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Annomayusn. I[Ipedcmagnensvt pe3yiomansl UCCLe008AHUL USMEHEHUL MOIWUHBL 3A20MOBKU 6 pe3yibmame
BbINOJIHEHUsL MEXHON02UYEeCKUX ONnepayull TUCmo8oUu WmMamMnoeKku, makux Kaxk: eubka mpy6, o6scum, o6msicKa, 6ol-
MAdNCKA, 8bIMANCKA ¢ ymoHeHueM. Heobxooumocme makux pabom cesazana ¢ mem, 4mo ce200Hs NOGbIUAIOMCS mpe-
608aHUsl K NPOUHOCMU demaell, NOLYHAeMblX IUCMOB0U WMAMNO8KoU. Borvuoe enumanue yoeneno 2ubke mpyo,
m. K. npu uzeube MeHsemcs He MoJbKO popma cevyenus mpyoOHOU 3a20MO6KU, HO NPOUCXOOUM YMEHbULECHUE MOl
WUHBL 8 PACMAHYMOM Cloe U y8eiudeHue moiwunsl 6 cocamom. Ilpednoscenvt cnocobvl ymenbulenus pazHomo.-
wunnocmu mpyowvi. IIpusedenvl pe3yibmamosl UCCAEO0BAHUT USMEHEHUs. MOJWURbL 3A20MO6KU npu ebimsidicke. Tlo-
KA3aHo, 4mo ygeaudenue paouyca nyaHcoHda, Moxcem yMeHbuums pazHomoawunnocms Ha 10 %. B bonvuwuncmee
UCCRe008AHUT NOCEAUJCHHBIX TUCTNOGOU WUMAMNOBKE He YYUMbI8AEMC sl PAZHOMOIWUHHOCMb UCXOOHOU 3A20MOBKU,
npoxama, a MoaWuna UCXOOHOU 3A20MOBKU NPU 3AKA3e MEeMAalld HOPMATbHOU MOYHOCIU MOJCEM USMEHAMbCI HA
20 %. Buinoaneno mooeiupoganue moicmoaucmosol eulmaicku 6 npoepamme AutoForm ¢ yeavio onpedenenus
B03MOICHOCMU NPOSPAMMbL 8 NPOSHOZUPOBAHUE USMEHEHUs POopMbl demanu U MOAWUHBL U3-3d Oelicmeus uzeubaro-
wux momenmos. Iokazano, umo AutoForm docmamouno xopouio modenupyem hopmy oemaiu nocie WwmamnosKu.
Ilo ymonenuio AutoForm u 3kcnepumenm noka3aiu OausKue pe3yiomamsl N0 MOJWUHE U YUACMKU ¢ MUHUMALbHOU
moawuHou. Jns 6blOpannblx napamempos wmamMnoeK MUHUMAIbHAS MOJWURA HAOII00aemcs 6 Mecme nepexooda
YUTUHOPUHECKOU NOBEPXHOCIU 6 PAOUYC NYAHCOHA U 68 MeCme nepexoda paouycda nyaHcona 8 0ouvluiko. Tax kak
OONbUWUHCIMBO MEMATILO8, NOOEEP2ACMbLX TUCMOBOU WMAMNOEKe, 001a0a0m C8OUCMBAMU AHUZOMPONUU, IKCHEPU-
MEHMANbHO U Meopemuiecku 00KA3aH0, YMo MOIWUHA MOJICEM CYWeCMBEHHO MEeHAMbCs no nepumempy. bvino
00KA3AHO, YMO PA3ZHOMOAWUHHOCHb NO Nepumempy oemaiu modxcem ovims bonee 35 %.
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Abstract. Results of workpiece thickness variations due to sheet metal stamping job, that is: tube bending,
pressing, stretching, drawing-out, ironing are presented in the paper. The necessity in such work is fuelled by
the contemporary increasing requirements for parts strength resulted from sheet metal stamping. Much attention
is paid to tube bending, for it is bending that changes not only form of the section of the tube billet, but also
leads to a thickness loss in a tensile layer together with an increase in thickness of a compression zone. The
methods of reducing tube thickness variation are proposed. Results of changes in workpiece thickness under
drawing-out are given. It is shown that increasing the punch radius can reduce the thickness variation by 10 %.
In most studies on sheet stamping, the thickness of the primary blank and rolled iron is not taken into account,
while the primary part thickness can vary by 20 % when ordering metal of single precision. A thick-sheeted
drawing-out in the AutoForm program is simulated in order to determine the possibility of the program in
predicting changes in the shape of the sheet and thickness due to the action of bending. It is shown that AutoForm
models the shape of the part well enough after stamping. According to the specification, AutoForm and the
experiment showed similar results in thickness and also revealed areas with minimal thickness. For the selected
stamping parameters, the minimum thickness is observed at the point of transition of the cylindrical surface to
the punch radius and at the point of transition of the punch radius to the bottom plate. Since most metals
subjected to sheet stamping have anisotropy properties, it has been shown by experiments and has its theoretical
proof that thickness can vary significantly along the perimeter. It has been proven that the thickness variation
along the perimeter of the part may exceed 35 %.
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B Hacrosmee BpemMs B MalIMHOCTPOCHUM,

