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Annomayun. AKTyaIbHOCTH padoThl. L{unmHApHYeCKre MaIOKECTKHE U3JeNUsl UMEIOT IINPOKOe NPUMEHEHHE B Ma-
IIMHOCTPOSHUH B KauecTBE 3arOTOBOK JUIS M3TOTOBJIEHUS JEeTajel TUIIAa BaJIOB, OCEH, IITOKOB, IITAHT U Jp. YIpPOUHe-
HHE JleTalell sSBJIAeTCS OJHUM U3 KIFOUYEBBIX METO/OB MOBBILICHHS JKCILTyaTallMOHHOW Ha/IC)KHOCTH H JIOJTOBEYHOCTH
TaKUX TUNOB AeTand. [IpuMeHeHne MeToa YIpOYHEHHS TOBEPXHOCTHOTO MIACTHIECKOTO Ae(hOPMHUPOBAHNUS TTO3BOISIET
(opMupoOBaTh OIATONPHUSITHOE HANPSHKEHHO-1e(OPMUPOBAHHOE COCTOSIHHUE B TIOBEPXHOCTHOM ciioe netaneil. B Mpkyt-
ckoM HUTYVY pa3spabotaHsl criocoOB! IPaBKH M YIPOUYHEHUS HEXKECTKHUX JeTalel, OCHOBaHHBIE Ha MONIEPEYHON OOKaTKe
IIaJKUMHE inTaMi. OTIHYRe 3THX CHoCO00B 3aKiI0vaeTcs B reoMeTprueckoil popme pabodero macrpymenta. Hempa-
BIJIBHBII BBIOOP '€OMETPUUYECKHUX MapaMeTPOB MHCTPYMEHTA MOXKET MPHUBECTH K HEPAaBHOMEPHOMY YIPOYHEHHIO, JIO-
KaIbHBIM KOHLICHTPAIMSIM HANPSHDKEHWH M, KaK CIEJICTBHE, K 0OpPa30BaHMIO TPEIIMH, OCTATOYHBIX Ae(OpMAIMH HIH
cHmxkenuro 3¢ ¢dextuBHocTH nponecca. lleab pagorbl. [lo pesynbraTaM aHanmM3a HanpspKEHHO-AE(HOPMHPOBAHHOTO
COCTOSIHHS B 30HE JIe()OpMalMU ¥ OCTATOYHBIX HANPSHKEHUH B YIPOYHEHHBIX JICTASIX BBIOpATh U 000CHOBATh BEIUYH-
Hy yTia KJIMHOBOTO YYacTKa IUIOCKHX IUIUT, KOTOPHIH oOecrieunBaeT HEOOXOAMMOE KaueCTBO YNPOYHEHHOI'O CIOS.
Hcnonb3yemplii Metoa. C noMomipio nporpaMmMHoro odecrneuenus st 3D-npoekruposanus (Solid work 2019) u BbI-
YHCIUTEIBHOTO MozeaupoBanus (Ansys workbench 19.2) moctpoeHa Mozesb mpolecca YupouHSHHs [ATHHAPUICCKOM
JIETIN TUIOCKMUMHU MHCTPYMEHTaMHM JUIS pacdyeTa W OLEHKH HaIpsKeHHO-1e(OPMUPOBAHHOE COCTOSIHUSI 3arOTOBKH B
30He JeopManny M OCTATOYHBIX HANPSDKEHUH B TOTOBBIX JeTalsiX. Pe3yabTaTsl uccaenoBanusi. Ha ocHoBe ananmza
PE3yNbTaTOB KOHEYHO-3JIEMEHTHOT'O MOJICIIMPOBAHMS YCTAHOBIICHO PAIlOHAJIBHOE 3HAYCHHE yIJla KIMHOBOTO ydacTKa
IUIOCKHX TIINT, paBHOe 45°. IIpu TakoM 3Ha4eHUH yIila MaKCUMaJIbHOE BPEMEHHOE HAIpPSDKEHHE B IIPOIECCE YIPOYHe-
HUSI IOCTUTaeT BEJIMYUHY MEHBIIIE, YeM IMIPEAEN MPOYHOCTH MaTepHalla, YTO 00eCIeynBaeT yIpoyHeHHe 0e3 BO3HUKHO-
BEHMs Ha MOBEPXHOCTH 3arOTOBKH TPEIIWH, a TaK)Ke PaBHOMEPHOE PACHPENeNICHHE OCTATOYHBIX HANPSDKEHWH Ha I10-
BepxHocTH. [IpakTHyeckast 3HAaYUMOCTD. [Ipe/ioKeHHbIE pe3yNIbTaThl UCCIICIOBAHNS MMEIOT BAXKHOE MPAKTHUECKOE
3HAa4YEHHUE IS MTOBBIIICHHUS Ka4eCTBA YIPOUYHIEMBIX JeTaneld. YCTaHOBICHHOE PALMOHANBHOE 3HAUEHHE YIila KJIMHOBO-
ro y4acTKa INIOCKUX IUIUT (45°) 1mo3BoJIsieT MUHUMHU3UPOBATh PUCK 00pa30BaHMs TOBPEXKICHUI 1 OCTaTOUHBIX Jeop-
Malui UIHHIPHYECKHUX JeTallell MPH UX YIIPOUYHEHUH. DTO CIIOCOOCTBYET YIYUIIECHHUIO SKCIUTyaTallMOHHBIX XapaKTe-
PHUCTHK HEXXECTKHUX JAeTasieil, 00ecriednBas NX MOBBIIICHHYIO JOJITOBEYHOCTh U HA/IE)KHOCTD B IPOIIECCE IKCILTYaTAIIH.

