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®opmMo3MiHA ITYCTOTIIMX MOKOBOK I10 THITY T'1J1b3
y TIPOIIEC] MPOTSHKKUA 0€3 ONpaBKU O1KaMu 31 CKOCaMHU

VY crarTi po3pobiieHO HOBHH Texmpolec Ae(opMyBaHHS IIOKOBOK I10 THITY JOBIHX Tilb3 pOMOIYHUMH
OoiikaMmu 3 yxmiamMd. BuBYeHHs mipomecy nepOpMyBaHHS IO3BOJIUIO 3’sCYyBaTH 3aKOHOMIpHOCTI
(hopMO3MiHEHHS MyCTOTLIO! 3aTOTOBKH TSI HOBOTO TEXHOJIOTIYHOTO Tporiecy. JocmimKyBarcs KyTH BUPI3iB Ta
yxmwiiB 0ofikiB (10°, 20° 1 30°) i mowkuHA monavi 3aroToBKH y Ooiiku. [Ipu momavax, mo gopisaio0TH 0,1D Ta
KyTi Bupi3y pomOiuyamx OoikiB B 115° mpoxoawTs MiHIMalbHE 3aKpUTTS OTBOPY ITyCTOTLJIOI 3arOTOBKH.
EdekruBHoto reomerpieto nedopMyrodoro IHCTPYMEHTY [Uisi 30UIbIIEHHS KOE(DIIEHTY BHUTSDKKH IPH
JnedopMyBaHHI MYCTOTUIMX T'lIb3 CIIiJi BAKOPUCTOBYBATH pOoMOi4Hi 00iikH 3 yxuiiom ckociB 10...20° i 1oBXHHOIO
nojadi 3arotoBku b/D=0,1. KpuBi3zHa TOpIii OTBOPY MOPIBHIOE MPUITYCKY Ha MEX0OpOOKy, 1o 3abesreuye
OTpHUMaHHs MOTPIOHUX PO3MIpIB 1 popMH OKOBKH 0€3 BUKOPUCTAHHS ONPABKH.
nedopmyBaHHs, BHYTpiHii oTBip, mpotszkka, MCE, nedopmanii, onpaBka

IHoctanoBka mnpoGaemu. [lyis miABHIIEHHS OOOPOHO3ATHOCTI YKpaiHM CiiJ
pO3pOOIISATH HOBI pecypco30epirarodi TEXHOIOTIUHI MPOIECH IITaAMITyBaHHS apTUIEPIHCHKIX
CHapsiB. AJie Ha CbOTOJIHI HEMae HayKOBO-OOIPYHTOBAaHOi KOHIIEMIIi cepiitHOro
BUPOOHMIITBA TaKMX BUPOOIB, IO JO3BOJSIO O BUTOTOBIISITH CHApSIU Y BEJIMKINA KIJTBKOCTI,
BUCOKO{ SIKOCTI Ta 3 HU3BKOIO co0iBapTicTiO. [IpoekTyBaHHS HOBUX TEXHOJIOTIYHHX IPOLECIB
OZIepKaHHS JaHUX ITOKOBOK 0€3 ompaBKu MoTpelye MpOBeIeHHS KOMIUIEKCHUX TOCIIIKEHb Ta
po3poOkM pekoMmeHgamii s ix peamizamii. Tomy po3poOka HayKOBO-OOIPYHTOBAaHOI
METOJIMKU MPOEKTYBaHHS TEXHOJOTTYHUX NpOIEciB Ae(OpMyBaHHs MOPOKHUCTUX LMIIHIPIB
3 MeTOr iHTeHcHikaiii nedhopMyBaHHS TPU 3HWKCHHI €HEPrOEMHOCTI Ta TPYIOBUTpAT €
aKTyaJIbHUM 3aBJIaHHM 1 CTAHOBUTH BEJIMKUI HAyKOBUH Ta MPAKTUYHUHN 1HTEpEC.

Merta poboTu monsrae y miaBUIICHHI e(eKkTuBHOCTI mTpomueciB aepopMyBaHHS
NOPOKHUCTHX ~LWIHAPUYHUX 3arOTOBOK 0€3 ONpaBKM 3a JIOMOMOIOK  HAyKOBO-
OOIPYHTOBAHOTO MPOEKTYBAaHHS PEXUMIB iX nedopMyBaHHS Ha 0a3l CTBOPEHHX UYMCEIBHUX
Mozeneil, Mo JO3BOJNAIOTE PO3POOMTH Ta OLIHUTH HOBHUH TEXHOJOTIUHUM mpolec
nedopmyBaHHS TakuX TOKOBOK. HOBWII TexHOJOTIUYHUN Tiporiec nedopmyBaHHS IiIBUIIUTH
KOHKYpPEHTOCIIPOMOXKHICTh ~ BITUM3HSHOI MPOMYKIi, IO JO3BOJUTH 30UTBIIMTH 0OOCST
EKCTIOPTY YHIKaJIbHOI MPOIYKIIii Ha 30BHIITHHOMY PHHKY.

