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ITopucrocTs, BO3HUKAIOIIAS B U3/AEUAX U3 AJIFOMUHNEBO-MarHUEBbIX CIIIIaBOB,
CHUHTE3UPYEMBIX NPOBOJIOYHO-AYTOBOW HAIJIABKOM METOAOM XOJIOJHOTO IEepeHoca
METaJula, CYIIECTBEHHO YXYALIAeT XapaKTepUCTHKH YCTaJIOCTHON ITpoyHOoCTH. Pas-
pabarbiBaeMast TEXHOJIOTHS THOPUIHOTO 8 UIMTUBHOTO MPOU3BO/ICTBA C MOCIOWHON
MPOKOBKOHM Ka)KIAOTO HAIUIABICHHOTO CJIOSl MaTepHraja ciocoOHa MUHUMH3HPOBATH
MOPUCTOCTD u3zienus. st BoIOOpa pallioHAIBHBIX TAPaMETPOB TEXHOJIOTHYECKOTO
Ipoliecca UCCIIeAyeTCsl IBOMIOLUS paclpeiesIeHNsl TOPUCTOCTH IO MOIEPEUHOMY
CEUEHHIO JIMHEHHOI0 3JIEMEHTAa IOCJE €ro OJHOKPAaTHON MPOKOBKH ITHEBMOMO-
notkoM. ITocTpoeHna ynciieHHas MOZIENb IPOLECCA B ITAKETE LS-DYNA®, rze B Ka-
YeCTBE CBSI3aHHBIX YPaBHEHUH IIaCTHUYECKOH ieopMariuy Marepraa 1 3BOTIOLHUN
MIOPUCTOCTH B3ATHI cooTHOWEHus | ypcona—TBeprapaa—Humemana. [liis onipene-
JIeHUS ITapaMeTPoB 3aKoHa Ae(hOpPMAMOHHOTO yIipoyHeHus [>xoHcona — Kyka BbI-
MIOJIHEHbI MCIIBITaHUS cIulaBa AMro6 B IIMPOKOM JAMamna3oHe cKopocTeil nedop-
Manuu. Bo3nelicTBiue MHEBMOMOIOTKA B UHCIICHHOM MOJIENIN ONPENEIsuIoCh C 110-
MOILBI0 TEH30METPUPOBAHHON CTAJIbHON MHUILIEHH U MTOATBEPKIAJIOCH MO HCKaXe-
HUSIM TIOTIEPEYHOTO CEYCHUS MPOKOBAHHOTO Opyca u3 cruiaBa AMr6. Pacuerst, co-
IIACHO MOJIEJNH, COTIOCTABJIEHBI C JAHHBIMHU SKCIIEPUMEHTA, JUIS Yero aJJUTUBHBIM
MPOM3BOICTBOM C TMOCJIOIHOM MPOKOBKOM 1 6€3 Hee ObLTH M3TOTOBJICHBI 1BA JINHEH-
HBIX CErMEHTa, U3 MONEPEYHbIX CEYEHHH KOTOPBIX MOATOTOBIEHBI HUIM(BI, 00pa-
OoTaHHbIe JUIs BU3yaidu3auuu nop. [Ipu Takom crnocobe 00paObOTKH JaBICHUEM
YMEHbIIECHHUE TOPUCTOCTH B IOTPAHUYHOM CJIOE 3aTOTOBKHM B OCHOBHOM 3aBHCHUT OT
HaKOIUICHHBIX IUTACTHYECKUX AedopMaruii 1 cnabo 4yBCTBUTENBHO K BUIY HaIps-
JKEHHOTO COCTOsIHMsI. Moenb Mo3BOJIIET NpeACKa3blBaTh pa3Mephl 00IacTH IMof
001KOM, 3aBUCSIIIHE OT ITApaMETPOB IPOKOBKH, B ITPEAEIaxX KOTOPOH CYIIECTBEHHO
CHIKaeTCs NOPUCTOCTb. [ [pMeHeHe OnTHMaIbHBIX PeXKUMOB IPOKOBKH CIIOCOOHO
obecreunTs NPOU3BOICTBO Ka9eCTBEHHBIX U3/IENHH B IPOLIECCaX THOPUAHOTO /-
TUBHOTO NPOU3BOJICTBA.

*BeinoniHeHo npu ¢uHancoBoi moaaepkke PH® (rpant Ne21-19-00715).
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Knouegvie cnosa: rubpuiHoe alIMTUBHOE IPOU3BOICTBO, IPOBOJIOYHO-AyroBast
HAIUIABKa, AJIFOMUHUEBO-MAaTrHHEBBIE CILUIABBL, INIACTUYHOCTD, PACYET, SKCIIEPUMEHT,
MOPUCTOCTb, MoAeNb I'ypcona — TBeprapaa — Hunnemana.