Knwueewvie cnosa: YIIPOYHEHUE, HOBCpXHOCTHHﬁ CHOI>'I, KIIMHOBBIC TUIMTBI, TPAMOYT'OJIbHBIC IIJIATBI, HANPSXKECHHO-
,He(I)OpMI/IpOBaHHOG COCTOSIHHUE, MPEACIT TCKYUCCTH, rny61/1Ha IJIACTUYECKOM ﬂeq)OpMaIlI/II/I
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SELECTION AND JUSTIFICATION OF THE ANGLE VALUE
OF THE WEDGE SECTION OF FLAT PLATES UNDER SURFACE
PLASTIC DEFORMATION

Zaides S.A., Bui M.D.
Irkutsk National Research Technical University, Irkutsk, Russia

Abstract. Relevance. Cylindrical low-rigidity products are widely used in mechanical engineering as blanks for manu-
facturing parts such as shafts, axles, rods, bars, etc. Hardening of parts is one of the key methods for increasing the op-
erational reliability and durability of such types of parts. Application of the method of hardening of surface plastic de-
formation (SPD) allows forming a favorable stress-strain state (SSS) in the surface layer of parts. Irkutsk NRTU has
developed methods for straightening and hardening of non-rigid parts based on transverse rolling with smooth plates.
The difference between these methods lies in the geometric shape of the working tool. Incorrect choice of geometric
parameters of the tool can lead to uneven hardening, local stress concentrations and, as a consequence, to the formation
of cracks, residual deformations or a decrease in the efficiency of the process. The objective of the work is to select and
justify the angle of the wedge section of flat plates, which ensures the required quality of the hardened layer, based on
the analysis of the SSS in the deformation zone and residual stresses in the hardened parts. Method Applied. Using 3D
design software (Solid work 2019) and computational modeling (Ansys workbench 19.2), a model of the process of
hardening a cylindrical part with flat tools was built to calculate and evaluate the stress-strain state of the blank in the
deformation zone and residual stresses in finished parts. Result. Based on the analysis of the results of finite element
modeling, a rational value of the angle of the wedge section of flat plates was established equal to 45°. With this angle
value, the maximum temporary stress during hardening reaches a value less than the tensile strength of the material,
which ensures hardening without the occurrence of cracks on the surface of the blank, as well as a uniform distribution
of residual stresses on the surface. Practical Relevance. The proposed research results are of great practical importance
for improving the quality of hardened parts. The established rational value of the wedge section angle of flat plates
(45°) allows minimizing the risk of damage and residual deformations of cylindrical parts during their hardening. This
helps improve the performance characteristics of non-rigid parts, ensuring their increased durability and reliability dur-
ing operation.

Keywords: strengthening, surface layer, wedge plates, rectangular plates, stress-strain state, yield strength, depth of
plastic deformation
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HIMPOKO HCIIOJIB3YIOTCA PpPa3/IMYHbIC TCEXHOJIOTHUHU 06pa—
6OTKI/I, HallpaBJICHHbBIC Ha YBCIWYCHHC HOBerHOCTHOﬁ
TBEPAOCTHU U YITYUIHICHUC MCXAHHUYCCKUX XapaKTCPUCTUK
MaTepHraJioB. O,I[HI/IM H3 NEPCIICKTUBHBIX METOHOB ABJISA-

BBenenue

]_[I/IJ'II/IH,I[pI/I‘{eCKI/Ie MAJIOXKECCTKHUE M3ACIIHUA HMCIKOT
IIUPOKOEC NPUMCHCHHUE B MAINIMHOCTPOCHHU B KA4CCTBC

3aroTOBOK JUIS U3TOTOBJIEHUS JeTalel Tuna BajaoB, OCeH,
IITOKOB, WITAHT U 1p. [1-3]. OHK BO MHOIOM ONpPEACIAIOT
pecypc MamMH M MexXaHu3MOB. OOBIYHO MallOKECTKHE
JIeTaIy CIOXKHBI B U3TOTOBIEHUHU, TAK KaK HE BBIIEPIKU-
BalOT OOJBINIMX CHJIOBBIX M TEPMHUYECKHX Harpy3ok. Ho
camoe TJIaBHOE, TI0CJIe M3TOTOBJICHUS TaKUX JeTajei OHU
TEPSIIOT CBOIO NMEPBOHAYAIBHYIO (hopMy HOJ JeHCTBHEM
JTa)kKe HE3HAYNTENFHBIX OCTAaTOYHBIX HANPSDKEHUH, KOTO-
pBle HeM30€XHO BO3HHMKAIOT B IPOIlECCE MX MEXaHWYe-
CKOHW M TepMHuuecKoii 00paboTku. [1oaToMy Ha 3aKITIOYH-
TENbHOM CTaJAMU U3rOTOBIEHMS TaKUe AETalu HoJBepra-
10TCs mpaBke [4-6].

VYnpouHeHue Aeraneil SBIIEeTCS OJHUM U3 KITHOUYEBBIX
METOJIOB TOBBIIIEHHS 3KCIITYaTallHOHHON HaJleXKHOCTU U
JIOJITOBEYHOCTH AeTanied MamuH [1]. B mammHocTpoenuu

88

€TCA YOPOYHCHUC NUIMHAPHUYICCKUX 3arOTOBOK C IIPUME-
HEHHEM MOBEPXHOCTHOTO IUIACTHYECKOTO ae)OpMHpPOBa-
aus (ITI1JI), koTopoe mo3BOJsIET (GOpPMUPOBATH Oyaro-
NPHUATHOE HANPSHKEHHO-IE(POPMHUPOBAHHOE COCTOSHHE
(HAC) B moBepxHOCTHOM ciioe jeraneii [7, 8].