AHaNi3 ocTaHHIX AocaigxkeHb Ta myOsikamii. OCHOBHUM 3aBIaHHSIM PO3BUTKY
CHELiaJbHOr0  MAIIMHOOYAYBaHHS €  BHUBEIEHHS IOro Ha  OPUHIMUIIOBO  HOBI
pecypco3bepirarodi TEXHOJIOTiI, MmO 3a0e3Me4yloTh IMJABUIICHHS MPOMAYKTHUBHOCTI Mpaili,
€KOHOMIIO MaTrepiajJbHUX Ta €HEPreTUYHUX pecypciB [1]. 3HaYHOIO MipOIO0 BHUPIMICHHIO ITUX
3aBJaHb CIPUSE BIPOBAKCHHS Y MPOMHCIOBICTh MPOTPECUBHUX TEXHOJIOTIH 1eOopMyBaHHS
[1]. Cepen Takux MOKOBOK MOCIAIOTh MYCTOTLII MMOKOBKU 3 JHOM, MO THUITY apTHJIEPIHCHKUX
r'iib3 Ta CHapsAiB. JlaHUi TUIT TOKOBOK Ma€ HU3bKHM Koe]ilieHT BUKOpUcTaHHA MeTany (Ksm
= 0,15 ... 0,3) 4gepe3 BimXomu, SIKi TOB'S3aHI 3 MPOIIMBKOIO OTBOPY 1 JOJATKOBUMHU
MPUITyCKaMU Ha MeXaHI4Hy 0O0poOKy [3]. 30UIblIeHU TPUITYCK BUKIMKAHUA 3aCTOCYBaHHIM
KOHYCHUX ONPABOK /ISl BUKIIOYCHHS 3aKOBYBaHHS OTBOPY NpU HPOTsKIi. OOMEKEeHHSIM
3aCTOCYBAaHHS ONPABOK € HEMOXJIMBICTh OTPUMAHHS B TIOKOBKAaX OTBOPIB JiaMETPOM MEHIIIE
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90 mMm [4]. HacmipaBni B Takux MOKOBKaxX OTBIpP 3aKpUBAIOTh HAIYCKOM 1 OJEPXKYIOTh HOTO
BHUCBEP/UTIOBAHHSIM CYIUIPHOTO IWIIHAPA, OTPUMAHOTO JAeGOpPMyBaHHAM B KOMOIHOBaHUX
Ooiikax [5]. 3MEHIIUTH BUTPATy METaly MOXKHA 32 paXyHOK (pOPMYBaHHsS OTBOPY B IOKOBIII
0e3 3acTocyBaHHS ONPABKH [6].

Omepariisi mpOIIMBKM OTBOPY BHMAara€ 3HayHUX 3yCHJb, IO 1HOMAI TNEPEBUIIYIOTh
MOKJIMBOCTI YMHHHMX TpeciB. Y TaKuX BHUMAJIKax JAJs OAEpPKaHHS MOPOXKHUCTUX 3ar0OTOBOK
noTpiOHOrO JiaMeTpa JOBOJAMTHCS BBOOUTH JOAATKOBY OIEPaLil0 - PO3KOUYBAHHS
MOTIEPETHBO TMPOIIUTUX 3aroTOBOK, IO 30UIbIye TpymoMmicTKicTh [2]. nst ycyHeHHs
3a3HAYEHUX HEAOJNIKIB y il poOOTI po3poOMIM Ta BUMPOOYBAIM KOMIUIEKCHY TEXHOJIOTIIO
BUTOTOBJICHHSI TOBCTOCTIHHUX TMOPOXKHUCTUX 3arOTOBOK 13 CHEIlajbHIA 3arOTOBKH 3 TITYXOIO
MNOPOXHUHOIO, 110 3a0e3neuye MOIMIIEHHsS] TEXHOJIOTTYHOCTI MPOIECy, €EKOHOMIIO METally Ta
3HIDKCHHSI TPYJIOMICTKOCTI.