BBepgeHue

[MopucTocTs M3AENUIl M3 aTIOMHHHEBO-MarHWEBHIX CIUIABOB, CHHTE3HPOBAHHBIX
MPOBOJIOYHO-AYTOBOW HATUIABKOM, MOHUKAET XapaKTEPUCTHKH CTATUIECKON MPOYHOCTH,
B 0COOCHHOCTH pECyPC ITIACTHIHOCTH MaTepHaa i yCTaJOCTHBIH pecypc, o CpaBHEHUIO
¢ kKaTtaHbM MeTasioM [ 1, 2]. [loprcTocTh MUHUMU3HPYETCs IPUMEHEHUEM 3P (HEKTUBHBIX
TEXHOJIOT W TIa3MEHHOW HAIUTABKH (B TOM YHCIIE THIABAIINMCS MIEKTPOIOM) M XOJIOTHOTO
mepeHoca MeTaja, a TAKKEe BHIOOPOM pallMOHATIBHBIX ITAPAMETPOB MX PEKUMOB. YCTpa-
HEHHE TIOPUCTOCTH TAKXKE OKA3BIBACTCS JOTIOTHATEILHBIM 3 (PEKTOM HCIOIB30BaH)S THO-
PUIHBIX TEXHOJIOTUH aJTATUBHOTO IIPOU3BOJICTBA, B KOTOPHIX HAILIABICHHBIC CIIOU JIMHEH-
HOTO 2JIEMEHTA U3/IEJIHS IPOKOBBIBAIOTCSI THEBMOMOIIOTKOM HITH OOKATHIBAIOTCS POIIKOM.
Takue TeXHOJIOTHH B MOCICIHUE IECATh JIET pa3pabaThIBAIOTCS PSAIOM HAYYHBIX OPraHu3a-
uit: yausepcutetamu Kpaadunaa u Manuectepa [3, 4], UHIHICKAM HHCTUTYTOM TEXHO-
noruu bomGest [5], [lepMCcKrM HAIIMOHATBEHBIM HCCIIEI0BATEECKAM MOIUTEXHUYSCKUM YHH-
BepcuTeToM [6-9], BpsHCKIM rocynapcTBEHHBIM TEXHIHYECKUM yHHBepcuTeToM [ 10, 11].

Hacrositias cratest HallelieHa Ha OMKMCAHKUE 3BOJIONUU PACIIPEICICHUS HAYallbHON
ITOPHCTOCTH B TIONIEPEIHOM CEUEHIH 00pa3na-opyca nocie MpOKOBKH ITHEBMOMOJIOTKOM.
Jist 5TOrO paccMaTpuBaeTCs AMHAMITYECKasl TOCTAHOBKA 33/1a9H IUTACTUYHOCTU TOPUCTOTO
Temna, KOTopas YKCIIeHHO peannsyercs B makete LS-DYNA®. Onpenenenne Bo3neicTBHS
MTHEBMOMOJIOTKA BBITIOJIHEHO C IMOMOIIBI0 TEH30METPUPOBAHHOIO CTAJILHOTO 00pasiia, a
TaKKe IyTEM COIOCTABJICHUS UCKaKECHISI TCOMETPUH TTOTIEPSIHOTO CEUCHMS IIPOKOBAH-
HOTO Opyca ¢ JaHHBIMH 3KcTiepuMeHTa. KanubpoBka Mozienu SBOJIOIMH ITOPUCTOCTH BbI-
ITOJTHEHA C TIOMOIIBI0 00pa3ioB AMro6, CHHTE3MpOBaHHBIX aIITUTHBHBIM ITPOH3BOICTBOM
METOJIOM XOJIOMHOTO MepeHoca MeTajuia, oCcIoiHas MPOKOBKA KOTOPBIX MO3BOJISIET CHH-
3UTh 00BEMHYIO 10110 ToprcTocTy ¢ 6-107 10 7-10~*. Mozens mo3BomnseT npeicKa3biBaTh
pa3Mepbl 00IacTH o7 OOMKOM B 3aBUCHIMOCTH OT peXrUMa 00pabOTKH, B TIpeesiaX KOTOpOi
MPOKOBKA MMO3BOJIICT KAYECTBEHHO CHU3UTH MOPHCTOCTh Ha 1-2 mopsiika. [Ipumenenue
TaKUX PEKUMOB IpoIiecca THOPUIHOTO AIAUTHBHOTO IPOU3BOCTBA IIO3BOIUT YIYUIIUTh
KaueCTBO CHHTE3HPYEMOTr0 MaTepuania.

1. KOHTPONbHLIA 3KCNEePUMEHT

JI71s1 YUCTICHHOTO M3YUYEHHs 3aKOHOMEPHOCTEH 3BOJIIONMH MPOCTPAHCTBEHHOTO
pacmpeneseHust TOPUCTOCTH PacCMaTPUBAETCsS MOZEIbHAs 3aJa4a OAHOCTOPOHHEH
MIPOKOBKH MIPSIMOTO MPU3MAaTHUYECKOTO YIIPYTOILTACTHYECKOTO Opyca, MPOTHBOIOI0KHAS
rpaHb KOTOPOTO KECTKO 3aKpeIjieHa Ha OCHOBaHUH. PaBHOMepHast MPOKOBKa JTMHEHHOTO
00pas3iia BIOMb €ro JUTHHBI OTHOCHTCS K «TOUCYHBIMY TEXHOJIOTHSIM 00pabOTKH JaBJICHHEM,
COTPOBOXKAAMOMIUMCS JIOKATU3aIHeH MIaCTHYECKOH aedopManuu ¥ yMEHbIICHHEM
MOPUCTOCTH BOJIU3U 00pabaThiBaeMOl TTOBEPXHOCTH. YIAPHBIM XapakTep BO3ICHCTBHUS
TAKKe SBISIETCS BaXKHOM OCOOEHHOCTBIO IS MPOIECCa IBOJIOIMH TIOPUCTOCTH, H €T0
HEOOX0IUMO KOPPEKTHO OMUCHIBATb.