B mocnenHee BpeMsi B HAy9HOM cooOlecTBe HabIIko-
JIaeTCsl 3aMETHBIN BCIUIECK MHTEpeca K METOJaM IIOBbI-
IICHHUS [IOBEPXHOCTHOM HPOYHOCTH [eTajeidl MalliH |
obopynoBanus. IloMCK  METOJOB  MOBEPXHOCTHOTO
YIPOYHEHHSI OCHOBAaH Ha BO3MOYKHOCTH 3HAYHTEIBHOTO
HPOJUICHHUS. CPOKA CITY)KObI U TIOBBIIIEHHS 3KCIUTyaTaIlH-
OHHBIX cBOMCTB m3genuit [9]. B MpkyTckoM HalMoHaNb-
HOM HCCIIe/IOBATEIECKOM TEXHHYECKOM YHHUBEPCHTETE
pa3pabaThIBalOTCsl HOBBIE CIOCOOBI WM YCTPOWCTBA ISt
MPaBKH M YIPOYHCHUS HEKECTKUX IMINHIPHYCCKHX JIe-
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Tayel Tuma BajioB U oceil. Crocod MpaBKu U yIIPOYHEHUS
B OJIHOM TEXHOJIOTMUYECKOW OMepaIiy, TEXHUYEeCKas HO-
BH3HA KOTOPOTO TOATBEpKJcHA MareHTaMu P® Ha m300-
pererus [10, 11], mpeqHasHayeH B OCHOBHOM IJisi o0Opa-
OOTKH JeTajiell M3 IUIACTUYHBIX METAJIJIOB M CIUIABOB.
PaspaboTanHble criocoOBI OCHOBAaHBI Ha OOKAaTKe JIeTaeit
TMAAKAMHA  1omuTaMud. K mpemMymmecTBaM — IUTOCKO-
00KaTHOTO YCTPOWCTBA OTHOCSTCS HPOCTOTA M3TOTOBIIEC-
HUS ¥ HU3Kas CTOMMOCThH IUIOCKOTO WHCTPYMCHTA, CTa-
OMIIBHOE TMOJIOKCHHE JETall Ha IUIOCKOCTA MHCTPYMEH-
Ta, BBICOKAsi CTOMKOCTh pab04Yero HHCTPYMEHTA, BEICOKAs
MPOU3BOIUTEIBHOCTh. Tak Kak pabOunMii MHCTPYMEHT
BBINOJIHEH B BUJE IUJIOCKUX IUIMT, TO MOXKHO YIPOYHSTH
Jlake BeChMa TOHKHUE IWIMHIPUYCCKUC JCTAIH TUIA Ba-
7oB u oceif [12, 13]. IIpuHOINTIHATBHBIE CXEMBI CITIOCOO0B
YOPOYHCHHS IMITHHIPHICCKON IeTalli MPEICTaBICHBl Ha
puc. 1.

0

Puc. 1. Crtoco0b1 ynpouHeHHsT HEXKECTKON IHITHHIPUIC-
CKOM 3aroTOBKH. a — MMpAMOYTOJIBHBIMU TJIUTaMU;
0 — KIIMHOBBIMHU ITUTUTaMHK; 1 — BEpXHsIs TUTNTA;
2 — HYDKHSS TUINTa; 3 — 3ar0TOBKA

Fig. 1. Methods of strengthening a non-rigid cylindrical
workpiece: a is rectangular plates; 6 is wedge
plates; 1 is upper plate; 2 is lower plate;
3 is workpiece

3aroToBKy KJIAAyT MEXAY IUIUTAaMU U CXKUMAIOT CO
CTOPOHON BepXHEH IUIUTHL. Y IPOYHEHHE 3arOTOBKH OCY-
LIECTBJIAECTCS 3@ CYET JBIXKEHUS B TOPHU3OHTAILHOM
HampaBJICHUU BepxHed MIuThl. Pa3Hula Mexnay 3TUMU
crmoco0amMM  3aKJIIOYaeTCsl B TEOMETPHUYECKOH (dopme
YOPOYHSIIOIIMX WHCTpyMeHTOB. KnmHOBass ¢opma B OT-
JIUYHWE OT TPSMOYTOJBHBIX IUIUT TMO3BOJIAET YIPOUHITH
Jlake MCKPHBIICHHBIE 3arOTOBKH 0€3 MpelBapUTEIILHOM
npaBku. Jto otnuune BiauseT u Ha HJAC nmeranu B mpo-
[ecce yMpPOUYEHUsS M 3TO HEOOXOAWMO YYHUTHIBATH MPH
BEIOOpE TCOMETPUH WHCTPYMEHTAa. BaXHBIM acIeKTOM
JIAaHHOTO TIpoliecca SIBISIETCSl PaBHOMEPHOCTh pacipelie-

JIeHUs! HanpsbKkeHuit 1 nedopmanuii B 3arotoBke. Herpa-
BWJIBHBII BBIOOP T€OMETPHYECKUX MapaMEeTPOB ILIUT MO-
JKET TPUBECTH K HEPAaBHOMEPHOMY YNPOYHEHHIO, JIO-
KaJIbHBIM KOHIIGHTPAIMsAM HANpsDKEHUH M, Kak CJeq-
CTBHE, K O0pa30BaHMIO TPEIIWH, OCTaTOYHEIX Aedopma-
U WM CHIDKEHHIO 3((EKTUBHOCTH IpoIiecca.

Hemnpb paboTsr: o pesympratam ananmmza HJIC B 30He
nedopmanuy ¥ OCTATOYHBIX HANpPsDKCHWH B YIMPOYHEH-
HBIX JIeTIsAX BBIOpaTh W OOOCHOBAaTh BEIMYHMHY YyIJa
KJIMHOBOTO y4acTKa IUIOCKUX IUINT, KOTOPHIH obecreyn-
BaeT HEOOXOJMMOE Ka4eCTBO YIPOUHEHHOIO CIIOL.

