puc. 6. O6paGoTka yrojkoB u TaBpoB (a), o6osouek (6), mBemiepos (B) na Eckold KF 675
Fig. 6. Processing of corners and tees (a), shells (6), channels (8) on Eckold KF 675

742

N

J

; NSa
T - \——
LA

a 0 B
Puc. 7. HCTpyMEHT 1U1s TPaBKU MIIM PACTSKKH JINCTOBOTO MeTasuia (a) [12], mHCTpyMeHT [yt popMooOpazoBaHus
ycToBoro Meraiuia (6) [13], mHCcTpyMeHT [yt popMooOpa3oBaHus JIUCTOBOTO MeTasula nitk npodueii (B) [14]
Fig. 7. Atool for leveling or stretching sheet metal (a) [12] (a); a tool for changing the shape of sheet metal (6) [13];
a tool for changing the shape of sheet metal or sections (8) [14]
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a 0

Puc. 8. Cxema Harpy>XeHusl, npuMeHsaeMas 1Jid oCTpOCHUA MOJCIN U KOMIIOHCHTBI HAI'PY3KHU F npu peajinusaluniu
Oonepanru nocaakunu
Fig. 8. The loading diagram used to build the model and load component F during the fitting operation

I'panuywl
deghopmuposanno2o
ceueHusl

Puc. 9. edopmarust cxxaTtus ygacTka AeTalld Ipu 00paboTKe METOIOM ITOCaIKU
Fig. 9. Deformation of compression of a section of a part during fitting

Puc. 10. OOmuii Bux MOIENN HAXKUMHBIX 3JIEMEHTOB HHCTPYMEHTA JUIA TIocaakH (a)
1 KOHCYHO-3JICMCHTHAasA MOICIb (6) 1 — Ha)KUMHBIE QJICMCHTBI; 2 — KIIMHOBEIC JJICMCHTBI;
3 — KOHTaKTHEIE HaKJIaIKH, 4 — OIIOPBI

Fig. 10. General view of the model of the pressing elements of the tool for fitting (a) and the finite element model (6):
1 is pressing elements; 2 is wedge elements; 3 is contact pads; 4 is supports
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[TapamerpupoBanie MOJEI BBIIOJIHSIIOCH B CIIEAY-
folIei mociaenoBatenpHocTH [16-18]:

— CO3/aHMe YNPYTOMIACTHIECKON MOJENN MaTepua-
na Juiss oOpabaThIBaeMO AeTany M abCOIIOTHO YIPYroit
MOJIETIH JIJIsl KOHTaKTHBIX HaKJa/Io0K;

— CO3JaHHE KOHTAKTOB  MEXKAYy  KOHTAKTHBIMHU
HaKJIaJKaMi 1 00pabaThIBaEMOM JeTajbl0 THIA «IIOBEpPX-
HOCTh — TIOBepXHOCTh» (surface to surface) ¢ ykazanmem
MIapaMeTPOB TPEHHS, ONIPEACIIIEMBIX 3KCIIEPUMEHTAIBHO;

— Cco3gaHue IeMI(pHPOBAHNUS;

— co3jmaHMe HarpyxeHus. HarpyxkeHue ocymiecTs-
JSUIOCH TYTEM 3aJaHus MEePEMEIlCHUH HAXKUMHBIX 3JIe-
MEHTOB C [IOCJIEAYIOILEN Pa3rpy3Koil;

— CO3/IaHMe TapaMeTpoB pacyera, TO €CTh HaCTPOU-
Ka peraresns B sIBHOW IIOCTAaHOBKE 3aJa4ll JHHAMUKH.

[TapameTpupoBanue moaenau Marepuana BOSmaT2 ms
obOpabateiBacmoii netanu: RO — maccoBast TUIOTHOCTh —
2850 kr/m*; E — momyns ympyrocti — 0,74-10° MIla;
PR — xos¢¢umment ITyaccona — 0,33; SIGY — Ilpenmen
Texydectd — 457 Mlla.

[MapamerpupoBanue Mozaenu matepuaia 19 s o6-
pabateiBaemoii nmeram: RO — MaccoBas IJIOTHOCTH —
2760 kr/m®; E — Mogyis ynpyrocta — 0,7-10° MITa; PR —
ko3 dunment Ilyaccona — 0,33; SIGY — npenen Tekyue-
cti — 300 MITa.

