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OPOPMOOBPA30BAHUE JIMCTOBBIX 3AI'OTOBOK U3 ME/IN M1
MNOJMMEPHBIM HHCTPYMEHTOM U3 ITIOJINJTAKTUIA PLA

KyJukos A.J."%, Bypaakos U.A."% Terpos I1.A.", IToamkos I1.A.", lemerpamsuiu U.C.2

"MocKoBCKHIA TOTHTEXHAYECKHIA yHuBepcureT, Mocksa, Poccus
K «Camor» AO «O0BeIMHCHHAS IBUTATEIICCTPOUTENbHAS KopHopaiusi», Mocksa, Poccust

Annomayus. B ctatbe pacCMOTPEHBI pe3yIbTaThl HKCIIEPUMEHTAIBHOTO HCCIEA0BaHU (HOpMOOOpPa30BaHMs JIHCTOBOTO
Ipokara Meau Mapku M1 ¢ MOMOIIbI0 MHCTPYMEHTa M3 monamiakTuaa. ©opmMooOpa3yomuii HHCTPYMEHT HU3TOTaBIIH-
BaJici W3 TONIWIAKTHIA 110 dKCTpy3uoHHOH ammutuBHOU Texommornu (FFF — Fused Filament Fabrication, mocioitHoe
HalJIaBJICHUE TUIACTHKA). BBIOIHEH aHaIM3 JINTEpaTyPHBIX UCTOYHUKOB M BBIAEICHBI IPUMEPHI IPUMEHEHHS HHCTPY-
MEHTa U3 NOJIMMEPHOro Marepuasa, U3rOTOBJICHHOro MeTofoM 3D-neyatu [uist BHIIONHEHUS pa3indHbIX (hopMoodpa-
3YIOLIMX Olepannii 00pabOTKM AaBIEHHEM, YTO MOAYEPKUBAET aKTyaJlbHOCTh BOINPOCA, UCCIEAYeMOro B crarbe. Mc-
CJIeIOBaHbI U BBIOpaHbI ONTHMaIbHBIE pexkiMbl 3D-nieuatn GpopmMooOpaszyroiero HHCTpyMeHTa 13 TIOJIMMEPHOTO MaTe-
puana, BaXHOH 0coOeHHOCTBIO KoToporo siBisercs 100%-e 3anonaenue npu temneparype 3D-newarn 210°C. B kauge-
CTBE METOJIOB HCCJICJIOBaHUs BBIOpaHbI UCIIBITAHUE HA CKaTHE, METAIIOrpadUuecKuii METO, METO]] U3MEPEHUSI MUK-
POTBEP/IOCTH, KOMIIBIOTEpHOE MojenupoBaHue. [loiyueHHbIe pe3ysbTaThl MOKa3bIBAIOT NPUHLMUIIHAIBHYIO BO3MOXK-
HOCTb BBITIOJTHEHUS TMOKU 3arOTOBOK M3 Melu M1 ¢ mpuMeHeHHeM IOJIMMEPHOT0 HHCTpYMEHTa. MoJIeTupoBaHKe orie-
pauuu THOKK nporpammoit QForm BBITIOJIHEHO TIO pe3yibTaTaM HATYPHOTO AKCIIEPUMEHTA; ITOJyIEeHO XOpOIlee coria-
COBaHME MEXJly PacueToM M 3KCIIEpUMEHTOM. JIJIsi KOMITBIOTEPHOTO MOJICJIMPOBaHMS BEIOpaHa MOZIEb MaTepuaa, mo3-
BOJISIIOIIAsl OLICHUTH CONIPOTHBIIECHHE Ae(OpMaIy B 3aBUCHMOCTH OT TEMIIEPaTypHO-CKOPOCTHBIX YCIIOBHH nedopmu-
pPOBaHMs, U3 OTKPHITBIX MCTOYHHMKOB. llcciieoBaHO BIHMSIHUE TEMIIEPATYpHO-CKOPOCTHOTO pEeXUMa Je(GopMHpOBaHMS
o0pasioB Mean M1 Ha 3BONIOLMIO MHKPOCTPYKTYPEl. MHUKpOTBepAocTh 1Mo Bukkepcy aehopMHpoBaHHBIX 00pas3LoB
M1 usmepsiiach npu Harpyske Ha uHaeHTop S50 r. BhIsIBIEHBI 0COOEHHOCTH W3MEHEHHS MUKPOTBEPJIOCTH B 3aBUCHMO-
CTH OT CKOpOCTH JedopManui. B 3akiIroueHHd CTaThM NPUBOAATCS PEKOMEHIAIMH O BO3MOXKHOCTH NPUMEHEHUS
LITAMIIOBOTO MHCTPYMEHTA U3 MOJMIAKTH/IA JUIS MEJIKO- U CPETHECEPUITHOTO TIPOU3BO/ICTBA.