Metoa ucciaeg10BaHus

Jlns vccnenoBaHus BIUSIHUSL TEOMETPHYECKUX Tapa-
MeTpoB paboyero mHCTpyMeHTa Ha HJIC moBepxHOCTHO-
ro Ciosl LWIMHAPHYECKUX JeTajeld ObLT MCIOJIb30BaH
MeToJ KOHeuHBIX n1eMeHToB (MKD), koTopbIil mo3Boss-
et yucneHno onpeaenuts HJC neraneii B ouare medop-
Malud U MakCHMallbHYI0 WHTEHCHBHOCTH BPEMEHHBIX H
OCTaTOYHBIX HANPSIKEHUH U SBISAETCS YAOOHBIM METOIOM
MPE/ICTABIICHUS CJIOXKHOTO MOBEACHHUA MaTepHasia IIyTeM
TOYHOTO OTPAXEHHS (U3MUECKHUX SBICHHH C ITOMOIIBIO
muddepeHInaIbHbIX ypaBHeHUH [14]. [Ipumenenune dmc-
JICHHOTO MOZEIHNPOBAHUS JAaeT BO3MOXKHOCTH BBISBUTH
ONTHMAJIbHBIE MapaMeTpbl 00pabOTKM 0Oe3 HpOoBeACHUS
JIOPOTOCTOSAIIMX 3KCIEPUMEHTAIBHBIX WCHBITAaHUM, a
TaKKe IpelcKa3aTh NOTCHIHAIbHBIE Je(EeKThl, BO3HUKA-
IOIIMe MpPHU HEpPaBHOMEPHOM paCIpeAeiICHUN HaIpsiKe-
Hui [4].

HccnenoBanus NpoBENeHHI B TNPOTPAMMHOM KOM-
wriekce ANSYS Mechanical nmpu ucroap30BaHUU MOIYIIS
Transient structural. B kadecTBe 3aroToBOK ObLIH HC-
MOJIb30BaHbl IMHpUYECKHe 00pasisl auamerpamu 10
u 20 mM. B kagecTBe MaTepuana 3aroTOBOK ObLiIa BBIOpa-
Ha yriiepojucTas KOHCTpYKIMOHHAs cTanb Ct3 (ympyro-
nIacTHYecKui, Moayns ympyroctn E = 1,8:10° MIla;
ko3 dunuent Ilyaccona p = 0,3; nuarpamma aedopmu-
poBaHMsl MaTepuasna — OWIMHEWHas, NpejieNn TeKy4eCTH
o, = 255 Mlla, npenen npouHoctu o, = 480 Mlla, mo-
Iynb yrnpouHeHus Er = 1,45-10° MlIla). B kagecTBe Ma-
TepHana, UCIOIb3YEMOT0 /I KIMHOBBIX IUIUT, IPUMEHe-
Ha KOHCTPYKUHOHHAS CTajb BBICOKOW IIPOYHOCTH H
xectkocTd. [Ipn MonenupoBaHuK pabOUMi WHCTPYMEHT
NPUHAT Kak a0CoJOTHO >kecTkoe Teno. Koaddunment
TPEHHs KaueHHMs JUISl Mapbl CTalb-CTalb B 30HE KOHTAKTa
3arotoBkH ¢ mutamu f = 0,05. [Ipu MoaenupoBanuu Juis
MOCTPOEHUS CETKM KOHEUHBIX JJIEMEHTOB HCIOJIb30BaH
crpaBoyHHUK nporpammbl Ansys 19.1. C yaetom MexaHu-
YECKOT0 B3aMMOJAEHCTBHSI 3aTOTOBKHM M3 CTalu ¢ abco-
JIOTHO XECTKUM TEJIOM HPHHSATHl KOHEUHBIE 3JIEMEHTHI
TeTpa’dapuyeckoro tuma. CeTka HMCIOIB30BaHA C MOCTO-
STHHBIM Pa3MepOM KOHEYHOTO 3JeMeHTa (B JaHHOM ¥HcC-
cinenoBanuu 0,5 MM) W OJHOTO THIA IO BCEMY OOBEMY
3arotoBk. KoHe4YHO-31€MeHTHas MOJEeb mpouecca mMo-
Ka3aHa Ha puc. 2.
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Puc. 2. KoneuHo-sneMeHTHas MOJECIb Ipouecca YIPpOUHEHU S I_II/IHI/IHlePI‘IeCKOﬁ 3aroTOBKH KJIMHOBBIMU IINIMTAMU
Fig. 2. Finite element model of the process of strengthening a cylindrical workpiece with wedge plate

OCHOBHBIMU TIapaMeTpaMH Tpoliecca SBISIOTCS Be-
JIUYMHA OTHOCHTEIHLHOTO 00kaThsi 3aroTtoBku Q, cko-
pOCThb JBIDKEHHUS BepxHeW mumthl V. Jlyg omnpeneneHus
BIHMSIHUSA yIiia KirHa miockux it B Ha HJ[C 3arotoBku
B HCCJIEOBAaHUU J3TH MapameTpbl MPUHATHI MOCTOSHHBI-
MH, a 3HAUCHUs [} MEPEeMCHHBIMH. 3HaueHHsS O0a30BBIX
mapaMeTpoB M PEKHUMOB IIPOIECCa YIPOYHCHHS TIPeI-
CTaBJIEHBI B TA0JIHLIE.