Mertoq NpOUIMBKU 3aroTOBKM B KOHTEHHepi, po3polieHuil y poGoti [8], mae psn
ICTOTHMX HEJOJIKIB, TIOB'I3aHMX 3 HEPIBHOMIPHUM pO3MOAUIOM B TUTl TOKOBKH
HAKOMIMYCHUMH JedopMallisiMi Ta HAsBHICTIO HEMETAJIEBUX BKIIIOYEHb. ABTOpH pobotu [9]
3alpOTIOHYBaJId HOBUU CITOCIO OTPUMAaHHsS TIOKOBOK TpyO, SKHM MOJsITae y oOCapKeHi
3arOTOBKM y KOHTEHHEpi, 3 BHUTICHEHHSIM MeTaily Je(eKTHOi 30HM y BUIbHY MOPOXHUHY
KoHTeiHepa. lleil cmocid 103BoJsiEe, TOPIBHSIHO 3 ICHYIOYMM, 3HHU3UTH DPI3HOTOBIIMHHICTH
MIOKOBKH, PO3TaIlyBaTu J1e()eKTHY 30HY B MICIIl TEXHOJOTTYHOTO BiIXOIy MOKOBKH (B JOHHIN
YaCTHHI) 1 BUKITIOYUTH Ne(PEKTH Ha BHYTPINIHIA MOBEPXHI TiJIb3H, 3MEHIIUTHA TEXHOJIOTIYHI
NPUIYCKH Ta 30UTBIINTH KOS(II[IEHT BUKOPUCTAHHS METAIY.

Y poGoti [10] 3ampomoHOBaHO CHOCIO BHUTOTOBIICHHS TOPOKHUCTUX TTOKOBOK,
OMM3BKUX 710 TPOQUII0 TOTOBUX JAeTaje, IKUi 03BOJISE MIABUIIUTH BUKOPUCTAHHS METay
Ha CYYaCHHX paJlialIbHO-OOTHCKHUX MaiminHax Ooiikamu 31 ckocamu. A y poGoti [11] Oyna
3alpONOHOBAHA HOBA TEXHOJIOTiA Ae(POpPMYBaHHA MOPOKHUCTUX IMIIHAPIB. [IpUHIMIIOBOIO
BIJIMIHHICTIO 3aIllpOTIOHOBAHO1 TEXHOJIOTIl BiJ[ 3arajJbHONMPHUHHATOI €: 3MiHA IMOCIiJOBHOCTI
omepauid nedopMyBaHHS;, 3acTOCyBaHHS mimirpisy mo Ttemmeparypu 1000°C, ska €
TEMITEpaTypOI0 TOJAIBIIOI TEPMIYHOI OOpOOKH 1 HE MPHU3BOAWTH 10 3HAYHOTO 3POCTAHHS
3epHa; BIiAMOBAa BiJ MPOMDKHHUX TepMiuHUX 00poOok. TpuBamicTe TEPMIYHOTO IHKITY
nedopmyBaHHS TIpH TakoMy TIporieci ckoporuiiacsa. HoBuii mporec oTpuMaHHs O€3IIOBHHUX
TOBCTOCTIHHUX ITyCTOTIJIMX 3arOTOBOK BEJIMKOTO JiameTpy OyB po3poOienuit y podori [12].
MeToq TPUHITMIIOBO BiAPIZHAETHCS THM, IO BUTOTOBICHHS IIOKOBOK BiJIOYBa€eThbCs 13
3aroTOBOK MPOIIMBKOIO B MAaTPUIli HA BEPTUKAJIHHOMY TiAPaBIIYHOMY IpeCi Ta MPOTIKKOIO
OTPUMAHOI T1JIb3W HA TOPU30HTAJIBLHOMY TipaBIiYHOMY TIpeci. SKiCTh TTOKOBOK, OACPIKaHUX
HOBUM METOZIOM, XapaKTEePU3YETbCS BHCOKMM pIBHEM MEXaHIYHMX BJIACTUBOCTEH Ta
OJTHOPITHICTIO CKJIaY.