Knrouesvie cnosa:. mens Mapku M1, xoMmmeioTepHOe MojenupoBaHue, nporpamma QForm, mommmaxtun PLA, 3D-
revaTh, MUKPOCTPYKTYpa, POopMOoOpa3oBaHKE, TUCTOBAS 3aTOTOBKA
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SHAPING M1 COPPER SHEET BLANKS USING TOOLS MADE
OF POLYLACTIDE PLA

Kulikov A.D.?, Burlakov I.A.2, Petrov P.A.}, Polshkov P.A. 2, Demetrashvili 1.S.2

! Moscow Polytechnic University, Moscow, Russia
2 production Complex Salyut JSC United Engine Corporation, Moscow, Russia

Abstract. The article discusses the results of an experimental study of rolled M1 copper sheets shaping using polylactide
tools. The shaping tool was made from polylactide using extrusion additive technology (FFF — Fused Filament Fabrica-
tion, layer-by-layer fusion of plastic). An analysis of literary sources was carried out and examples of the use of tools
made of polymer material manufactured by 3D printing to perform various shaping operations of pressure processing
were highlighted, which emphasizes the relevance of the issue studied in the article. The optimal modes for 3D printing
of a shaping tool made of polymer material were studied and selected; an important feature of which is 100% filling at a
3D printing temperature of 210°C. Compression testing, metallographic method, microhardness measurement method,
and computer modeling were chosen as research methods. The results obtained show the fundamental possibility of
bending blanks made of M1 copper using polymer tools. The bending operation was simulated using the QForm pro-
gram based on the results of a full-scale experiment; good agreement between calculation and experiment was obtained.
For computer modeling, a material model was selected that allows to estimate the deformation resistance depending on
the temperature and rate conditions of deformation, from open sources. The influence of the temperature and rate de-
formation regime of M1 copper samples on the evolution of the microstructure was studied. Microhardness of deformed
M1lsamples was measured at an indenter load of 50 g according to the Vickers hardness test. Peculiarities of changes in
microhardness depending on the deformation rate were revealed. The article concludes with recommendations on the
possibility of using polylactide stamping tools for small- and medium-scale production.

Keywords: copper M1, computer modeling, QForm simulation program, PLA polylactide, 3D-printing, microstructure,
shaping, metal sheet blank
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MPaKTHKa, MITAMIBI U3 IMOJINypETaHa MOTYT OBITh MIpHUMe-
HEHBI JII1 THOKW XOJIOJHOIITAMIIOBOYHBIX JIMCTOBBIX
Jietajgei, XOJIOAHOM BBITSKKM AeTallei, ajid pas3faud,
o0xxaTusi, GOpMOBKH M OTOOPTOBKH JIUCTOBBIX 3ar0TOBOK.
OpnHako ATOT MaTepual HEe Halled HIMPOKOro MpUMeHe-
HUS, BO3MOJXKHO, BCJIEJCTBHE HEBBICOKOM CTOMKOCTH U
HEO0OXOUMOCTH Ha3HAUEHUS! TMOBBINIEHHBIX MPUITYCKOB
MIPY BBITIOTHEHUH PA3JICIUTEIbHBIX ONEpaIIni.

B mocnennee BpeMs mosiBHIIACH HHPOPMAILUS O MPH-
MEHEHHUH ILITAMIIOBOM OCHACTKH, W3TOTOBJICHHOW M3 TO-
munaktuaa (ITJIA) meromom 3D-nedatu. OTHOCHTEIBLHO
LIMPOKOE MpUMEHEHHe Hamen Meron 3D-mewyaTH, KOTo-
PBIA MOXET OBITh MPUMEHEH U U3TOTOBICHUS WHCTPY-
MEHTa W3 MOJHMJIAKTHIA JUIS THOKU TpyO AHAMETPOM IO