JIy1s KamMOPOBKY YMCIIEHHOM MOJIEITN TIPOKOBKH 00pa3iia ObLT BBITOTHEH CIICTYFOIIHIA
skcriepuMenT. O6paser-opyc pasmepamu 150x24x10 MM, BeIpe3aHHbIH U3 MpokaTta AMro6,
OTOXOKeHHOTO B Teuenue 3 yacoB mpu 550 °C ¢ oxmaxaeHreM Ha BO3IyXe, ObLT JKECTKO U
PaBHOMEPHO 3aKPEIUICH MAThI0 BAHTAMHU Ha CTaJbHOM IUTUTE, IPHUXKATOH K paboueit mo-
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BEPXHOCTH aBTOMATHYECKOM YCTAaHOBKHM T'HOPUAHOTO aIIUTHBHOTO IPOU3BOJACTBA,
CKOHCTPYUPOBaHHOI Ha 0a3e MeTauiooOpabarsiBaromiero eHTpa (puc. 1a). Odpaserr 6pu1
npoxoBaH mHeBMarndeckuM MosloTkoM SA7401H AIRPRO, 3akpenieHHBIM Ha KOJIOHHE
YCTAHOBKH LTS IIOCJIOWHOTO YIPOYHEHHS HAIIIABIIeMON 3aroToBKu. st a3 dekTruBHOM
IIPOKOBKH HAILIABIEHHOTO CETMEHTA OBUT H3TOTOBJICH IMJIMHAPHYECKIH 00€eK co chepu-
YECKMM HAKOHEYHUKOM C pamauycoM 15 MM (puc. 16). kcnepruMeHTaIbHO ObLIH Ompe-
JieJIeHbI ONTUMaJIbHBIC mapameTpsl — pabouee napienue 0,6 MIla, napieHue mpuxuMa
6oiika 0,2 MIla u ckopocts nogauu v = 300 MmM/MuH, 00eCIIEUNBAIOIIIE PABHOMEPHOCTh
00paboTKM TMHEHHOTO IeMeHTa. J[[Ba IOCIeIHUX MapaMeTpa He3aBUCHMO H3MEHSIINCh
cpenu yposreii 0,2/0,4 MITa u 150/300 mm/MuH, paGouee naBjieHHe THEBMOMOJIOTKA
BapbUPOBAHHUIO HE TIOIIeXkKAI0. BRIOpaHHEIH ONITUMAITHLHBIH PEKUM 00pabOTKH COOTBETCT-
BOBaJI MUHUMAJIbHO BO3MOXKHOMY ISl TAHHOTO HHCTPYMEHTA.

Puc. 1. KonTponbHblii 06pa3selr (a), MpOKOBaHHBIN MTHEBMOMOJIOTKOM, U cXeMa Iporiecca (6)

s ompeneneHust XapaKTEPUCTUK YAAPHOTO BO3IACHCTBUS ITHEBMOMOJIOTKA OBLI
BBINOJIHEH aHAJIU3 CUTHAJIOB, IMIOJyYEHHBIX ¢ TEH30METPUPOBAHHOTO 00pa3la-MUIICHH,
M3TOTOBJIEHHOTO M3 OTpe3ka TuHOH 100 MM »KeTe3HOT0POKHOTO PeIbea ATt y3KOH KOJICH
P24 (puc. 2a). JaHHble ¢ ABYX TEH30aTYUKOB, YCTAHOBJICHHBIX BEPTHKAIBHO Ha 00enX
CTOpPOHAX CTEHKH pelibca, moctynanu Ha Tersoctannuio ZET 017-U4. [edopmanus €,
OT(UIBTPOBAaHHAS OT BHICOKOYACTOTHBIX aKyCTHYECKUX IIYMOB, MO3BOJIMIIA PEKOHCTPY-
MPOBATh SKBUBAJICHTHYIO CUITy HHCTpyMeHTa F(f) = F((4/3 + sin 2nve), Fy=10xH, v =
= 47 T'u, BBI3BIBAIOIIYIO0 aHAIOTHYHBIC Ne(OPMAIH MHIICHA B KOHTPOJBHOW TOYKE
(puc. 26), s gero B makete LS-DYNA® pemanach cOOTBETCTBYIOIIAs yIPYTrOMIaCTH-
yeckas 3aja4a. PaboTta miactuueckoit neopmalinu 3a ol Xoj 00iiKa COOTBETCTBOBAA
suepruu ynapa 20 J[k 1o macrnopTy HHCTPyMEHTA.
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Puc. 2. PacuerHas cxemMa NIPOKOBKH MUIIEHH (@) U AedopMalvi B KOHTPOIbHOM ToUKe (6)
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W3 xoHTpONIBEHOTO 00pasiia, MPOKOBAHHOTO C Y3KOi CTOPOHEL, Ha JIEKTPOIPO3HOHHOM
CTaHKe ObUTH BBIPE3aHbl TOHKHUE MOTIEPEYHbIE CIIOH, II0CKONapauieIbHble TPaHH KOTOPBIX
orinudoBaHsl. VMckakeHHs TIONEpeyHOTo ceueHus oopasna (puc. 3a), i3BMepeHHBIE C T10-
MOIIBI0 IU(poBoro ontuieckoro mukpockona Hirox KH-7700, 1okanu3oBanuck Ha TTy-
OuHe ¢ MOJTyMakCHMyMOM 5,0 MM OT MOBEpXHOCTH ITPOKOBKH HPH IHUPHHE JIYHKH 9,3 MM
u ee niryoune 0,8 MM. DTH HCKaeHHS BOCIIPOU3BOIUIIICEH B YUCICHHOM PacyeTe IPOKOBKU
oOpasia AMr6 [12] ¢ mapaMeTpaMu BO3EHCTBHS THEBMOMOJIOTKA, OTIPE/ICJICHHBIMHU BhI-
1re, odecrevyrnBas UX HE3aBUCHUMOE ITOATBEPKACHUE.