B kauecTBe nomymeHHs: MOJIENIb KOHTAKTHBIX HaKJIa-
JIOK OBLJTa oTIpesieieHa Kak aOCOII0THO yIpyrasi.

B xone skcnepuMeHTaNBHBIX UCIIBITAHUI OBUT Ompe-
nenéH  Kod(G(OUIMEHT TPEHHUS MEeXIy KOHTaKTHBIMHU
HakJIaJIkaMH U oOpabaTteiBaeMoii aetaibio Fs = 0,5.

HaxumHOe ycuive npuKiIaabBaeTCs Ha HAKUMHYIO
macTuHy pasmepamu 20x73 MM U pazMepaMu 3JIEMEHTOB

a

1x0,5 mm. K xaxknomy y3my JaHHOM MIaCTUHBI MpHila-
JKUBAIOTCS CUJIBI, CyMMa KOTOPBIX 9KBUBAJIECHTHA YCHIIUIO
BeMYMHOM B 25 T. ['paduk npriiokeHusT Harpy3KH IMoKa-
3aH Ha puc. 11.

100 L-OIHA Keyword deck by LS-PrePost

Harpyska, H

Bpewms, ¢

Puc. 11. I'paduk npunoxeHus: Harpy3Ku
Fig. 11. Loading chart

Pa3smMepHBIe mapamMeTpsl AIEMEHTapHOTO 00pasIa, MM:

e mupuna nosotHa A = 200;

e TOJNIIWHA MoJoTHA H = 2;

e jumHa rnosiotHa L = 90;

e BBICcOTA pedpa B = 38;

e TomuHa pebpa h = 5.

C ucronp30BaHUEM MPUBEACHHON PacueTHON MOICIH
ObLa BBHINOJHEHA CUMYJISLMS €AMHUYHOTO X0/a Harpyxe-
HUs Ae(OpPMHUPYEMON JleTalld MPU TOMOIIM Ha)KUMHBIX
9JIEMEHTOB MHCTPYMEHTA [T mocanku (puc. 12) mis matu
TUIACTHH C pa3HBIMH TONUHAMu pebep — 2,5, 3, 3,5, 4, 5
MM U aByx MarepuanioB BOSmaT2, J[19T u Obiin m3Mepe-
HBI OTHOCHTEJIBHBIC CY)KeHHUS epOpMUPOBAHHON 00IacTH
nociie pasrpysku (puc. 13).

0

Puc. 12. Pe3yabTaTsl MOAEIUPOBAHUS B BUE pacpeAeIeHNN HHTECHCUBHOCTH HanpsbkeHuil mo Musecy
JUISl y9aCTKOB JIeTaJICH THIA TaBpa (a) U MECTHBIX IUTacTHUecKuX Jedopmanmuii (0)
Fig. 12. Simulation results as the von Mises stress intensity distributions for sections of tee-type parts (a)

and local plastic deformations (6)
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o x

Y-length

- LS-DYNA keyword deck by LS-PrePast

A2|— T |

|
0.005

a

Puc. 13. M3mepeHnne cyxeHHs IO rpaHULaM 00JIACTH OCTATOYHBIX TUIACTUYECKUX JieopMannii (a)
U rpadMK pacCTOSIHUS MEXIY U3MepsIeMbIMU y3iaMu (0)

Fig. 13. Measurement of narrowing along the boundaries of the area of residual plastic deformations (a)
and a graph of the distance between the measured nodes (6)

AHanu3 pe3y1bTaTOB MOJEIUPOBAHMSA

ITo pesynapratam paboTBHI MOXHO c(OpMYyITHPOBATH
CIEIYIONIHE MOJIOXKECHHUS:

— pa3Mepsl KOHEYHBIX AIJIEMEHTOB JICTAIIH, OOCCIICUH-
BaIOIIMX ONTHUMAILHOE COOTHOIICHHUE BPEMEHH PAacieToB U
aJICKBaTHOCTH KapTUHBI OCTATOYHOIO HAIPSDKEHHO-JIehop-
MHUPOBaHHOT'O COCTOSIHMSA JI€Tal, cocTaBisitotr 0,5-0,7 MM3;

— pacueTHas BeJIMYMHA HArpy3KH Ha HaKUMHBIE
AJIEMEHTHI TIpu 00paboTKe NeTamu ¢ TOIIIUHON pebpa 5
MM JIOCTUTAIOT 25 T, YTO MOATBEPKAAETCS JTAaHHBIMU JHC-
CepTalMOHHOTrO uccieaoBanus [9] (puc. 14);

— OJHOTO JIOKAJILHOTO BO3AEHUCTBHUS HEIOCTaTOYHO
IUTA TIOJTydeHHsT 3HAYMMON KOMIIOHCHTHI KPWUBU3HBI Ha
KOHCTPYKTUBHOM d3JieMeHTe netanu [19]. [Toatomy Tpe-
OyeTcss TPUMEHATh HUTEPAMOHHYIO OOpabOTKy ydacTka
netanu [20].