aBUALMU U TPAHCIIOPTE IIUPOKO MPUMEHSIOTCS Jc-
TaJy, MOJIy4aeMble U3 JIACTOBOTO MaTepHala JIH-
CTOBOM IUTAMIIOBKOM, K KOTOPBIM, IIOCIIEJHEE
BpeMsi, TPEIbABISIOTCS IOBBIIICHHbIE TpeOoBa-
HUS 110 HaJEKHOCTH 3aroToBoK. Hane:xxHocTs mim
IIPOYHOCTH 3arOTOBKH 3aBHCHUT, B OCHOBHOM, OT
TOJILIMHBI U IPOYHOCTH MaTepuana, KoTopas, Kak
IIPABWJIO, XapaKTEPU3YETCs BPEMEHHBIM COIIPO-
TUBJICHUEM Op.

B nanpHeimem, 11 HarJIsagIHOCTH, OyneM
paccMatpuBath craib 08, kak Hamboiee 4acTo
IIPUMEHSIEMYIO B JIMCTOBOH ILITAMIIOBKE.

B cnpaBouHHMKax BpPEMEHHOE CONPOTHBIIEC-
HUE 33JaeTCs B OYEHb IIUPOKHX Mpenaesax.
Hampumep B cnpaBounuke [l] BenuuumHa
05=280...400 H/MM?, a B cmpasounuke [2]

os > 300 H/MM?. M3MepeHns OKa3kIBAIOT, YTO B
OJIHOM MApPTHUH METAJIA Gp MOYKET U3MEHATHCS B
npenenax 70 H/Mm?, no eBpomeiickuM TpeGoBa-
HHUSAM 5Ta BeJIMYUHA He npeBbimaer 50 H/mm? .

B Ttoxe Bpems mno TI'OCT 16523-97
«ITpokat TOHKOJIMCTOBOM U3 YIIEPOIUCTON CTATH
KAueCTBEHHOW M OOBIKHOBEHHOTO KadecTBa 00-
1Iero HazHaueHus. TeXHUYecKue yClIoBUs KoJie-
0aHUs G 3aBUCAT OT TPYMIIBI MPOYHOCTH, TAOII. 1.

B coorBerctBue ¢ T['OCT 9045-93
«IIpokar TOHKOJIUCTOBOM XOJIOJHOKATAaHbIA U3
HHU3KOYTJIEPOIUCTON KaUECTBEHHOM CTAJIN JUIS XO-
JIOMHOW MITaMIOBKW» A ctaiu 08 B 3aBUCHUMO-
CTU OT TpyHIIbl MITAMIYEMOCTH HMEET CIEIYIO-
I[Me 3HAYCHUSI Oy, MIPEJICTABICHHBIE B Ta0. 2. 13
HEC BHIHO, YTO O MOKET H3MEHATHCS Ha 56 %.
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1. U3MeHeHne BPEMEHHOI0 CONPOTUBJICHHSA
no 'OCT 16523-97

1. Break point stress changing as per
GOST standard 16523-9716523-97

I'pynma Tounoctd | BpeMeHHOe cOnpoTHBIIEHHE

G5, H/MM?
K260B 260...380
K270B 270...410
OK300B 300...480
K310B 310...440
K330B 330...460
K350B 350...500

2. 3MeHeHUE BPEMEHHOT0 CONPOTHBJICHMS 10
I'OCT 9045-93

2. Change in time resistance as per
GOST standard 9045-93

Bpemennoe
CriocoOHOCTE K BTSKKE CONPOTHUBJICHUE
Gs, H/MM?
OCB 250...350
CB 250...380
BT 250...390