a) 0)

Puc. 3. UckaxenHoe nornepedHoe ceyenne oopasna AMro (a)
U €r0 BOCIPOM3BE/ICHUE B YHUCICHHOM pacuete (6)

2. Mogenb martepuana, ee MAeHTMq)MKaUMﬂ U YUcrneHHasa peanun3auunsa

s omcanms GONMBINNX TUIACTUYECKAX W MANBIX YIPYTUX AedopMannii MeTajioB
MCTIOJIb30BaHa CTaHaapTHas Mofelb [ 13, 14] B TepMUHAX TEKYIIETO JarpaHkeBa Moaxoaa
B CKOPOCTSIX, YHCIIEHHO peanu3oBaHHas B makete LS-DYNA®. IIpunsrta aqguTHBHOCTD
VIPYTHX U IMJIACTUYECKUX TEH30POB CKOPOCTHU Ae(POopMaIii, IPH 3TOM YIPYTruil TEH30p
CBSI3BIBACTCS JIMHEHHO C IPOM3BOHON SlyMaHHa TeH30pa HanpsbkeHuid Kupxroda, a riac-
THYECKHUN TEH30D € 5 ¢ TeH30poM HanpspkeHui Ko G;; — 3aKOHOM IIIaCTHYECKOro Te-
YeHus, A — KOAQDHUIUESHT MPOMOPIIHOHATBHOCTH

. . 0
el = L (1)
oo
Jl71s1 onvicaHus IIIaCTUYHOCTH MOPUCTOTO TEIAa UCIOIIb3yeTes Mosienb I 'ypcona—Trep-
rapaa — Humiemana [15, 16], nogpasymesatomast B (1) miacTuueckuii moteHnuan ¢ =
= (7> ACCOLMUPOBAHHBIN C KPUTEPHEM TEKy4eCTH
2

C; 3 ©
Goyr =—5 +24,/-ch E%G_Wl ~1-(q,f)* =0. )

u u

i

3neck ©; =,/3s,5,/2 — NHTEHCHBHOCTb HANPSIKERNUH; 5; = ©; — G,,0; — KOMIIOHEHTBI
JIeBHATOpa HANPSDKEHNH; G, = G, /3 — cpenHee HanpsykeHue; f — oObeMHas 101 T10p;
q,> 4, — KaTMOPOBOUHBIE KOHCTAHTBI; G, — MPEIeN TEKYy4ECTH PH OJHOOCHOM PACTSKEHNH,

JUTSL KOTOPOTO TIPHHSAT 3aKOH H30TPONHOTO yrpouHeHus /xoncona — Kyka B popme

€
o, =(4+Be))| 1+ Cln-£ |, 3)
€x
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e £, =,/2¢/¢} /3 — NHTEHCHBHOCTb CKOPOCTeH macTHaeckux Aepopmaumii; €, =
t. ’

= J & ,dt —HaKoILIeHHbI€ UIacTHIecKne tepopmanun; A, B, C, €., 1 — KOHCTAaHTbI 3aKOHa
0

YIIPOUHEHUS.

Jliist MajIbIX 3HaUCHUH MOPHUCTOCTH f nopsaka 6-1073, HaGaromaeMbIX IPH a1 JUTHB-
HOM ITPOM3BOJICTBE 00Pa3oB 13 AMTI6 METOIOM XOJIOAHOIO IEPEHOCA METAILIA, IPUMEHEH
nmonxox [17, 18], cormacHO KOTOpOMY TIPH pacdeTe TMHAMUYECKOH 3a/1a9H UCTIONB3YETCS
IIACTHYECKHI moTeHnnan Museca ¢ = ¢, cleyromuii u3 noTeHmana ¢ = ¢, B npeene
mpu f— 0:

o
by =—5-1=0. 4
GM
3akoH mractudeckoro TeueHus (1) mpUHUMAET BHT
1. s
P _ . i
& =i )

u
rJie mapamerp AedopMannonHoro ynpounenus H =06, /Og , onpezensiercs u3 3akoHa (3).
B nakete LS-DYNA® 5710if Mozie/TH COOTBETCTBYeT CTaHAAPTHBIH MaTepran MAT 098 [14].
[MopucTOCTh B TAKOM MPHOIMKESHUH MOYKET OBITH HalJIeHa C TOMOIIBIO COOTHOIICHUS