IloctanoBka 3aBaanHsA. [l morpe0 creniadbHOTO MAIIMHOOYIYBAaHHS YacTO
MOTPiOHI TIOKOBKH TOPOXKHUCTUX HWJIHAPIB 13 «IIyXHM» JHOM. 3 TaKuX ITOKOBOK
BUTOTOBJISIOTHCS TUTB3H, IIMITIHIPH, IUTYHKEPH TiAPaBIidYHUX MPeciB Ta iHmI aerani. Hemomik
ICHYI0YOi TEXHOJIOTiI 13 3aKOBYBaHHSIM JHA IOJIATA€ B TOMY, IO HAa BHYTPIIIHINA MOBEPXHI
HEMHMHYYE€ YTBOPIOIOTbCS CKJIAIKU Ta TPIIMHU. ABTOpH poboTu [13] 3amporoHyBaiyu HOBY
TEXHOJIOT1I0 BUTOTOBIIEHHSI NOPOXHUCTUX LMJIIHIPUYHUX 3arOTOBOK 3 «TIIyXUM» JTHOM, IIIO
J03BOJIsiE BUKIIOUMTH Il Hemoniku. Cmoci® aegopMyBaHHS MOPOKHUCTUX LWIIHAPIB 0e3
OTPaBKM € HOBHM 1 HEBHBYCHHMM. Y Tiporeci nedopmyBaHHS Oe3 ONMpaBKU BiAOyBa€eThCs
3aKOBYBaHHsI OTBOPY Ta 30UTBIIEHHS CTIHKM BHXIJHOI 3ar0TOBKU. Lle CTaHOBUTH BENMKY CKIIQIHICTD
NPy TPOEKTYBaHHI TEXHOJOTIYHOTO MPOIECy 3TiHO Iboro crnocoly. Ciig BCTaHOBHTH
MeXaHi3M 3MIHU JilaMeTpa OTBOpPY MPOIINTOI 3aroTOBKM 3aJ€KHO BiJ BIIOMHX pO3MIpiB
TIOKOBKH PEXKUMIB 1e(hopMyBaHHS Ta reoMeTpii iHcTpyMeHTy [14]. ToMy HEoOXiTHO BU3HAUUTH, SIK

122



ISSN 2664-262X I{enTpanbHOYKpaiHChbKKi HayKOBHH BicHUK. Texuiuni Hayku. 2025. Bumn. 11(42), u. |

BIUIMBAE MPOTSHKKA BUPI3HUMHU OOMKaMH 31 CKOCAMH Ha 3aKOBYBAaHHsI OTBOPY B 3aJIC)KHOCTI BiJl
BUXIJTHUX PO3MipIB 3aTOTOBOK, KyTa BUPi3y OOMKIB, BEJIMUMHA OOTHUCKAHHS Ta MO/Ia4i.

Bukiaan ocHoBHOro Martepiamy. J[ocnmipkeHHS TPOIECIB MPOTSHKKU 3/A1HCHIOBATIOCS
METOJIOM CKIHYEHUX eJIeMEHTIB. BuximHi maHi mna po3paxyHky: crtaib 50X, t=1200°C;
v=40 MM/ c. Temneparypuuii intepBan aedopmyBanHs 1200...800°C, mingbHICTE NpHU
KiMHATHIH Temmeparypi 7840kr/m’; moxyns FOHra 2*10° MIla. 3aroToBKH HPOTATYBAJHCS
BHpi3HUME Goiikamu 3 kytamu Bupizy 90°, 115°, 140° i pisHOi JOBKHHE TOPH30HTAIBHOIL
nonuii aedopMyrodoi YacTHHHU, sKa BHU3HaAdae BenuuuHy momadi b = 0,1D; 0,2D; 0,3D.
JocnimxyBaHa cxemMa NpPOTSXKKM TMpelcTaBleHa Ha pHCYHKY 1. VY mochimkeHHi
BUKOPHUCTOBYBAJIUCS IWIIHAPUYHI CTajieBl MOpoxXHUCTI Moneni. JliameTp 3arotoBok D = 500
MM, a BIIHOCHMH JiameTp BHYTpimHboro orBopy (do /D) BapitoBaBcs B aiamasoni 0,3; 0,5;
0,8; BucoTu 3aroroBok craHoBmwiM H1 = 480; 286; 238 MM 114 3a0e3II€UeHHST OJHAKOBOTO
00’eMy 3aroTOBKHM IpH PI3HMUX JlaMeTpax OTBOPiB. JlocmimKyBaBcs BIUIUB TPhOX (haKTOPiB,
0 BapilOBaJIKMCS Ha TPbOX pPiBHAX. Pe3ymbraTé po3paxyHKy — CTyHiHb Ta 1HTEHCHUBHICTh
3aKOBYBaHHS OTBOPY MPHU MPOTSDKI 0e3 onpaBku Ooiikamu 3i ckocamu. CtymiHb nedopmartii
3arotoBku ctanoBuia 20%, 40% ta 60%.
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Pucynox 1 — Cxema ripoiiecy IpOTSDKKH Ha IIOYaTKOBOMY (a) Ta 3aBepiiainbHoMy (0) erarmi