Tak Kak MPOYHOCTH MaTepHal 3a1aeTcs
KOHCTPYKTOPOM, a s MITaMIOBKHU MpOU-
HOCTHBIE  XapaKTEPUCTUKH HEOOXOJAUMBI
TOJIBKO JJIsl ONPEAEIEHUS CUJIBl IITaMIOBKH
U COOTBETCTBEHHO IS BbIOOpa Ky3HEUHO-
MITAMIIOBOYHOTO 00OpyJIOBaHUS OOJBIIUH-
CTBO pabOT MOCBAIIEHO H3MEHEHUIO TOJI-
HIMHBl B Ipollecce HITaMIOBKU. B 3Tom
mIaHe xapakTepHa pabota [3], B KOTOpOH
BBINIOJIHEHO MOJEIUMPOBAHUE B IMpOrpaMme
QFORM ropsueil 1ucTOBOM MITaMIOBKH Je-
TaJIu [10JIy4aeMOH BBITSKKOW. B pesynbrare
pacuera TEXHOJOTUYECKOTO npouecca

yIaloCch YMEHBIIUTH Pa3HOTOJIMHUHHOCTH
MOJIy4yaeMOHu JeTalu.

B pelicTByromemM mpou3BOJCTBE K pac-
YEeTHOM ToNmuHe n1o0asngoT 15 % Mmeranna,
7S KoMmeHcanuu yToHeHUs. CHUXEHUE
YBEJIHWYEHHUS TOJIIMHBI MO3BOJUIO CHU3UTH
ceb6ecTOuMOCTh MPOAYKIUHU, 32 CUET YMEHb-
HIeHHWs HOPMBI pacxoja MeTalljla U OJJHOBpe-
MEHHO YBEJIUYUTh CTOMMOCTb U3ACNUs, T. K.
JeTadd C MEHBIIEH Pa3sHOTOIIMHHOCTD
CTOAT JOpPOXKE.

B pabGore [4] aBTOpamMm paccMOTpeH
BOINIPOC U3MEHEHUS TOJNMIMHBI CTEHKH TPYOBI
npu rubke mo konupy. B pe3ynpTaTe ananu-
THUYECKOT0 pEelIeHUs] C UCIOJIb30BaHUEM Ba-
pHUAIMOHHBIX METOJ0B MEXaHHKU TBEPJIOTO
nehopMUPOBAHHOTO TeJa, MOMYYCHBI aHAJHU-
TUYECKUE 3aBUCUMOCTH Pa3HOTOJIIIMHOCTH
oT oTHomeHus Ro/d, rne Ro — paauyc ocH u3-
rubaeMoil TpyOHOU 3aroTOBKHU; d — TUaMETP
TpyObl. OnHako oTtHomeHue Ro/d 3amaeTcs
KOHCTPYKTOPOM, U TE€XHOJOI HE B COCTOS-
HUU eT0 MOMEHATh. [lodToMy moaydeHHOE
peuieHre akTyalbHO AJSI NPOTHO3UPOBAHUS
BO3MOXHOW Pa3HOTOJNIIMHHOCTU WU TOSIBIA-
€TCsl BOBMOXHOCTb 3apaHee YBEIUYUTH TOJ-
MUHY TPyOHOH 3aroTOBKH JJIsl 0O0ecneueHus
3aJ]aHHON MUHHUMAJIbHOW TOJIMIMHBI TPYOHI.

Cratbs [5] mocBsmena ¢popmooOpa3o-
BAHUIO KPYTOU3OTHYTHIX OTBOJOB M3 TPYyO-
HOU 3aroToBKH. Ilo cymecTByrouen TEXHO-
JOTUM pa3HHUIla MO TOJIIUHE MEXAY 30HOH
CXKaTUsl U 30HOW pPACTSKEHHUS MPEBBIIIAET
30 %. ABTOpHI nmpejiaraloT NPOBOJAUTH J10-
MOJHUTENbHYIO ONEepanuio KaluOpOBKHU H
NpOBEIM MaTeMaTU4YE€CKOEe MOJEIUpPOBaHUE
MOCJIeJOBATEIbHOT O nehopMupoOBaHUS
TpyOHoi#l 3arotoBku B ANSYS/LS-DYNA.
DTO TMO3BOJUJIO TONYYUTh Pa3HOTOJIIHU-
HOCTbh MeHee 24 %.