.3 3 .
8V=5qlqush S9N e (6)

BhITeKaro1Iero u3 (1), (2) ¢ y4eToM yCcloBHs TEKy4eCTH G, = G, 0003HaueHHii 1| = G,,/C;
(mapameTp TPEXOCHOCTH) U €, = £4, (CKOPOCTh OOBEMHBIX IUTACTHYECKHX Ae(opMarmii)
Y 9BOJIIOLIUOHHOTO YPaBHEHUS

f=0=-1k,, (7)
OTHCHIBAIONIETO M3MeHeHne nopuctocth [16]. YpaBuenus (6), (7) HHTETpUPYIOTCS 1O
BPEMEHHU B TOUKAX TeKydecTu (mpH &, > () MO pacCYNTAHHOH MCTOPHH M3MEHEHUs Ha-
MPsHKEHHO-1ePOPMHUPOBAHHOTO COCTOSHUS MOCIIE PELICHHS THHAMAYECKOH 3a1a4u.
KoucranTsl 3akona yrpounenus Jxoncona—Kyka 4 = 140 MIla, B=408 MIla, C=
=0, & =1, n = 0,44 u momyms ynpyroctu E = 71 I'Tla giast AMr6 Gbutd onpeesieHbI
IKCIIEPUMEHTANBHO, Ha4YadbHasl TUIOTHOCTh U Kod(duiuent [lyaccoHa nmpruHUMATHCH
paBHBIME P, = 2640 xr/M° n v = 0,3. KoHCTaHTHI ¢, ¢, ONPENETAIOTCS COOTBETCTBHEM
PE3yJIbTaTOB pacyeTa IKCICPHUMEHTAIBHBIM JaHHBIM 00 H3MEHEHUH TOPUCTOCTH.
KBasucraruyeckue HCIBITAHUS HA PACTSDKCHHE MPOBOIMIMCH Ha AIIEKTPOMEXaHH-
YeCKO yHHBepcanbHOU ucmbiTaTenbHol MamuHe Shimadzu AG-Xplus co ckopocThio
nedopmamuy npudmH3ETenbHO 3- 10~ ¢! mpn KomHaTHO# Temmeparype. {1 HCTIBITAHHIT
U3 OTONOKEHHOTO JINCTOBOTO IIPOKATA Ha AEKTPOIPO3MOHHON YCTAHOBKE OBLIH BBIPE3aHBI
o TpH Tutockux oopasma-tonarku Ne23 mo 'OCT 1497-84. B xone ucnibITaHus BUACO-
IKCTEH30METPOM PETHCTPUPOBAIOCH IPOIOJIFHOE OTHOCUTENBFHOE MIEPEMEIICHHE METOK
Ha paboueill yacTh oOpaslla U OTHOCHUTENIbHOE Cy)XeHHe pabodell yacTu oOpasua Juis
onpe/eieHus] HICTUHHBIX HANPsDKeHHH. [IMHaMIYeCKIE UCTIBITAHMUS Ha CKATHE [MIHHPH-
YecKrX 00pasIioB BHIMOIHEHBI MeTo1oM Konbckoro [19, 20] ¢ ncnonp30BaHreM pa3pe3Horo
ctepakus [onkuHcoHa. VcnbITaHus MPOBOAMINCH IPY KOMHATHOM TeMIepaType 1 3Haue-
nustx ckopocreit nedopmanuu ot 200 g0 2000 ¢!, Ha prc. 4 npuBeneHb SKCIIEPHMEH-
TaJIHO OTPe/IeJICHHbIE KPUBBIE 1e(hOPMUPOBAHUS B UCTUHHBIX HAPSDKEHUSX U Jedopma-
IUAX: KPUBBIE CHHETO L[BETA — IPH CKOpOCTaX jaedopmuposanus 3-10 ¢!, kpacuoro
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IIBETa — IPH cKopocTsX aedopmuponanus 2-10° ¢!, ueproro nsera — 6 = 140 + 408"+,
JIMHAMHYeCKHE KPUBBIE HAXONATCA B TIPeeNlaX CTATHCTHYECKOM MOrPENTHOCTH KBA3HCTa-
THYECKHX KPUBBIX, TIOITOMY aMIpOKCHMAIIHs 3akoHOM JlkoHcoHa — Kyka He comepKuT
CKOPOCTHO MHOKHUTENb. JIJIs ampOKCHMAIIHH YIUTHIBAICS GparMeHT KPUBBIX PACTSIKe-
HHS OT TIpe/ieNa TeKydeCTH 10 TIpeJieia OIHOPOIHOCTH YIUTHHEHHS.