Jicepeno pospobneno asmopamu

B pesynbrari qocnipkeHHs MOBUHHI OyTH HaJaHI peKOMEHJaLli JUIsl MPOEKTyBaHHS
HOBOTO TEXHOJOTIYHOTO Tporecy aehopMyBaHHS IMyCTOTUIMX IIMIIHAPIB O€3 OmpaBKH.
[Iponiec  nedopmyBaHHS TMOPOKHHUCTHUX TMOKOBOK 0€3 ONpaBKU  XapaKTEPH3YETHCS
TPUBUMIPHUM IUIMHOM MeTally Hpu NpoTsoKui. IIpoTsikka 3aroToBKM BHPIZHUMH OOHKamu
NPU3BOAUTH 1O il TOMOBKEHHs Ta 30UIbIICHHS TOBIIMHU CTiHKA. Ha Qopmo3miny
MOPOXKHUCTOI 3arOTOBKM B Mpoueci Ae(opMyBaHHS BIUIMBaIOTh (hopMa BUXITHOI 3arOTOBKH,
pexumu f1eopMyBaHHS (110/1a4a, KAHTYBaHHS, OOTUCHEHHSI) Ta TE€OMETPIsl IHCTPYMEHTY.

BuxigHi fgaHi [ TPOEKTyBaHHS TEXHOJIOTIYHOTO TIPOIECYy — 3OBHIIIHINA Ta
BHYTPILIHIN J1aMeTpH MOKOBKHU. Po3paxyHOK mpouecy MpOTSHKKH IMyCTOTUIMX TIIYXOJOHHUX
IIOKOBOK 0€3 ONpaBKU € CKJIaJHUM JOCTIAHUIBKUAM 3aBIaHHAIM. lle BHUKIMKaHO BIUIMBOM
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BEJIMKOI KITBKOCTI (pakTOpiB Ha Iei mporec. 3auis peaiizaiii Hpolecy MOIETIOBAHHS
HEOOX1AHO BHUOpaTH 3HAYHI UYWHHUKH. AHAJI3 TEXHOJOTIYHUX TMPOIECiB AehOopMyBaHHS
MYCTOTUIMX IMJIIHAPIB MMOKa3aB, 10 OCHOBHUMH (PaKTOpaMH, IO BIIMBAIOTH HA (POPMO3MIHY
3aroToBKM B Tiporieci aedopmariii €: BiZHOCHUW miameTp oTBopy B 3arotoBili (do/D), xyT
BUpi3y Oo#kiB (o) Ta BimHocHa mnomada (a/D). Ha ¢opmo3miny y mpoueci HpOTSKKA
BUPI3HUMH OOMKaMM TaKOX BIUIMBA€ BEJIIMUYMHA CYMapHOTO OOTHCHEHHS 3aroTOBKH (€).
IaTtepBan BapitoBaHHS JUI TeEpIIOro (axkropy BHOpPaHO 3 YMOBM MAaKCHMaJIbHOTO Ta
MIHIMQJIBHOTO 3HAYEHHS TOBIIMHU CTIHKH 3arOoTOBKH. 3acTOCYBaHHS i AehOpPMYBaHHS
MOPOKHUCTUX 3aroTOBOK 3 TOHKOK cTiHKOKO (do/D>0,8) mpu3Beae M0 CIUTIOIIYBaHHS
3aroTOBKH, MPHU SKOMY HE BiOyBaTUMEThCS AehOpMYyBaHHS CTiHKU. [Ipyu 3HAUHMX TOBIIMHAX
CTIHKM TOPOXHHUCTUX 3arotoBok (do/D<0,25) BimOyBaTUMEThCsl IHTEHCHUBHE 3aKOBYBaHHS
OTBOPY TNPH MPOTSDKIN BUPI3HUMH Ooiikamu. ToMy 1HTEpBaM BapitoBaHHS MepIIoro GakTtopy
oOpaHi B iboMy fiana3oHi (Tadm. 1).

EdextuBHICTD TPOTATYBaHHS 3aroTOBOK 3aJICKUTh Bl KyTa BHPI3y OOMKIB.
[HTeHCHBHA BHTSKKa BiOyBaTUMETbCS NMPH KyTi BUpi3y OOWKIB, mpoTe Li OOWKM MEHII
yHIBEpCalibHI 1 MOTPEOYIOTh YacTOi 3MiHM OOWKIB TP KyBaHHI NPH 3aJaHUX OOTHCKAaHHSIX
3aroTOBKU. 3a0€3MEUUTH YHIBEpCAIbHICTh BUPI3HUX OOIKIB MOXKHA 32 paxyHOK 301LTbIICHHS
KyTa Bupi3y. [Ipu 30imbIeH] KyTa BHpi3y OOHKIB cxeMa nedopmMyBaHHS HAOIMKAETHCSA 10
neopMyBaHHs IJIOCKUMHU OOWKaMH, IO CYNPOBOKYETHCS IHTEHCHBHMM PO3IIUPEHHSM 1,
BIJIMOBIJIHO, CIUTIONIYBAaHHSM ITyCTOTLJIO1 3aTrOTOBKH, a HE il BUTSIKKOIO. BUXomsum 3 JaHUX
oOMeskeHb, Oys10 00paHO BiANOBITHUM IHTEpBaN Ui I[bOTO (akropy (Tadm. 1).