BBenenue

Jeranu, nony4eHHbIe JIUCTOBOW IITAMIIOBKOM, 3aHU-
MalOT BaXHOE MECTO B PA3IMYHBIX OTPACIAX MAIIUHO-
CTPOCHHUS, B TIEPBYIO OuYepelb B aBTOMOOHWIE- U
aBHacTpoeHHH [1], Tak Kak TO3BOJIAIOT W3TOTAaBIUBATH
TOHKOCTCHHBIC JETajl, KOTOPBIE 3a4acTyl0 HE MOTYT
OBITh TOy4eHBI HHBIM crtocoboM. PazHooOpa3HbIe MeTO-
JIbl IITAMIIOBKH, TIPUMEHEHUE Pa3IMYHbIX M0 KOHCTPYK-
MW ITAaMIIOB M WCIOJL30BaHHUE COOTBETCTBYIOIINX Ma-
TEPUAIIOB JIJISI WX HM3TOTOBIEHHUS O0ECIIEYMBAIOT pPEHTa-
0enbHOE TTPOM3BOJICTBO B YCJIOBUSAX KaK KPYIMHOTO, TaK U
MEJIKOCepUITHOTO Tpou3BojacTBa. OmHAKO TpPeOYIOTCS
3HAYUTEJIbHBIE 3aTpaThl HAa M3rOTOBJIEHHUE ILITAMIIOBOU

OCHACTKH, MOCKOJIEKY PBIHOK TpeOyeT Bce OOmbIle H
6ounbmie nmpoaykToB [2]. C menblo CHUKEHUS CTOUMOCTH
(dbopmooOpasyromero WHCTpyMeHTa B 70-X rojgax mpo-
[JIOTO CTOJETUS OBUTM TPEATPHHSATHI MOIMBITKH MPHMe-
HEHUs MOJIMypeTaHa B KadecTBe pabounx dacTed mrTam-
MOBOM OCHACTKH B I[€XaX OINBITHOTO, MEJIKOCEPUITHOTO U
cepuitHoro mpomsBozcTsa [3-5]. [IpenMymiecTBOM Takux
MITAMIIOB SIBIISIETCS TPOCTOTa KOHCTPYKIIUM M HH3Kas
CTOMMOCTB, cocrasistromnas 2-10% oT cTOMMOCTH COOT-
BETCTBYIOIIMX CIIEIHANBHBIX ImTaMnoB. Kak mokasama

28 MM u3 cramm 12X18H10T [6]. M3BecTHBI pa3paboTku
W WCCIEOBAaHUS MOAETHpOoBaHUEM B mporpamme QForm
mporiecca THOKHM M3JENusl THIa «YJIUTKa» ¢ IPUMEHEHH-
eM popMoobpasyromiero nHcTpyMenTa u3 PLA-mutactuka
[7]. Ananu3 mporecca moka3aja TEOPETUYSCKUE M IMpaK-
TUYECKHE BO3MOXKHOCTH HNPUMEHEHHUS MOJIMMEPHOIO HH-
CTPYMEHTA JUIsl U3TOTOBJICHUS AEKOPATUBHBIX AeTallel n3
amoMuHueBoro cmaasa AJ[31. MMeromuecss nureparyp-
HbIE JIaHHbIE KacaloTcs MPUMEHEHHS MOJMMEPHON HITaM-
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MIOBOW OCHACTKH JUIsi THOOYHBIX Ollepalyii 3aroTOBOK U3
MapTeHCHTHO-cTaperomeii ctamu DP600 [8], mpodwnu-
pOBaHMS TOHKOCTEHHBIX AIFOMUHHEBBIX JUCTOB [9], mis
HMITyJIbCHOH INTAMIIOBKH 3arOTOBOK W3 AJIOMHHHEBBIX
smuctoB TommuHoW 0,5 MM [10]. AHamu3 oTedecTBEHHOM
1 3apyOeXKHOH MHPOPMAIINU MO3BOJIMI YCTAHOBHUTD, YTO
OITyOJINKOBAaHHBIE MAaTEpHANbl KacaloTcsi IpeHUMYyIle-
CTBEHHO SKCIEPHMEHTAIBHBIX pPabOT 1O IPUMEHEHHIO
MOJMMEPHOTO0 MHCTPYMEHTa. B wacTHOCTH, OTCYTCTBYIOT
JIaHHBIE 00 ero AKCILUTyaTallMOHHON CTOHKOCTH.