o, MIla

300

200

100

0

0 0,1 0,2 0,3 04 ¢
Puc. 4. Kpussie nedopmupoBanusi AMro6 B UCTUHHBIX HANPSKCHUSIX
U orapupMHUYECKUX eOopMalUsIX U UX arpOKCUMAaIIUs

s 4MCIeHHOTO peleHs] KOHTAKTHOM JTUHAMUYECKOH 3a/1aui METOJIOM KOHEUHBIX
JIEMEHTOB HCIIONB30BAJICS BOCBMUY3JIOBOM MapaJuleIeIUe] ¢ EAMHCTBEHHON TOYKON
uHTerpupoBanus. [lomepednoe ceueHne TUCKPETU3NPOBAIOCh 16 KOHEUHBIMHU DIIEMEH-
TaMH 110 IHUpHHE 1 BBIcoTe. KoppekTHas paboTa KOHTAKTHUPYIOMINX Y3JI0B U IpaHeH die-
MEHTOB ObLJIa TIOCTUTHYTA MyTeM 1ooopa KoddduiinenTa KOHTaKTHOH skecTkocTh. Koad-
(UIHEeHT CyXOoro TpeHHUs OBUT NPUHST PaBHBIM HYIO. 7151 perynspu3anuy 3a1a9u Osum
nogo0OpaHsl npuemiieMble Kod(pOUITMEHTHI JUCCUTIAIIMA KUHETHYECKON YJHEPTUU CUCTEMBI
B COOTBETCTBUH C PEKOMEHIAITUSAME pa3pabOoTIMKOB MPOTpaMMHOTO obecriedeHus [21].
Poneesckuii koaduiment auccunaimu = 0,1 ¢ oGecrieunBan GUIBTPALUIO AKyCTHYE-
CKHX COCTaBJISFOIIUX ¥ OBICTPOTY cueTa. PacdyeT 3BOJIIOIMU MOPUCTOCTH coriiacHo (6),
(7) Bemonusncs B makete Wolfram Mathematica®, 171 uero ucTopus U3MeHEHHS KOMIIO-
HEHT HaNpsUKeHHH U dedopmanuii mMmopTuposanzack u3 makera LS-DYNA®. Jlnsa
YCTOWYHBOTO MHTETPUPOBAHUS ypaBHeHuii (6), (7) BOm3u 3HaueHus f= () HCIOIB30BaIACH
HX 3ammch yepes In f.

3. BbluucnuTenbHbIN 9KCNEPUMEHT U ero noaTBepXKAeHUe

[Tonaranock, 4To B Ha4aJbHOM COCTOSHHMHM BHYTpU 0Opaslia paBHOMEpPHO pacrmpe-
JIeJICHa MIOPUCTOCTh ¢ 00BbeMHoM qoeit 0,5%. TTocie YuCIeHHOTO MOAETHPOBAHMUS TIPO-
1ecca MPOKOBKY ITHEBMOMOJIOTKOM OBLIO BEIOPAHO yaJIeHHOE OT KOHIIOB 00pasiia rnornepey-
HOE ceueHue, 171 Beex 16x16 aeMeHTOB KOTOPOro SKCIIOPTUPOBAHA HCTOPHS H3MEHEHHUS
HAIPsDKEHHO-/1e(hOPMUPOBAHHOTO COCTOSHHUS B TSUCHUE OTPE3Ka BPEMEHH OKOJIO 3 ¢, CO-
OTBETCTBYIOIIETO IPOKOBKE MATHAIIATUMIJUTIMETPOBOTO OTpe3Ka 00pasiia B OKPECTHOCTH
BbIOpaHHOTO cedeHusl. J{anee BBIMOTHSIICS OCTIPOLECCHHT — pacyeT SBOJIOIUHU pacipe-
JICJICHUSI TIOPUCTOCTH B PACCMATPUBACMOM CEUCHHH COTIIACHO COOTHOIIEHUsM (6), (7) ¢
KaTMOPOBOYHBIMU KOHCTAHTAMH ¢, ,.

Ha puc. 5 npuBenens! pacupeeneHus IOpUCTOCTH B Pa3IMUHble MOMEHTHI BpEMEHH,
MOCIIeTHUH U3 KOTOPBIX OTBEYAET YCTAHOBHUBILEMYCS pacrpeieneHuto. FitoroBoe pacmpe-
JeTICHNE TTOPHCTOCTH 00pa3yeT MOTPaHUIHBIN CII0H, IIIyOnHa KOTOPOTO COOTBETCTBYET
m1yOuHe pacrpe/esieHus I1acTHUeCcKoi ehopMaliui, pacCCYMTaHHOM U ITOATBEPKICHHOM
M3MEpPEHUsIMHA MUKPOTBEpAOCTH panee B [12].
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t=19c t=24c

Puc. 5. Pacnipenenenue mOpUCTOCTH IO MONEPEUHOMY CEYCHHUIO 00pasia
3a BpeMsl IPOXOXKJIeHHs O0oiiKa

Ha puc. 6a mokasasl mpodunm pacupeeseH st HOPUCTOCTH BIOIb JIMHAN CAMMETPUHI
MOTIEPEYHOTO CeueHHs 00pasiia B pa3IinyHble MOMEHTHI BpeMeHH. [1o 1aHHBIM pacyera B
cJI0e TIIyOUHO# 3 MM HPOTHO3HUPYETCS IPAKTHUECKH MOJTHOE HCUE3HOBEHHE IIOPHCTOCTH,
IIPY STOM [IyOUHA MOJyMaKCHMyMa Ha4ajlbHOW MOPHCTOCTH COOTBETCTBYET MPUOIN3H-
tensHO 6 MM. Ha puc. 66 moka3zansl KpaeBbie 3GQEKTsl pacripenesicHus OCTaTOTHOM
MOPUCTOCTH MO MHpUHE 00pasiia, GOpMHPOBaHUE KOTOPHIX HAOIIOHAeTCA Ha puc. 5, B
MOMEHT BpeMeHu 2,4 ¢. DTH SBJICHUS BBI3BaHbBI Cheprueckoit Gopmoii Goiika, KoTopast
obecrieunBaeT 3h(EKTUBHOCTh TOYCUHOH 00pabOTKH JaBICHUEM 3aroToBKH. KpaeBbie
CITOH, TIOJTy4aeMBblIe aANTHBHBIM IIPOM3BOJICTBOM, HE IPEAHA3HAYEHBI JAJISI KCIUTyaTalluy
U OTPE3al0TCsl OT 3arOTOBKH.