Tabnuma. ba3oBrie mapaMeTpsl U pexKUMEI IIpoIiecca

YIPOYHEHUS
Table. Basic parameters and modes of the hardening
process
Huametp JmmHa Cropocth Bennuanna
JBUMXKCHUS
3aroTOBKH 3aroTOBKH |, BepXHeit OTHOCHUTEJIIBHOT'O
D, mm MM P obxarus Q, %
IIJTUTHI V, MM/C
10, 20 120 10 1%

I'eomeTpuueckast hopmMa KIMHOBOTO y4acTKa TUIMTHI
npejacTaBieHa Ha puc. 3. OCHOBHBIM I'€OMETPUYECKHM
rapaMeTpoM IUIUTHI sBIsieTcs: yrou kiuHa f. [Ipu ynpou-
HEHUW JieTajleil MJIOCKMMHU INPSIMOYTOJbHBIMU ILTUTAMU
(puc. 1, a) 3HaveHwue B paBHo 90°.

{
b

1

gowodogo-u

Puc. 3. 'eomerpuueckas ¢popMa KIMHOBOTO yJacTKa
IIJINTBI
Fig. 3. Geometric shape of the wedge section of the plate

3aroroBka amuHO# | U auamerpom D pacmonoxxeHa
MEepPBOHAYAIPHO Ha YYacTKe TUIMTHI IMIUPHHOH D 1 coBep-
maeT N 000pPOTOB HA KIMHOBOM YYacTKe IJIsl YIPOYHEHHS
BCEH MOBEPXHOCTH 3aroTOBKU. 3Ha4yeHue D GbUTO B3SITO
o pe3ynbTaTtaM uccienoBaHus [4] u cocraBmsgeT 40 MM
JUIsL 3arOTOBOK ¢ ManbeiMu auamerpamu (10, 20 mm), a
BEJINYMHA N oInpeaensercs no Gpopmyie

N I-b )
2z Dtgp
ITo hopmyne (1) mocTpoeHa 3aBUCHMOCTL MEXKIY KO-
JIMYECTBOM OOOPOTOB 3arOTOBKH M YIJIOM KJIMHOBOIO
YYaCTKa [PH Pa3HbIX AUAMETPAIbHBIX pa3Mepax 3aroToB-
ku (puc. 4).

n
4
D=10MMm
3
D=20MM

2
1
i}

15 30 45 60 75 B.°

Puc. 4. 3aBUCHUMOCTB KOJIMYECTBA OOOPOTOB 3arOTOBKH
OT BEJIMYHMHBI yIJia KIMHOBOT'O Y4acTKa IUTHT

Fig. 4. Dependence of the number of workpiece revolu-
tions on the value of the angle of the plates wedge
section

U3 puc. 4 ciemyer, 9T0 KOJIMYECTBO 0OOPOTOB 3aro-
TOBKHM Ha KJIMHOBOM YYacTKe IUIMT HaXOJUTCS B 0OpaTHOM
3aBHCHUMOCTH OT BeJIMUMHBI yriia f3. IIpu onuHakoBo# reo-
METpUUYecKOH (hopMe IUIUT YeM MEHBIIE THaMETp 3aroTOB-
KH, TeM OOJIbIIIe KOJMIECTBO 0OOPOTOB OHA COBEPIIAET HA
KJIMHOBOM y4JacTKe. MaJblii yroi IimTH 3 obecreyuBaeT

BecmHuk MI'TY um. I'./. Hocoea. 2025. T.23. Ne3
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BO3MOKHOCTh ~ YIIPOYHEHHUS] 3arOTOBOK C JOCTaTOYHO
OOJBIION HAYaLHON KPUBHM3HOW, HO JUIS YIMPOYHCHHUS
BCEH IMOBEPXHOCTH 3aTOTOBKA JOJDKHA COBEPINUTH JOCTA-
TOYHO OOJIBIIIOE YHCIIO 0OOPOTOB, YTO CBSA3AHO C BO3MOXK-
HOCTBIO TIEpeHaKJiena MaTepuana. bosbmoi yrom B wc-
KIIFOYaeT MEepeHaKJIT MOBEPXHOCTHOTO CIIOS, HO HE M03-
BOJISICT YIPOYHHUTH UCKPUBIICHHBIC JTETAJIM.

Pe3yJIbTaTI)I KOMIIBIOTEPHOI0 MOJ1€/IMPOBAHUA

Jiisi oumeHKH HampsbKeHHO-Ie()opMHUPOBAHHOTO CO-
CTOSIHUS B Pa3HBIX TOYKaxX NWIMHIPUIECKOTO obOpasma
OTIpeNieIeHl MHTEHCUBHOCTD BPEMEHHBIX M OCTaTOYHBIX
HamnpsDKeHUH Gj, HHTCHCUBHOCTh OTHOCHTENIBHOH aedop-
MaIliH C Y4€TOM IJIaBHBIX KOMIIOHEHT TE€H30pa HalpsbKe-
HUH 1 1edopMaluii o OCsIM KOOpP/MHAT.

o, Z\/%I:(GZ—G¢)2+(0$—Gr)2+(6r—GZ)Z:l, 2

rae o,, G(P y 0, — OCCBbIC, paIUAJIbHBIC U TaHICHIHAJIb-

HbIE HaIIPsDKEHHUS 10 0csM KoopauHar, MIIa.

ITo aHagoruu ompeneNnseTcss HHTEHCUBHOCTD Jedop-
Maruu o hopmysie

rae g,, € € — KOMIIOHCHTBI OCEBbIX, PaUATIBHbBIX U

o) O
TaHTeHIUAJIBHBIX nedopmanuii, MM/MM.