Lenpro HacTosimiel paObOTHI SBIISUIOCH OIpeesIeHUE
BO3MOXKHOCTH TPHMEHEHHS IITAMIOBOI'O HWHCTPYMEHTa
n3 PLA nna cpennecepuiiHoro mpousBoxacTBa. [ng no-
CTIIKCHUS TIOCTABJIICHHOM LM HEOOXOAMMO OBUIO BBI-
OpaTp uccuexyeMblii eopMuUpyeMblii MaTepHuai, orpe-
JIETUTh 3aBHCHMOCTh €0 CONPOTHBIICHHS Aedopmannu
OT TEPMOMEXaHHIECKUX IapaMeTpPOB, OCYIIECTBUTH MO-
JIETIPOBaHKE TIPOIIECca C IIETBI0 ONPEAETICHUsT BO3HUKA-
IOINX KOHTaKTHBIX HAIpSOHKEHHH, OLEHNUTh CBOWCTBA
MOJTYYCHHBIX 3arOTOBOK Ha YPOBHE MHKPOCTPYKTYPHI
MeTauIorpaduuecKiuM METOIOM.

MaTepnanbl H METOAbI HCCJICTOBAHUA

B kauectBe nccnemyeMoro MaTepuaia Obliia BEIOpaHa
Menp M1, yuuThIBas, YTO HApsDKEHUE TEKY4eCTH TEXHH-
YECKH YUCTOW Meau M1 3aBUCHUT Kak OT BEJIMYUHBI JIe-
¢dbopmarnmu, Tak ¥ OT €€ CKOPOCTH, B OTIMYHE OT CTallb-
HBIX MaTepuanoB. B oTkpbIThIX ucTouHuKax [11] Haiine-
HBI KpHBBIe ynpouHeHHus menu M1 (pue. 1). Otmernm,
4yTO 71 00Jiee TOYHOHM OIEHKU COMPOTUBIEHUS nedop-
Maru Mean M1, ucmons3yemoii B TaHHOH padoTe, Tpe-
OyeTcs pOBEICHUE OTIEIFHOTO MCCIICIOBAHMS, HAIIPAB-
JIEHHOTO Ha ONpEJEJICHHE PEOJIOTHYECKUX CBOMCTB. Of-
HAKO 3TO BBIXOJHUT 32 PAMKH JTaHHOM CTaThH.

400
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Puc. 1. Kpussle ynpounenus s meau M1 npu komMHat-
HOH TeMIIepaType M CKOPOCTAX AeopMalyy, ¢t
(cHm3y-BBepx): 0,005; 3; 15; 50 [11]

Fig. 1. Hardening diagrams of copper M1 at room
temperature and strain rates (bottom-up):

0,005; 3; 15; 50 [11]

MUKpPOTBEpAOCTh MaTepHaia 00pas3IoB ONpeaeIsIH
Ha npubope «kEMCO TEST DuraScan 20» nipu Harpy3ke
Ha uHAeHTop 50 T.

Jis MoaenupoBaHus Tpoliecca THOKK ObLT MpHMe-
HeH nporpamMMHsbIi kommieke QForm 10.3.0 [12].

HcxonHble naHHBIE A1 MOAETUPOBAHUS:

www.vestnik.magtu.ru

— oOpabaTeiBaecMbIil MaTepuan — Meab M1 ¢ ucmosb-
30BaHHEM MOJICIA COIPOTUBJICHUS JcPOpPMAIIUH, MOKa-
3aHHOM Ha puc. 1;

— MaTepHuall HHCTPYMEHTa — TIOJIMMEPHBIN MaTepuai
IJIA;

— TeMriepatypa 3arotoBku — 20°C;

— TeMrieparypa nHcTpyMmeHTa — 20°C;

— ¢axTop tperus — 0,8;

— CKOPOCTH MEePEMEIICHUS HHCTPYMEHTA — 2 MM/C.

TpexmepHas MOIEHb IITaMIOBOTO OJIOKA, M3TOTOB-
JICHHOTO MeTo/ioM 3D-meyaru, mokaszaHa Ha puc. 2.