NHTepecHo mpeicTaBieHUE pe3ylibTa-
TOB pacuetra. BmecTto pacuera mpu HOMH-
HAJNbHBIX 3HAYCHHUAX TEXHOJIOTHUYECKUX H
KOHCTPYKTUBHBIX MapaMeTpoB, OBIIO TO-
CTPOEHO ypaBHEHHUE PErpeccuud U MOCTPO-
€Hbl Tpa@UKHU U3MEHEHHU S TOJIIUHBI IO ceue-
HUIO C yYETOM KOJIeOaHUS TeXHOJIOTHIECKHUX
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U KOHCTPYKTHUBHBIX mapameTrpoB. OauH U3
TaKuX rpauKOB NpeJCcTaBiIeH Ha puc. 1.

Ansys

S, MM

3 4 5 6 7 &8 9 0

Ansys

" [oeepumensHsLi
L yHmepean

Puc. 1. I3MeHeHMe TONMHBI 10 KOJILIEBOMY CeYEHHIO

Fig. 1. Thickness variations along the annular section

B nutepatype umMeroTcs paboThl MO COB-
MEIIEHHUIO PAa3JIMYHBIX OINEpaluid JUCTOBOU
HITAMIIOBKU AJSI MOJYUYEHUS H3JEeJIUN C MU-
HUMAJIbHOW pPa3sHOTONIMHOCTHIO. Tak B pa-
O6ote [6] mpennaraeTcs 3a cYeT MOCJIEa0Ba-
TEJIbHOTO BBIMOJHEHUS OINEpalnuil BBITSKKH,
BBITSKKU C YTOHEHUEM U 00XuUMa, MoJIydaTh
JeTajdb C MPAaKTUYECKH OJMHAKOBOW TOJIIH-
Hoi. CyTh METO/a 3aKJIIYaeTCsI B TOM, YTO
Ha yd4yacTKe, rae OyaeT MPOXOJUTh OOKHM,
BBITSI)KKOM C YTOHEHMEM B KOHHYECKOW MaT-
puiie GOopMUPYETCS y4acCTOK C MEPEMEHHOU
tonmuHou (puc. 2). [Tocne o6xumMa ToIMMHA
Ha 3TOM y4yacTKe yBEJIMYWBAETCA, U pa3HoO-
TOJIMHHOCTH He nmpeBbimaet 2,2 %.

B pabote [7] paccMmoTpeH mpoiecc
COBMEIICHHS ONepalnuidl BBITSKKHU, 00XKHMa,
pazgaun. Ocob6oe BHUMaHHUE YyJeJIE€HO BIH-
aHuio TpeHus. IlokazaHo, 4To c yBeiuue-
HUEM KO3 PuLHeHTa TPEeHHS B [HaANa30HEe OT
0,15 1o 0,36 MOXeT NPOUCXOIUTH YBE-THYE-
HUE Pa3HOTOJIMHHOCTU OT 16 mo 29 %.
Takke Mcciaea0BaHO YBEJIUUYEHHE TOJ-IIUHBI

HUCXOJHOW 3arOTOBKU B 3aBHCHMOCTH OT KO-
s¢dunmenTa pazgadu.

sthl_

Sp

Puc. 2. OcecuMMeTprYHAasi 1eTaJb MOCJE BBITSKKH €
yYTOHeHHeM

Fig. 2. Axisymmetric part after ironing

NuTepecHbli MOAX0J K HMCCIEIOBAHUIO
MONepeYHO Pa3HOTOJIIMHHOCTU 3aroTOBKHU
npeoxeH B padore [8]. Pa3HOTONIIMHHOCTD
BBIPA)K€HAa B JKBHUBAJCHTHOM KBaJpaTUYHOH
dbopMe, COOTBETCTBYIOLIEH raycCOBBIM Mapa-
MeTpaM noBepxHocTU. [IpennoxkeH kputepui
MHUHUMAJIbHOTO U3MEHEHHS TOJIIUHBI B TPO-
1ecce O0TSHKKHU 000JIOUYKHU IBOHHON KPUBU3HBI.

B pesynbTrare mosiydeHbl yCIOBHUS, MpHU
KOTOPBIX MOKHO MOJIYYUTh HalpaBJIE€HHOE U3-
MEHEHHUE TOJIIUHBI 3arOTOBKHU, YTO OCOOEHHO
aKTyaJbHO B aBUACTPOCHHU.