[Nepexomubrii mporiecc Ha pa3HBIX IIyOMHAX BIOJH JIMHUU CHMMETPHH HOTIEPETHOTO
cedyeHus oOpasia 1mokasaH Ha pHc. 7a. MOXHO 3aMeTHTb, 4TO CTAllMOHApHOE pacIpe/e-
JIEHUE OCTATOYHOH MOPHCTOCTH B OTIEPEIHOM CEICHUH ITOBTOPSET aHAIOTHIHOE pacIipe-
JICTICHUE HAKOIUICHHBIX IIACTHYECKHUX NehopMaInii. 3aKOH IBOIIIOIMH TOPUCTOCTH (6),
(7) comepKUT 3aBUCHMOCTh OT BHJa HANPSHKCHHOTO cocTosHHUA. Ha puc. 76 mokazaHa
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COBMECTHAas IBOJIIOLHSI TapaMeTpa TPEXOCHOCTH (CHHsS KPHBas) U MHTEHCUBHOCTH
CKOpOCTel TuIacTh4Ieckux aehopMariuii (kenras KpuBas) B TOUKE, JISKAIIeH Ha JIUHUA
CHMMETPHUH Ha TIyOuHe 5,2 MM (IaHHBIE YHUCICHHOTO pacyera, COMEepIKaIlne BHICOKO-
YAaCTOTHBIC COCTABILIOIINE, OBUTH CIIIaKeHBI ciutaitnamu). [Ipu TakoM Bume 06paboTKu
JaBIIeHHEM Ka4eCTBEHHBIN XapaKTep 3THX 3aBUCHMOCTEH HECYI[ECTBEHHO OTIIMHYAETCSI B

Pa3IMYHBIX TOYKAX.
£10 ey 107 =
4;--%. = —i=12¢| ] 4 ,f f
F t=13c 7 Ny
3¢ i=14c ] : [
2F —t=16c ] 2 /
1E t=19¢l 1 .'J
0 bt || mts 2] W =
0 2 4 6 8 10 12 z MM 0 2 4 6 8 ¥, MM
a) 0)

Puc. 6. PacnipezieneHue NOPUCTOCTH BIOJb TMHANA CUMMETPUH
MOTIEPEYHOTO CeYeHus 00pa3ia (&), BIOJb JMHUIA, TapaJUIeIbHBIX CTOPOHE MPOKOBKH (6)

£ 10° ; ; ; ; - . . ,/" i
_ - :
4 b NN 0.8 {0,068
—z=0 Wy
3 z=1,7 MMQI"- l‘w\\\—--__ 0,6 0,051
2f—z=35mm Y4 N 0.4 10,034
— z=52mm | \\____ 0.2 {0.017
z=7 MM L !
0 P e - - s —lo
0 05 1,0 1,5 20 25 30 t,c 0 1,0 1,5 2,0 fe
a) 0)

Puc. 7. OBomnronust HOPUCTOCTH (a) U apaMeTpa TPEXOCHOCTH
Y MHTEHCUBHOCTH CKOPOCTEH TIACTHYECKHUX aedopmMaruii (6)