IIyaHCOH

Puc. 2. TpexmepHast MOZIeNb IITAMIIOBOTO OJIOKa
Fig. 2. 3D-model of the stamping unit

B kagecTBe MaTepuana Ui MITAMIIOBOTO HHCTPYMEHTA,
M3TOTOBJIEHHOTO MeTo/ioM 3D-TiedaT ¢ mprMEHEHHEM JKC-
tpy3uonHO# TexHomornu FFF (Fused Filament Fabrication)
Ha nipurTepe Raise 3D Pro2 Plus, ObUT BBIOpaH HOJMIAKTHT
PLA ¢upmbr «<ESUN», ¢usrko-MexaHHYeCKHe CBOICTBa
KOTOpOro mpejcTaBieHsl B Tada. 1. Pexum 3D-mewatn
ITaMIOBOTO OJIOKA Tpe/cTaBieH B Tadud. 2. s goctmxke-
HUSI MaKCUMAaJIbHOW CTOWKOCTH MHCTPYMEHTa ObLT BHIOpaH
ko3¢ duirent 3anonuenust 100% ¢ npsmonuneitHol hop-
MO 3ar0JIHEHUSL.

HcxonHple 3aroTOBKM ISl IITAMIIOBKH  ITOJTYYaiIH
BEIpYOKO B IITaMIie U3 JICHTHI TONIIHHON 1 MM. Mertai-
norpadudeckie HCCIe0BaHUs OTIITAMIIOBAHHBIX 3aro-
TOBOK OCYIIECTBISUIM Ha OMHOKYJISIPHOM OITHYECKOM
mukpockore «Olympus Deltay u «FEI QUANTA 650» ¢
yBenmaenueM %500.

Mertammorpadguyeckne  UCCICIOBAHHUSA  HBOJIOIMH
CTPYKTYpbI MaTepHaja 3aroToBok u3 meau M1 BeinosHe-
HBI TaK)K€ Ha ONITHYECKOM MHUKpOCKote. i mpoBeIeHus
WCCIICIOBAaHUSA H3TOTABIMBAINCH MMIMHAPHIECKHE 00-
pasubl pazmepom 10 MM B aumamerpe 1 10 MM BBICOTOA.
OO0pa31bl MOJBEPTaNIN CKATUIO HA YHUBEPCAILHOM UCIIBI-
TaTenpHON MammHe Monemu LFM250 (xonognas nedop-
Marws) u mojenu LFMS0 (ternast medopmanusi, yIuThI-
Bas, 4TO IIPH IITAMIOBKE HAOIIOJAETCS TEIIOBOH 3(-
(exT maactuyeckoi nedopmannu). Temneparypa UCHbI-
tanuit — 20, 50, 100°C; ckopocTb neopMauy Npu Kax-
moi temmeparype — 0,4, 0,01, 0,001 ¢, Cxarue obpas-
0B U3 Meau M1 BEINIOJIHSIIOCH 0€3 CMa3Ku, U BEJTHYHHA
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OTHOCHTENBHOH aedopmain cocrasisuia 50%; npu tern-
JOM neopMald MHCTPYMEHT JUIS COKaTHsl HarpeBasiCs
IO TeMIIepaTyphl UCTIBITaHuUs, TO ecTh 10 50 1 100°C.

Ta6muma 1. dusuko-mexannueckue csorictsa I[TJIA
Table 1.Phisical and mechanical properties of PLA

[TapameTp 3HavyeHne

[TroTHOCTH MaTepHaa 1,25 r/em?

Temmneparypa Tepmoaedopmaryn 52°C, 0,45 MIla

50 u 100°C. HakomenHas nedopmanusi B pacuere He
npessimaet 0,40 c'l, YTO COOTBETCTBYET OTHOCUTEIBHOMN
nedopManui THIMHAPUIECKUX 00pasoB, HA KOTOPBIX
H3ydJaach SBOJIOIMS MUKPOCTPYKTYPHI (CM. Tadr. 3).

Tabnmma 3. MukpocTpykTypa n1eopMHUPOBaHHBIX
Ha 50% 00pa3moB u3 menu M1

Table 3.Microstructure of 50% deformed M1 copper
samples

4 /10 mun
(190 °C/2,16 xr)

WHpeke TexyuecTu paciuiaBa

[Ipenen npogHOCTH 65 MIla

OTHOCHTEIIBHOE yIUTMHCHUE
IpH pa3pbiBe

12%

CxkopocTb
nepopma-
Uy &, ¢

Temmnepa-

Typa
obpazma, °C

MuxkpocTpykTypa 00pasia,
yBenuueHue x500

IIpouHoCTh Ha M3rHO 75 MIla

2102 MIla

Moaynbs ynpyrocTu npu usruoe

Tabnmma 2. PesxuMbl M3roTOBJICHUS 00pa3IoB
Table 2. Conditions of sample production