3MmiHa JiaMeTpa OTBOPY B 3aroTOBIIL 3aJICKHUTh BiJ CTyNeHs Aedopmarlii (0OTHCKAHHS).
Ha mpakrtuni npu aepopMyBaHHI IMyCTOTIIMX TIOKOBOK 3MIHEHHSI BiJHOIIGHHS IUIOII
nomnepeyHoro rmepepizy cranoButh 2,0..3,5. Iliii Benmwmumui gedopmariii  BigmoBigae
oOtuckanHs B niana3oHi 20...60%. [nTencudikyBaTi BUTSDKKY TpU MPOTSIKIN, a, BIAOBIIHO,
3HU3UTHU CTYIIHb 3aKOBYBaHHS OTBOpPY B 3aroTOBIII MO)XKHa 3a PAaxXyHOK 3acTOCYBaHHS
BUPI3HUX OOHKiB 31 ckocamu. [Ipu 1ibomMy Oyzie 3MEHIIyBaTUCS BEIMYMHA 11014l 3aTOTOBKH Y
Ooiiku. 3 mocBiny AedhOpMyBaHHS IUTUT TUIOCKMUMH OOWKaMH 31 ckocaMu €(QEeKTUBHHH KyT
cranoButh 10...30° [15]. BignocHa nogaya cranoButs 0,1; 0,2; 0,3 Big miameTpa 3aroToBKH,
B1IMOB1THO. TOMy JAOCIIIKEHHSI MOJKHA PO3AUIMTH HAa TPU CXEMH, TIPH SIKUX BapilOBAaTUMETHCS
BeJIMYMHA 1ofa4i. TakuM 4YMHOM, BUIIIEHO TPH OCHOBHI (haKTOPH, 1110 BIUIMBAIOTH Ha MPOLIEC
neopMyBaHHS TIOPOXKHHCTHX TIOKOBOK 0Oe3 ompaBku (tabn. 1). Ilpu mnnanyBaHHI
MaTeMaTUYHOTO EKCIIEPUMEHTY OTPUMalld MaTeMaTH4YHy MOJENb BiJIHOCHOTO JiaMeTpa
BHYTpilTHLOTO 0TBOPY (d1/D).

Tabmuns 1 — @akropu Ta piBHI iX BapitOBaHHS MIPHU MPOBEJACHHI JOCIIPKEHHS

X1 | 42 | 43
®daxTopu Ta piBHI iX BapitoBaHHS 4 ‘%D @ |50,
IaTepBan BapitoBaHHs AX; 025 25 20
Hwxuilt piBenb Xp=-1 0,3 90 20
Cepenniii piBeHb X;=0 0,55 115 {40
Bepxniii piBeHb 4=+ 0,8 140 160

Joicepeno pospobneno asmopamu
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3acTocyBaHHsT HOBOro crnocoOy aeopMyBaHHS MOPOKHUCTHX LWIIHIPIB 3 JTHOM
BUKJIIOYAE 3aCTOCYBAaHHS ONPaBKH, IO NPU3BOAMTHME IO 3aKOBYBaHHS OTBOPY IyCTOTLIO1
3aroTOBKM 1 30UTBLICHHSA CTIHKM TOKOBKH. lle yCKIIaJHIO€ NMPOEKTYBAaHHS TEXHOJIOTiYHOTO
MPOIIECy, TOMY HEOOX1JHO BCTAHOBHUTH BIUIUB PO3MIPIB 3arOTOBKH Ta T€OMETPii IHCTPYMEHTY
Ha 3aKOBYBaHHsI OTBOPY LIMTIHJIPA.

PamioHanbHUMH, 3 TOYKH 30py HaIpy>KeHO-Ie(OpPMOBAHOTO CTaHYy Ta 3aKOBYBAaHHS
OTBOpY 3aroTOBKH, 0OpaHi O0WKM 3 KyTOM BUPI3y OO#KiB 10 oo = 115° Ta Benu4ynHOIO mojayi
0,1D [14] (puc. 2). [Ipu nupomy BenuumHA KiHIIEBOTO BigHOCHOTO miametpa (d1 /D) menmia,
HDK U1 KyTa BUpi3y o = 90°, 3a oHAKOBUX YMOB e(hopMyBaHHS, 1 Ma€ BUIVISL TapadoIIu.