B npouecce ynpouHeHUsl KJIMHOBBIMU IIIUTAMU yroJl
KJIuHa [ urpaer BaxkHywoo poib B ¢opmupoBanun HJ[C
LMJIMHIPUYECKOI 3aroTOBKU. YBeNWYeHHE yriia 3 mpu-
BOAWUT K YBEIMYECHUIO HAYaJIbHOW IUIOMAAM KOHTAaKTa
MEXJy 3arOTOBKOM M KIMHOBBIMHU IUIMTAMH, TaK KakK B
3TOM ciTydae OOKOBBIE TOBEPXHOCTH IUIUT KOHTAKTUPYIOT
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C 3arOTOBKOI1 110/ O0JIee OCTPBIM YIJIOM, YTO YBEJINYNBA-
eT IUIOIaAb KOHTAaKTa IO JUIMHe 3arotoBku. Ha pme. 5
MPE/ICTABICHBl MaKCHMalbHbIE MHTCHCUBHOCTH BPEMEH-
HBIX W OCTATOYHBIX HAMPSDIKCHHH Ha TOBEPXHOCTH MO
JUIMHE 3arOTOBKH, a HA PUC. 6 B IICHTPAILHOM IIOIIEpeY-
HOM CEYEHHH TIPH Pa3HBIX 3HAYCHUSIX YIia B KIMHOBOTO
y4YacTKa M Pa3HBIX AMAaMETPAIbHBIX pa3Mepax 3ar0TOBKH.

U3 puc. 5 u 6 crexyer, 4TO NpU YNIPOIHEHUH 3aro-
TOBKHM KJIMHOBBIMH IUIMTAMH MaKCHMaJIbHble WHTEHCHB-
HOCTH BPEMEHHBIX M OCTATOYHBIX HANpPSHKEHUH Ha I0-
BEPXHOCTH OOJbLIE, YeM INPH YIIPOUYHEHHUHU TPSIMOYTOJIb-
HeiMu HTamMu (f = 90°) (cM. puc. 5). B nentpansHOM
MONEPEYHOM CEYEHUH MAaKCUMajbHas HWHTEHCHUBHOCTb
BPEMEHHBIX HAIPSKEHUH OYTU OJUHAKOBAsS IPHU Pa3HBIX
reoMeTpudeckux (opmax mmr (cMm. puc. 6). Ipuuem
yeM Oospine yros B KIMHOBOTO Y4YacTKa IUIAT, TEM
OoJibIleé WHTEHCHBHOCTh OCTATOYHBIX HANpPSDKCHUH, |
MakCHMaJbHOE 3HAaueHWe HaOJojaeTcs NpH  yIie
B = 60°. 310 00BACHAETCS TEM, YTO NPHU YBEITUUCHHUH
yria KJIWHOBBIX IUTMT BO3PAcTaeT IUIOMAb KOHTAKTa C
3arOTOBKOM, UYTO BEAET K YBEJIMYCHHUIO JOKAJIBHBIX
HaIpsDKEHUH Ha MOBEPXHOCTH 3arOTOBKH. DTO MOXKET
YCHJIMTh KadecTBO Ipoliecca YIPOYHEHHs, HO B TO XKe
BpeMS YBEIUYMUTh PUCK BO3SHHUKHOBEHHUS MOBPEXKICHUI
Ha MOBEPXHOCTHU JETaJIH.

Pe3ynpTaThl MOAeNMpOBaHUS, HpPEICTaBICHHbBIE Ha
puc. 5, moka3pIBatoT, 9yTo mpH = 60° MakCUMaIbHBIE
3HA4YEHM MHTCHCHUBHOCTH BPEMEHHBIX HAIPSDKCHHUH Ipe-
BBIIIAIOT 3HAYEHUS MPEAeIa MPOYHOCTH MaTepuana (Juist
HccieayeMoro Mmarepuana o, = 480 Mlla), uTo yka3pIBaeT
Ha BO3MOXXHOCTb BO3HHKHOBEHHS Ha IOBEPXHOCTH 3aro-
TOBKH JIe()eKTOB. B IIEHTpaIbHOM MONEPEeYHOM CEYEHUH
3arOTOBKM MAaKCHUMaJbHBIE 3HA4YCHHUS HHTCHCHBHOCTH
HaNpsKeHUH MEHBINe, YeM INpesen MPOYHOCTH MaTepua-
na (480 MIIa) nmpu Bcex muamMeTpax 3aroTOBKH, YTO CBH-
JUTEIHCTBYET 00 OTCYTCTBHM BHYTPEHHHX MOBPEKICHUN

(cM. puc. 6) [15].

Gi.,
MITa

300 e

ﬁ-o

30° 45¢ 60° 90°
6

sy G2

Puc. 5. MakcuMmabHble HHTEHCHBHOCTH BPEMCHHBIX U OCTATOYHBIX Hanpsmce}mﬁ Ha MOBEPXHOCTHU 3arOTOBKH
Y pa3HbIX 3HaYeHusx yra B:a— D =10 MM; 6 — D =20 mm
Fig. 5. Maximum intensities of temporary and residual stresses on the surface of the workpiece at different values

of the angle B: ais D =10 mm, 6is D =20 mm
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Puc. 6. MakcuManbHble HHTEHCUBHOCTH BPEMCHHBIX U OCTATOYHBIX HaHpSDKCHI/Iﬁ B ICHTpAJIbHOM NOMNCPCUHOM CCUCHUUN
3aroTOBKH IPU pa3HbIX 3HaYeHusX yria B:a— D =10 mm; 6 — D =20 mm

Fig. 6. Maximum intensities of temporary and residual stresses in the central cross-section of the workpiece at different
values of the angle B: ais D =10 mm; 6 is D =20 mm

OJHUM U3 CaMbIX Ba)KHBIX KauyecTB IapaMeTpa Mpo-
Lecca YOpOYHEHHS SIBJISIETCSI paBHOMEPHOCTh pacrpee-
JIEHUS] OCTAaTOYHBIX HAINPSKEHUM HAa MOBEPXHOCTH 3aro-
ToBKU. Ha puc. 7 npencraBieHo pacupeesieHue HHTEH-
CHUBHOCTH OCTAaTOYHBIX HAIPSKEHUH MO AJIMHE 3arOTOBKU
IpU Pa3HbIX AUAMETPAIBHBIX pa3Mepax M 3HAYCHHSX
yriia 3 KIMHOBOTO y4acTKa IUIOCKUX TUTHT.