[Tapametp 3HadycHHe

Temnepatypa corura, °C 210

20 0,001

Temneparypa padbouero cromna, °C 60

Jwnamerp cormra, MM 0,4

IupuHa TUHUH, MM 0,4

TomniuHa ca0s, MM 0,16

TonmmHa cTeHkn (000JI0YKH), MM 1,2

061yB, % 100

Petpakt Ha

ITnoTHOCTH 3amonHenus, % 100

Ctunp 3anoHeHUs IIpsimosIMHEHBIN

50 0,001

ITonnepxxku Her

ITosrydeHHBIC pe3yIbTATHI H UX 00CYy:KACHUE

HccnenoBanne MHUKPOCTPYKTYpHl MEAHBIX 3aroTo-
BOK, ocaykeHHBIX Ha 50% (Tadu. 3), mokasaino, 4To U3Me-
HeHHe TeMIiepatypsl B auanazone 20—100°C u ckopoctu
nedopmarmn B npexenax 0,4, 0,01 u 0,001 ¢ Heznaun-
TENbHO BIIMSCT HAa €€ U3MEHEHHUE, U pa3Mep 3epeH ocTa-
ercs B peaenax 50-500 MxM.

MUKpPOTBEPAOCTh B IIEHTPE 00pa3ioB, aehopMHPO-
BaHHBIX npu Temmeparypax 20, 50 u 100°C, ocraBanach
NPAaKTHYECKH HEM3MEHHON W HaxoJuiach B Mpenenax
HV0,05 = 122—-128. Cnenyer OTMETHTh HE3HAYHTEIIEHOE
BIMSHHE Ha MHKPOTBEPJOCTh CKOPOCTH JedopManuu
npu Temnepatype 100°C, kotopas cHmxkaeTca ot 122 no
113 epuunn ¢ moeeimenueM ckopoctu no 0,4 ¢, uro
MOXHO OOBSICHUTH HEKOTOPBIM Pa3orpeBoM Marepuara.

MoaenupoBaHue ¢ MPUMEHEHHEM MoJelnu Meau M1,
[OKa3aHHOE Ha PHC. 3, IMO3BOJIMJIO ONpPEAENUTh, YTO
HaNpsDKEHUS] B HAIIPABJICHUN MEPEMEIIECHUS WHCTPYyMEH-
ta (ock Z) coctasisieT or 40 go 150 MIla. YuursiBasi,
YTO HAMpPSOIKEHUs TEKy4eCTH HPHU CXKaTHH 00pasIoB u3
PLA nocturator 100—150 MIla [6], MOXHO OXHUAaTh
HaJISKHYIO pabOTy IUIACTHKOBOTO MHCTpyMeHTa. Tak Kak
TeMIepaTypa HarpeBa 3aroroBok He mnpesblmaer 40°C,
oTIpeJieJIeHUe 3aBUCHMOCTH HAlpSDKEHUS OT BEITHYHHBI
nedopmanuu ObUIO MTPOBECHO JUIsl Tpex Temieparyp: 20,

100 0,001

100 0,01

100 04
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(IRIIANEN  Maacrnseckan aedopma

[} =

B

(IFIGNDEN] | Temneparypa

Puc. 3. MoaemupoBaHue Tporiecca IITaMIIOBKH: & — 0 AedopMarmn; 0 — mocie nedopMannu (TeMIeparypa);

B — mocie nedopmMaryu (BeJINYMHA [UIACTHIECKOM Aedopmanun); r — mocie aeopMmarmu (HAPSKSHHS)
Fig. 3. Simulation of the stamping process: a is before deformation, 6 is after deformation (temperature),

B is after deformation (plastic deformation), r is after deformation (effective stress)

Pa3paboTaHHas KOMIBIOTEpHas MOJENb Ipolecca
THOKH 3arotoBku u3 meau M1 B mHcTpymente u3 ITJIA
COJIEPXKHUT CIIEAYIOIIEEe KOIMYECTBO KOHEYHBIX 3JIEMEH-
TOB B ceTke (Tadur. 4).