0,20

diD

Pucynox 2 — CtymniHb 3aKOBYBaHHSI OTBOPY IPH ITPOTSDKILI MOPOXKHUCTUX HITIHAPIB OolKaMu
3 KyToM Bupi3y o = 1150 ta momauero 0,1D
Lrcepeno pospobneno asmopamu

OI1iHKY HIBUJKOCTI 3aKOBYBaHHS OTBOPY 3arOTOBKH, IIJISl PI3HUX JiaMETPiB OTBOPIB,
HEOOXiZIHO TPOBOAWUTH Ha TIiJACTaBi YHIBEpCAJIbHOTO TOKAa3HUKA, SKUH BpaxoBYBaTHMeE
IHTEHCHUBHICTh 3MEHIIICHHS JiamMeTpa OTBopy. Lleil moka3HWK MOkKHa Ha3BaTH — KOE(]IIlieHT
IHTEHCUBHOCTI 3aKOBYBaHHS, SKHI BU3HAYA€THCS BIJHOIICHHSM 3MiH IUIONIMH KIHIIEBOT
MIOKOBKH Ta TIOYAaTKOBOI 3arOTOBKH J0 TUIOMI OOTHCHEHOT 3aTOTOBKH

_R-F _(D'-d3)-(D} -4}
F e D*-p} ’

J
(1)

ne D, D1 — 30BHimIHI 1iaMeTpu BUXIIHOI Ta MPOTATHYTOI 3arOTOBOK, BiJITIOBITHO;
d0, d1 — miameTpu OTBOPIB 3arOTOBKH Ta MOKOBKH, BiJIIMOBITHO.

®opmyna (1) mokasye 1HTEHCHBHICTh 30UIBIICHHS TOBIIMHU CTIHKHA 3aJIEKHO BiJ
OOTHCHEHHS 30BHILIHBOTO JllaMeTpa 3ar0TOBKH, TOOTO Bi1oOpakae 4aCTKy OOTHCHYTOI IJIONI],
sKa Wje Ha 30UTbIIEHHS CTIHKY MOKOBKH. Tak mpu =0, Konu 1uiomia nepepilzy He 3MIHIOEThCS,
301IbIICHHS TOBIIMHU CTIHKHU HE BiZIOyBa€eThCs 1 MeTall IuinHe y nopoBxkeHHs. [lpu £ = 1, konu
3MiHa TUIOIII 3arOTOBKH B Tpolieci AedhopMyBaHHS JOPIBHIOE IUIONI OOTHCKAHHS 3arOTOBKH
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(FO—F1 = Fo0T), Bce OOTHCKaHHS MPU3BOAUTH A0 30UTBIICHHS CTIHKH 3arOTOBKH, OTIXKE,
MOJIOBKCHHS 3arOTOBKH OYJI€ BIJICYTHE.

Le#t moka3HUK BpaxoBYy€ «IIBHIKICTHY» 3aKOBYBaHHS OTBOpPY B 3aJIC)KHOCTI BiJ pi3HOI
TUTOIII TIepepi3y BUX1AHOI 3arOTOBKH (TOBIIMHM CTIHKH). J{Jisl pi3HUX TOBIIMH CTIHOK BUX1IHOT
3aroToBKM Oyzne pi3HMM o00'eM MeTany, 1o Oepe ydacTh y naedopmarii, Mo iCTOTHO
BIUTUBaTUME Ha 3aKOBYBaHHS OTBOpY. OIIHUTH 1HTCHCHUBHICTh 3aKOBYBAaHHsSI MOKHA ITICIIS
aHai3y TUX Pe3yJbTaTiB, 110 MPEACTABICHI Ha PUCYHKY 3.

PucyHnok 3 — [HTEHCHBHICTh 3aKOBYBaHHS OTBOPY MPH MPOTSIKIN MOPOKHUCTHX IHJIIHIPIB OOWKaMH 3
KyToM Bupizy o = 115 Ta momauero 0,1D