JlocTynHble pe3ynbTaThl ONTHYECKONH MUKPOCKOIIMH paclpeaesieHus IOPUCTOCTH 10
MOTIEPEYHOMY CEUEHHUIO JIMHENHOIO 3J1€MEHTA, NOIYYEHHOTO IIPOBOJIOYHO-TYIrOBOM Ha-
IJTABKOM METOJIOM XOJIOJIHOTO TIepeHOCa METaJlIa ¢ IMOCIIOWHOM IPOKOBKOM 1 6e3 Hee, OT-
BEYaIOIINe MUHIMAJIbHO BO3MOXKHOU CTETIEHH POKOBKU HA UMEOIEeMCcs 000PYI0BaHUH,
MI03BOJISIIOT CYAUTh O KaU€CTBEHHOM COOTBETCTBUHU PE3YILTATOB pacueTa IKCIEPUMEHTY
(puc. 8, Ha Bpe3kax — poto nop ¢ yBenuuenueM 280, mukpockon Hirox KH-7700). 3a-
JIaHHBIE 3HAYEHHS KOHCTAHT YBOJIIOIMOHHON MOJIENN ¢, = ¢, = 1 (COOTBETCTBYIOIIHME IPH-
HATBIM B [17, 18]) OMUCHIBAIOT CHU)KEHHUE TIOPUCTOCTH HA MOPSIOK HA TITyOuHe 4 MM OT
MOBEPXHOCTH MPOKOBKU U MPAKTHYECKHU IMOJIHOE ee HCUe3HOBeHHe Ha rybouHe 1-3 Mm
(puc. 8a). CnenaHHbIi BBIOOpP MTHEBMOMOJIOTKA MPU MHHHUMAJBHBIX XapaKTepUCTHKaX
BO3JICHCTBHS JaBIEHHUEM Ha 0OBEKT 00pabOTKM TO3BOJLIET B TOCTATOYHOM Mepe MpOKO-
BBIBAThH HAIUIABICHHBIN ClI0if AMT6 (TonmunoM 2-3 MM), 4TOOBI TOTy4aTh Ka4eCTBEHHBIN
MaTepHall 3ar0TOBKH B €€ paboueli YacTH ¢ TOHW)KEHHOW Ha MOPSIOK MMOPUCTOCTHIO. [TpH
HEOOXOMMMOCTH KOHCTAHTHI ¢, ¢, MOKHO OIPEEIUTL TOYHEE HA OCHOBE Ooliee JeTamb-
HOTO aHaJIN3a pacipeesieHHs MOPUCTOCTH (pUC. 86) BIOJIL HANIPABICHUS POKOBKH.
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Puc. 8. Pacnpesienenye nopuCcTOCTH 10 MONEPEYHOMY CeueHUI0 oOpasua AMro6,
HaIJIaBJICHHOTO 0e3 MOCIOMHOW POKOBKH (a) U ¢ Heto (6)

3aknoyeHue

[TocTtpoeHa uncneHHass MOJIENb, TO3BOJISAIONIAs MPOTHO3UPOBATh paclpeeieHIe
OCTAaTOYHOI MOPHUCTOCTH B IIPOLIECCaX AAUTUBHOTO IIPOU3BOCTBA C ITOCIIOMHOM MPOKOBKOM,
CHOCOOHAS CITY>KUTh THOKUM HHCTPYMEHTOM JIS BRIOOpa ITapaMeTPOB ITPOKOBKU PA3IUUHBIX
QMOMIHHEBBIX CIDIaBOB, CKIOHHBIX K 00pa3oBaHMIO TOp. [l KaanOpoBKH MO He-
00XOTMMBI JaHHBIE O MMOPUCTOCTH MPU PA3TUUHBIX CTETEHIX MPOKOBKU, MOTYT OBITH MC-
10JIb30BaHbl JaHHbBIE O PACIPEIEICHUH IOPUCTOCTU BOJb HAIIPABJICHHS IIPOKOBKH.

ABTOPBI BEIpaxaroT OnaronapHocts corpyaaukam UMCC YpO PAH 10.B. basuauny,
M.B. bannukoBy u B.B. UymnHoBy u corpymauky [THUITY E.C. JloboBy 3a npoBeneHue
SKCTIEPUMEHTAJIBHBIX Pa0OT IJIs MOJTy4eHHs Pe3ylnbTaToB (puc. 26, puc. 3).
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MODELING OF THE DISTRIBUTION OF RESIDUAL POROSITY
OF AMETAL PRODUCT IN ADDITIVE MANUFACTURING
WITH LAYER-BY-LAYER FORGING

Keller LE."”, Kazantsev A.V.", Dudin D.S."%,
Permyakov G.L.', Trushnikov D.N.'

'Perm National Research Polytechnic University, Perm, Russian Federation
*Institute of Continuous Media Mechanics of the Ural Branch of Russian Academy of Science,
Perm, Russian Federation

Porosity, which occurs in products made of aluminum-magnesium alloys synthesized by wire-arc
surfacing, significantly worsens the characteristics of fatigue strength. The developed technology
of hybrid additive manufacturing with layer-by-layer forging of each deposited layer of material is
able to minimize the porosity of the product. To select the rational parameters of the technological
process, the evolution of the porosity distribution over the cross-section of a linear element after its
single forging with a pneumatic hammer is investigated. A numerical model of the process is
constructed in the LS-DYNA® package, where the Gurson—Tvergaard—Needleman relations are
taken as constitutive equations of plastic deformation of the material and porosity evolution. To
determine the parameters of the Johnson—Cook hardening law, tests of the AMg6 alloy were
performed in a wide range of strain rates. The impact of the pneumatic hammer in the numerical
model was calibrated using an accelerometric and strain-gauged steel target, as well as by distortions
of the cross-section of a forged bar made of AMg6 alloy. Calculations according to the model are
compared with experimental data, for which two linear segments were made by additive
manufacturing with and without layer-by-layer forging, from the cross-sections of which the slots
processed for pore visualization were prepared. With this method of pressure treatment, the decrease
in porosity in the boundary layer of the workpiece mainly depends on the accumulated plastic
deformations and does weakly sensitive the appearance of a stressed state. The model allows you
to predict the size of the area under the hammer head depending on the processing mode, within
which the porosity is eliminated by forging. The use of such modes will ensure the manufacturing
of products without residual porosity in the processes of additive manufacturing by surfacing with
layer-by-layer forging.

Keywords: hybrid additive manufacturing, wire-arc surfacing, aluminum-magnesium alloys, plas-
ticity, calculation, experiment, porosity, Gurson—Tvergaard—Needleman model.
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