Ta6m/1ua 4, KoanuecTBo KOHEUHBIX 2JIEMEHTOB B CETKE
JUTA TOCJIEAHETO MIara pacdera rnpomnecca
ruoKu

Table 4. Number of finite elements in the mesh for the
last calculation step of the bending process

HanmeHnoBanue KomnuuectBo KonuuectBo

00BeKTa B MOJIe- | PHITOBEPXHOCTHBIX |  OOBEMHBIX

M TIpoliecca JJIEMEHTOB JJIEMEHTOB
3aroToBka 17214 45964
Wucrpymenr 1 15584 46759
WucrpymeHr 2 19892 82200
WucrpymeHr 3 1156 2027

Jnsa onucanus uactpymenta u3 IIJIA ucnons3osamu
JAaHHEIE, MMOKa3aHHbIC B Ta0J. 1, U pe3ynbTaThl UCTIBITA-
HUM Ha CXaTWsd UWIMHAPHYECKUX O00pas3loB ITaHHOTO
MOJIMMEPHOTO MaTepualia, KOTOpBIE MOCIE IpeaBapH-
TeJIbHOH 00paboTKM BBOJAWIM B 0a3y AaHHBIX MaTepHa-
noB B nporpamme QForm. Takum o0pa3oMm, y4uThIBAIU
noseneHne nHCTpyMeHTa u3 11JIA npu BeImONHEHHH THO-
KM METaJUIMIeCKOT0 MaTepHaa.

DKCrepruMeHTaIbHBIC PaOOTHI 10 THOKE 3ar0TOBOK U3
Menu M1 mpoBogwIM ¢ TNPUMEHEHHEM IITaMIIOBON
ocHacTku u3 I1JIA, ycTaHOBIIEHHOM Ha TUAPAaBIUYECKOM

www.vestnik.magtu.ru

BBITSDKHOM Tipecce (puc. 4, 5). KonTpoip reomerpuue-
CKHX IapaMeTpOB IITAMIIOBAaHHBIX 3arOTOBOK OCYIIECTB-
JSUTH C TIOMOIIBI0 YHHBEPCAIBHOTO MEPUTEIBHOTO WH-
cTpyMeHTa. TO4YHOCTH u3MepeHus coctasisia +0,1 mwm.
HcxomHple 3aroTOBKM M 3arOTOBKHM IIOCJIE IITAMITOBKH
MOKa3aHbI Ha pHc. 6.

Puc. 4. TugpaBauueckuii mpecc ¢ ycTaHOBICHHON
mTaMnoBoi ocHacTkoi u3 IIA

Fig. 4. Hydraulic press with the stamping unit made
of PLA
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Puc. 5. Illtammosas ocHactka u3 [IJIA (ykpymHEeHHO)
Fig. 5. Stamping unit made of PLA (magnified)

3aroToBka

Puc. 6. 3aroToBku 70 mTaMIOBKH (@) U mmocie aedopmanuu (0)
Fig. 6. Blanks before stamping (a) and after deformation (6)

KagecTBO BBITYIICHHBIX JeTajield COOTBETCTBOBAIO
TpeOOBAHUAM YepTekKa, a TEOMETPHUCCKHIE pa3Mephl Je-
Tayeld HaXOIWINCh B IIpeeNiaX JIO0MyCcKa, YCTAaHOBICHHO-
ro 4yeprexxoM. HecMOTpst Ha BBICOKHE pacueTHBIC HATPS-
JKeHUsI, BO3HMKaloIue B Iporecce (hopmMooOpa3oBaHus,
3aMETHBIN U3HOC MHCTPYMEHTA 3aMeYeH He ObLI, YTO ObI-
JI0 TIOATBEP)KICHO CTAOMIBHBIMH T€OMETPUICCKUMH I1a-
paMeTpaMH M3rOTOBJIEHHBIX jAeTanieid. BennunHa npyxu-
HEHUsl 3arOTOBOK MpPH IITaMIOBKe ObLla OyiM3Ka K pac-
YETHOH, OTY4EHHON MOJEIUPOBAHUEM.