IleHTpOM KOOpAMHALMOHHOW CUCTEMBI [UIsl pacdera
HJC sBasieTcst eHTpalbHOE MOMEPEYHOE CeYEHHE U OCh
Oy BHOJb JUIMHBI 3aroTOBKU. Tak Kak cUcTeMa CUMMET-
pHUYHas, TOATOMY PAacCMOTPHUM pacIpeelieHue Hamps-
KEHHUH OT IEHTpa O OJAHOTO Kpasi 3aTOTOBKU (COOTBET-
ctBeHHO 10 ocu Oy ot 0 mo 60 mm). [lo pesynapraTam
MOJICIIMPOBaHMS HAOIIONAIOTCS MAaKCHMalbHBIC HaIpsi-
JKEHUS1 Ha KOHLEBOM yacTu 3arotoBku. M3 pue. 7 BUaHO,
YTO JUIS Pa3HBIX TUAMETPOB 3arOTOBKH HamOoOJee paBHO-
MEpHOE paclpelielieHHe OCTAaTOYHBIX HaIpsDKEHUH II0

o
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/
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300
20
200

90? 30°
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a

JUTHHE 3aTOTOBKU IPOUCXOANT Tipu yriie B = 45°. Bo Bcex
OCTaNbHBIX CIydasx HaOmomaeTcs OoJbIIas HEpaBHO-
MEpHOCTbH PacHpe/eNICHNs] HalPsHKEHUH, KOTOPOE MOJKET
NPUBECTH K KOHIIEHTpPALMU HanpshkeHuit [16].

Ha puc. 8 npezncraBneHo pacrnpesneneHie HHTCHCHB-
HOCTH OCTaTOYHBIX HANpPsDKCHHWH IO Paguycy 3aroTOBKH
B IICHTPAJILHOM IOIIEPEUHOM CEUCHHH.

KpuBble HanpspKeHW IMOKa3bIBAIOT, YTO WHTEHCHB-
HOCTh OCTaTOYHBIX HANpPSHKEHHH YMEHbIIAeTCsl OT IO-
BEPXHOCTH K IIEHTPY 3aroToBKH. [IpiueM Ha MOBEPXHOCTH
3HAUEHUs] HAPSDKCHUH OoJibllie, 4eM Tpenei TeKy4ecTH
Marepuaia. JTO CBHICTEIBCTBYET O TOM, YTO IIyOHWHA
TUTACTHYIECKOH NehopMaliy IIPpH YIIPOUYHEHHH KIIMHOBBIMHU
wmraMd 3()(EKTUBHO IPOUCXOANUT TOJBKO B IIOBEPX-
HOCTHBIX ciosix. Ha pue. 9 mokaszassl mons pacmpezesne-
HHSl WHTEHCUBHOCTH OCTATOYHBIX HANPSDKEHHH W KOMIIO-
HEHT TeH30p HarnpspkeHui mpu = 45° u D =10 mm.

g’

Mla

60°

T~

45°
300

20

200

30°

150

0 10 20 30 40 50 /2, MM

6

Puc. 7. PaCHpe,Z[GJ'ICHI/IC HMHTCHCUBHOCTHU OCTATOYHBIX HaHpH)KCHI/Iﬁ IO JJIMHE 3arOTOBKH IIPU pa3HbIX 3HAYCHUAX YyIJla B:

a-D=10mM; 6 - D =20 Mm

Fig. 7. Distribution of residual stress intensity along the length of the workpiece for different values of the angle f:

aisD=10mm; 6is D =20 mm
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Fig. 8. Distribution of residual stress intensity along the radius of the workpiece for different values of the angle :

aisD=10mm; 6is D =20 mm
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Puc. 9. U3omonoce! pacnpe/ieseHus] HHTEHCUBHOCTH OCTATOYHBIX HANPSDKEHUH (a) M KOMIIOHEHTBI TEH30pa
Hanpspkenuit 6, (6), o, (B), o, (r) npu D =10 MM u = 45°

Fig. 9. Isobands of residual stress intensity distribution (a) and stress tensor components 6, (6), o, (8), o, (r)

at D =10 mm and p= 45°

U3 puc. 9 cienyer, 4T0 MaKCHUMalbHbIC WHTCHCHUB-
HOCTH OCTAaTOYHBIX HAIPSDKCHHN BO3ZHHKAIOT HA TIOBEPX-
HOCTH 3aTOTOBKH M CHIDKAIOTCS IO Mepe MPHOIKCHUS K
neHTpy (puc. 9, a). TanreHmaIbHOE, OCEBOE U PaHAIIb-
HOE HANpPSDKEHUS] UMEIOT 3HAKOIepeMEeHHbIN XapakTep. B
LEHTPaIbHON YacTu ceueHus: Gopmupyercst obiacTh pac-
TATHBAIONINX HANPSDKEHUH, a Ha TIOBEPXHOCTH — CIKUMa-
onmx. [Ipm 3TOM MaKCHManbHOE pacTATHBAOIIEE
HaTpsDKCHUE SIBIIAETCS OCEBBIM. lIpencTaBieHHBIE Kap-
THUHBI OCTATOYHBIX HANPSDKEHUH U €r0 KOMIIOHEHT TEH30p
HATPSDKCHUH TPH YIPOYHCHWH KIWHOBBIMH TUTHTAMH
CPaBHUBAETCS C Pe3yJbTaTaMH HCCICIOBAHUS, TIOIYICH-