Jorcepeno pospobneno asmopamu

BucnoBok. Ha migcraBi pe3ynabraTiB  TEOPETUYHOTO JOCHIDKEHHS MEXaHI3MY
3aKOBYBaHHA OTBOpPY LWIiHApa Oyna oOpaHa edekTHBHA cxema [Uid 3a0e3NeueHHS
MiHIMAJTFHOTO 3aKOBYBAHHS OTBOPY, B SIKiil BHpi3Hi Goitkn Mamu Bupi3 3 kytom 115° i mmpumy
nepopmytouoi vactuHu 0,1D. 3aranbHOI0 3aKOHOMIPHICTIO AJIi  JOCHIIKYBAHHUX CXEM
nedopMyBaHHS € Te, 1[0 IHTEHCHBHICTh Je(OpMyBaHHS OTBOPY OJHAKOBA IPH PI3HUX
OOTHCKaHHSX MPU MOCTIWHUX CITIBBIIHOIICHHSIX PO3MipiB 3arotoBkH. [Ipu momauax OinbIie
0,2D He BimOyBaeThCsl AKICHOI Ta KUTBKICHOI 3MIHHM 3aJIeKHOCTI CTYIEHS Ta 1HTEHCHUBHOCTI
3aKOBYBaHHA OTBOpY. Lle 103BoMsie BU3HAYMTH PEKOMEHIOBAaHY TOAady ISl IHTCHCHBHOL
BUTSOKKM 3arOTOBKM Ta 3MCHIICHHS CTyNeHs 3akoByBaHHSA oTBopy. llomawa, 1o
peKoMeHAyeThCs, MoBUHHA OyTu B miamaszoni (0,1...0,2)D. Takum duHOM, AJS OAEPIKAHHS
MIOKOBOK 3 BEJHMKHM JiaMETPOM OTBOPY HEOOXiIHO 3aCTOCOBYBAaTH 3arOTOBKH 3 BEJIUKHUM
ZliaMeTpOM OTBODY.

HaykoBa HOBH3HA poOoTu monsrae y: 1) Boepiie OyB 3anporoHoBaHu MOKa3HUK (),
SIKMI BPaxOBY€E MIBUIKICTh 3MiHU IDIOMII MOMEPEYHOTO TIepepi3y MyCTOTIN0I 3ar0OTOBKH NpH 11
oOtuckanHi (popmymna 1); 2) oTpuMaiy MoAaIbIINA PO3BUTOK PE3YIbTATH, K MOKA3yIOTh, 1110
JUIsl IHCTPYMEHTY 3 KyTOM BHUPi3y OOKiB o= 115" iHTCHCHBHICTh 3aKoByBaHHs OTBOpY (f)
MepPEeBaKHO 3aJICKHUTh BiJ] BUX1JHOTO BIAHOCHOTO JiamMeTpa 3arotoBkH (do/D) HiXk BiJ CTyNeHs
o0TUCHEHHS; 3) BIEpIlle BCTAHOBJICHO, L0 CTYIIHb 3aKOBYBaHHSI 301IBIIYETHCS, a IIBUAKICTh
3aKOBYBaHHS € CTaJOI0 TPH PI3HUX 3HAUEHHSIX OOTHCKAHHS, TOOTO iaMeTp 3aKOBYETHCS
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MPAKTUYHO 3 MOCTIHHOK MIBUAKICTIO, L0 € BaXXJIMBUM HAYKOBUM CIIOCTEPEKEHHSM 1 HE OYyi0
B1JIOMO paHiIe.
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Deformation of Hollow Forgings of The Sleeve Type in the Process Of Drawing Without

a Mandrel by Beveled Punches

The purpose of the work is to increase the efficiency of the processes of deformation of hollow
cylindrical blanks without a mandrel by means of scientifically substantiated design of their deformation modes
based on the created numerical models, which allow developing and evaluating a new technological process for
the deformation of such forgings. The new technological process of deformation will increase the
competitiveness of domestic products, which will allow increasing the volume of exports of unique products on
the foreign market. The article develops a new technological process for the deformation of forgings of the type
of long sleeves with rhombic strikers with slopes. The study of the deformation process made it possible to
clarify the regularities of the shape change of the hollow blank for the new technological process. The angles of
the cutouts and slopes of the strikers (10°, 20° and 30°) and the length of the workpiece feed into the strikers
were studied. At feeds equal to 0.1D and a cut angle of rhombic punches of 115°, the minimum closing of the
hole of the hollow workpiece takes place. The effective geometry of the deforming tool to increase the extraction
coefficient when deforming hollow sleeves should be rhombic punches with a bevel slope of 10...20° and a feed
length of the workpiece b/D=0.1. The curvature of the end face of the hole is equal to the allowance for
machining, which ensures obtaining the required dimensions and shape of the forging without using a mandrel.
Based on the results of a theoretical study of the mechanism of forging the cylinder hole, an effective scheme
was selected to ensure minimum forging of the hole, in which the cutout punches had a cut with an angle of 115°
and a width of the deforming part of 0.1D. The general pattern for the studied deformation schemes is that the
intensity of hole deformation is the same for different crimps with constant ratios of the workpiece sizes. At
feeds greater than 0.2D, there is no qualitative or quantitative change in the degree and intensity of hole forging.
This allows us to determine the recommended feed for intensive drawing of the workpiece and reducing the
degree of hole forging. The recommended feed should be in the range (0.1...0.2)D.
deformation, internal hole, broaching, FEM, deformations, mandrel
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