K reomerpuyecknM mapamerpaM OTIITAMIIOBAHHBIX
3arOTOBOK TIPSABSBISFOTCS BBICOKHE TpPeOOBaHUS 10
TCOMETPUYECKON TOYHOCTH U HIEPOXOBATOCTH MTOBEPXHO-
CTH. BBINONHEHHBIE UCCICIOBAHMS TO3BOJIMIH YCTaHO-
BUTh, YTO, HECMOTPSI Ha BHICOKHE KOHTAKTHBIC HAIIPsIKE-
HUSI, BO3HUKAKOIIUE B Tpolecce AeopMalin 3aroToBOK,
THOOYHBIN MHCTPYMEHT M3 monwinakTuaa PLA obecneun-
BaeT M3TOTOBJICHHE 3arOTOBOK C TPeOyEeMBIMU T€OMETPH-
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YCCKMMHU NapaMeTpaMM, 4YTO HO3BOJIACT PEKOMCHAOBATH
€ro i Ooiee HIUPOKOIro0 NPUMCHEHHS B JIMCTOLITAMIIO-
BOYHOM IIPOU3BOJCTBE.

3akjouenue

1. Amnanu3 HampsHKCHHO-IEPOPMHPOBAHHOTO IIPO-
1ecca, BBIIOJTHEHHBIA C MPUMEHEHHEM MPOTPAMMHOTO
koMmiuiekca QForm 10.3.0, mo3Bosmn onpenenuTb, 4To
HANPSDKCHUS B HANPABJICHUU NEPEMEIICHUS HHCTPYMEH-
Ta (och Z) cocraBistoT oT 40 g0 150 MIla. YuuTsiBasi,
YTO HANpsDKEHHE TEKy4YecTH NOJIMMEPHOTO MaTrepuaia
IIJIA cocraBaster 100-150 MIla, MOXHO OXHUIAThH
HaJIeXKHYIO pabOTy OIMMEPHOTO HHCTPYMEHTA.

2. MHccnenoBaHue MHKPOCTPYKTYpBI [TOKA3ajo, YTO
n3MeHeHne temmepatypsl B quanazone 20—100°C u cko-
poctu nedopmariiu B npegenax 0,4, 0,01 u 0,001 ¢™ ue-
3HAYHTENLHO BIUSICT HAa €€ W3MCHCHHE; pa3Mep 3epeH
ocraercs B mpenenax 50-500 MkM, 4TO MO3BOJSIET HE

BecmHuk MI'TY um. I'./. Hocoea. 2024. T.22. Ne4




Kynukoe A.f., Bypnakoe U.A., llempoe I1.A., Monwkoe I1.A., Jemempaweunu U.C.

YYUTBIBATh HBOJIOIUIO MUKPOCTPYKTYPBI MEIH TpPU €€
Jie(hOPMHUPOBAHUY TP MOJICITUPOBAHUU TPOIIECC THOKH.

3. MukpoTBepIoCTs B LIEHTpE 00pas3moB, nedopmMu-
poBaHHBEIX TpH Temneparypax 20, 50 u 100°C, ocraBanach
MIPAKTUYECKH HEU3MEHHOM M HaX0AWIach B npeaenax 122—
128 HVO0,05. Crexyer OTMETUTh HE3HAYUTEIHHOE BIIHS-
HHE Ha MHKPOTBEPIOCTb CKOPOCTH eOpMaIii MpH TeM-
neparype 100°C, xotopast cHrkaercst ot 122 mo 113 exu-
HUI] C TOBBIILIEHHEM cKkopocTu 1o 0,4 c'l, YTO MOXKHO 00B-
SICHUTHh HEOOJIBIIINM Pa30rpPEeBOM MaTepHaa.

4. BHINONHEHHBIC UCCIICAOBAHMS TO3BOJIMIN YCTa-
HOBHTBH, YTO, HECMOTpPsS Ha TPEAINOJIATacMbIC BBICOKHUEC
KOHTAKTHBIC HANPSDKCHUS MPH THOKE, BO3HUKAIOIIUC B
mporecce AedopMalii 3aroTOBOK, T'MOOYHBIH HHCTPY-
MeHT U3 moinuMmepHoro martepuana [1JIA obGecreunBaet
YAOBJIETBOPUTEIHHYIO CTOHKOCTH, YTO ITO3BOJISIET PEKO-
MEHJIOBATh €ro I Oojiee MHUPOKOTO MPUMEHEHUS B JIH-
CTOIITaMIIOBOYHOM IPOU3BOICTBE. Hampumep, Menko- u
CpeIHecepuitHOM TPOM3BOJCTBE U3ICIUIl THOKOH 3 JH-
cTOBOro npokara Meau M1 tommuzo# 1 Mm.
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