www.vestnik.magtu.ru

HbIMH 1Ipu 00padoTke [1I1/] mmockuMu IpsIMOYTOJILHBIMH
rutaMu [17]. AHanu3 nokasai, 4To Mpu TOH WK IPYron
cxeMme ynpouHeHus I1I1J] KOMOOHEHTHI TEH30pa OCTaTO4-
HBIX HaIpsSOKEHWHW UMEIOT aHaJIOTUYHBIM XapakTep pac-
Mpe/ieNieHNs, IPU 3TOM OCEBBIE CKHMMAIOIIIE HaIlpsbKe-
HUS TPU KIMHOBBIX IUTUTaxX OOJIBIIE 1O BEJIMYMHE, YTO
ABJISIETCS OJIATONPUSTHBIM BIHMSHUEM Ha IHUKIMYIECKYIO
JONTOBEYHOCTb 3aTOTOBKH MPU €€ IKCILTyaTallluH.

Ha puc. 10 mpexncraBnena riryOWHa IDIaCTHYECKON
nedopmanuu 1o paaMycy HWIMHIpPA IPH Pa3HBIX 3HAYe-
HUSX yria B, a Ha puc. 11 mois pacrpeneneHus miacTu-
YecKo aedopManyy 1O IONEPEYHOMY CEUCHHUIO 3aro-
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TOBKH IpH 3 = 45°.
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Puc. 10. ['1yOuna mnactuyeckoit nedopmaruu o paauy-
Cy 3arOTOBKH IIPH Pa3HBIX 3HAUCHUAX yIiia 3

Fig. 10. Depth of plastic deformation along the radius
of the workpiece at different values of the angle 3
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Puc. 11. M3omomnockr pacnpesieneHnss ”HTEHCUBHOCTH
ulacTu4eckou nedopmannu mpu f = 45°

Fig. 11. Isobands of distribution of plastic deformation
intensity at = 45°

U3 puc. 10 crexyer, 9yTo riryOWHA TUTACTHYECKON Jie-
¢dopManun TPU  YNPOYHEHWH KIMHOBBIMH IUIMTaMH
Oonpile, YeM IIPU YNPOYHEHWH TNPSMOYTOJIBHBIMU
(B = 90°), uto sABISIETCSA MOJIOKUTEIHHBIM (HaKTOPOM,
BIMSIOIINM Ha KadecTBO IIpolecca yrpouHeHus. [lpu
B = 45° HabmromaeTcsi paBHOMEPHOE paclpeieiCHUe U30-
M0JIOC MHTEHCHBHOCTH IUTAaCTUUeCcKoil nedopmanuu, Be-
JIMYMHA KOTOPOW CHMIXKAETCSl OT TMOBEPXHOCTH K LEHTPY
CedeHHs 3aroToBKH (puc. 11).

BriBoabl

Takum o0pazom, MoAenHpOBaHHUE IpoIlecca yIpoy-
HEHMsI HeXECTKUX nuiuHapudeckux neraneit I knu-
HOBBIMH IUINTAMH TO3BOJISIET CHENATh  CIETyIONIHe
BBIBOJIBI:

1. PesynbraThl HcclieOBaHUs MO3BOJIMIIA BHIOPATH
palMoHaNbHOE 3HAYEHHE YIJla KIMHOBOTO ydacTka. M3
BCEX PAaCCMOTPEHHBIX ClIydaeB OoJjiee paBHOMEpPHOE pac-
IIpe/ieNieHNe HaNpPsDKeHUs 10 JUTMHE 3ar0TOBKH HaOJIro1a-
ercs npu B = 45°. Ilpu TakoM 3HAYEHHMH yTJia MaKCH-
MaJlbHOE€ BPEMEHHOE HAIPsDKEHHE B MPOLIECCE YIpPOYHe-
HUS TOCTUTAeT BETMYMHY MEHBIIE, YeM Ipeae MPOIHO-
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CTH MaTepHaia, 4To oOeclieunBaeT yrnpoyHeHue 0e3 Bo3-
HUKHOBEHUS J1e(pEKTOB Ha MOBEPXHOCTH 3arOTOBKH.

2. YrupoyHeHHE KIMHOBBIMH IUTUTaMH C OOIBIINM
yriaom kiuHa 3 (B manHOU pabore 60°) mpUBOAWT K JIO-
KaJIbHOMY TOBBIICHUIO HANPSDKEHHH, YTO MOXET BBHI-
3BaTh JE(EKTHl Ha IOBEPXHOCTH 3arOTOBKHM M CHHU3HTH
3¢ PEKTHBHOCTD Tpolecca. YMEHBIICHHE yriia 3 MO3BO-
J€T CHU3HUTH KOHLEHTPALUIO HANpsHKEHHH M BEpOAT-
HOCTH 00pa3oBaHus Ae(PEKTOB.

3. [lpn ympoyHEHHWH 3arOTOBKH TUIOCKHUMH IIUTAMH
Ha TOBEPXHOCTH BO3HHMKAET 30HA IUIACTHYECKOH aedop-
Mmanuu. ['myOumHa mnacTudeckoi nedopmanuu B mole-
PEYHOM CEYEHHH 3arOTOBKHM 3aBUCUT OT T'€OMETPHUUECKOM
(hopmsbl pabouero nHcTpymeHTa. [Ipu sToM riryouna ma-
CTHYeCKOH JedopMaluy INpH YHNPOYHEHUH 3arOTOBKH
KIMHOBBIMU IUIMTAaMH OOJbLIE, YeM MPSIMOYTOJbHBIMH
IUTUTaMH, TO €CTh KJIMHOBas (popMa IUTHT JaeT OOJbLIOi
3¢ dexT yrpoIHeHNS.
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