3akiouenue

B COBPEMEHHOM MHUPE BAXKHOCTH COBEPIICHCTBOBAHUA
METOJIOB pacdeTa PeKMMHBIX MapaMeTpoB 00paboOTKU Me-
TaJJIOB CTAHOBUTCS Bce OoJiee akTyalabHOU. B maHHOI pa-
0oTe uccieayeTcss METO] JIOKaJbHOTO TUIACTUIECKOTO JIe-
(hopMHUpPOBaHUS HA OCHOBE KOHEUYHO-IJIEMEHTHOTO MOjIe-

03 LS-DYNA keyword deck by LS-PrePost
= ~ = - . i

0.25- oL T SR S SRV |
T
S 02+ I
[ -
g g
@ 015 S
T o
>
[XBS
0.05-+
0 H |
o 0.002 0.004 0.006 0.0
Bpewms, ¢
a

JIMPOBaHMs NpOIecca MOCaaku pedep KpymHorabapuTHBIX
naHeneid. PazpaboranHas B cpese KOHEYHO-3JIEMEHTHOTO
MonenupoBanus u aHanmuza ANSYS LS-Dyna monens
Iporiecca IMOCaJKH MO3BOJSET OIEHWTh HAMPSHKEHHO-
J1ehOpMUPOBAHHOE COCTOSHHE U CHJIOBBIC IapaMeTpshl
Harpy>keHus JIOKaJIbHOTO y4acTKa JeTalH.

HoBu3Ha HccenoBaHUS 3aKIIOYAETCS B pa3padoTke
KOHLETIINM U METOJVKH MOJIEIMPOBaHUA (HOopMOoOpas3o-
BaHWS MOHOJHUTHO-(PE3EPOBAHHBIX IaHEIEH METOJ0M
nocanku. [lomydeHHble TaHHBIE MO3BOJAT 0o0jJee TOHKO
M3Y4IHUTh IPOLECC MOCAIKH, YTO B MIEPCIIEKTUBE JaET BO3-
MOXHOCTh IPOTHO3MPOBATh M YIPABIATH HANPSHKEHHO-
JeopMUPOBAaHHBIM COCTOSTHHEM JAETaJel Ul JOCTHXKe-
HUSI MaKCHMAaJIbHOH IPOU3BOAUTEIBHOCTH M TOYHOCTH
nponecca. BuimonHeHHas paboTa SABIACTCS OTIPaBHOM
TOYKOH Ul KOMIUIEKCHOTO MCCIIEIOBaHMs Mpolecca Mo-
cajku pedep, BKIIOYAOIIETO UCCIIeI0BaHUEe KOHTAKTHBIX
B3aUMOJEHCTBUM J€Talu U UHCTPYMEHTA, KOHCTPYKTHB-
HBIX OCOOEHHOCTEH WHCTPYMEHTa, pa3pabOTKH METOAWK
WHKPEMEHTAJIBHOTO HarpyxeHus. sl TOJHOLEHHOTO
aHanM3a TpedyeTcs JajbHeiee ucciieoBaHle, KOTOpoe
MO3BOJIUT YIIIyOWTH IOHUMaHHE IIPOIecca W MOBBICHTH
3(h(HheKTHBHOCTh METOTHK.

220

= ¥ =103,32x - 22221

180

160

140

120 +

100

B0 -+ . T . T i

215 22 22,5 23 23,5 24 245
Mopava, Mm
0

Puc. 14. BenmunHa Harpy3ku npu o0paboTke JIeTaiy ¢ TONIIMHON pedpa 5 MM (@) 1 pe3ynbTaThl
MOACINPOBAHUA [9] B BUAC 3aBUCUMOCTHU YCUJIMA OT IMOJAa4U BEJINYUHBI XO04a HAJKUMHOT'O 3JICMCHTA (6)
Fig. 14. Structural load when processing a part with a rib thickness of 5 mm (&) and simulation results [9]
as a relation between force and the feed of the stroke of the pressing element (6)
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