Ha ceromHgamHuii JIeHL JOCTATOYHO
MHOTO palboOT MOCBSUIEHO H3MEHEHUIO TOJ-
IIMHBI IPU BBITSKKE OCECHMMETPUUYHBIX JeTa-
neii. Tak B paboTe [9] ananu3upyeTcst U3MeHe-
HHE TOJIUHBI CTEHOK MUIUHAPUIECKUX CTaKa-
HOB MpU BBITSDKKE 0€3 mpukuma. AHanu3 mpo-
1[ecca BBITSIKKHU MPOBEJIECH C MPEIOI0KEHUEM,
9TO 00pa3yromas CTCHKU CTaKaH4YWKa u3ruba-
€TCSl U CBEPTKOM MOJy4yaeT FOTOBOE U3JIEIIHE.

PaccmoTpensl gBa ciydasi: IyaHCOH
MMeeT MJI0CKOe OCHOBAHME; MITaMIOBKA MyaH-
coHoM 1o popme Onu3kuM K chepe. Pacuernas
cxema IokKa3aHa Ha puc. 3.
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Puc. 3. Cedyenne ocecHMMeTPHYHON HUJIMHAPHYECKOI
JACTaJIn

Fig. 3. Section of an axisymmetric cylindrical part

[To mepBoil cxemMe MUHUMAJIbHASs TOJI-
HIMHA HaXOJIUThCA B TOUKE 2 U MaTepHuaJ Moj
MyaHCOHOM MpPaKTHYECKH He AehopMHUpyeTCs.
[To BTOpO¥ CXeMe yBEIMUYMBAETCS Ooyar mia-
cTU4eckoil aepopmManuu, MUHHUMAaJIbHAs TOJI-
niMHa JeTalud CMelaercs K Touke J.
[TokazaHo, 4TO pa3HOTOJIIMHHOCTH B 3TOM
ciydyae ymeHpmaercs Ha 10 %.

[IramnoBka monycdepsl U3 TOHKOCTEH-
HOM JIUCTOBOW 3aroTOBKHU PACCMOTpPEHA B pa-
6ote [10]. [Jns pemieHus MOCTaBICHHOH 3a-
Jlaud MCIOoJIb30Bajlack MeMOpaHHas Teopus
KECTKOIIACTUYECKUX 000JI0UEK MPHU YCIOBUU
IJIAaCTUYHOCTH Mmu3zeca. YUHUTHIBAIOCH H3Me-
HEHHE TOJUIMHBI WU YNOPOUYHEHHUE MeTajna.
NuTterpupoBanue ypaBHEHU PaBHOBECHS BbI-

HNOJHSJIOCH C  HCIOJIb30BaHUEM  (opmyin
Pynre-KyrtTa BTOPOTO nopsaKa.
Pacuernas cxema nokaszaHa Ha
puc. 4.

B pe3ynbTaTe aBTOpOM Ha OCHOBE pa3pa-
0OTaHHOW MaTeMaTUYECKOW MO IIpollecca
yJan0Ch MOJYUYUTh U3MEHEHHUE TOJIIUHBI Me-
Tajajaa BIOJb O00pa3ywileil ¢ MaKCUMallbHOU
Pa3HOTOJIMHHOCTHIO B 12 %.

lP

O

Puc. 4. PacueTrHass cxema T1iIy0OKO# BBITSKKH
cepuueckoii neraan

Fig. 4. Calculation scheme of deep drawing of a
spherical part

Ha oxoHuaTenbHYIO TOJIIMHY H3TOTOB-
JICHHOM JeTalu CYLIECTBEHHOE BIMUSHHUE OKa-
3bIBA€T HCXOJHAs PA3HOTOJIIMHHOCTh 3aro-
TOBKH.

B coorBerctBum ¢ I'OCT 19904-79
«IIpokar JIMCTOBOM XOJIOAHOKATaHBIN» IIpe-
JIeJIbHbIE OTKJIOHEHHUS MO TOJIIUHE MPU IIU-
puHe npokara 10 100 MM BKJIIOYHUTEIbHO AJIs
ToJmuHbl Tpokata ot 0,9 mgo 1,2 Mm He
JOJKHBI IPEBBIILIATH:

— BBICOKAs TOYHOCTH +0,05;
— mnoBbIeHHas ToyHocTh +0,08;
— HopMmasbHas TouHoCcTh +0,10.

Takum oOpa3om, TOJNIIMHA UCXOHOU 3a-
FOTOBKM MpPHU TOJYYEHHUU MeTajuia HOpPMaJlb-
HOM TOYHOCTH MOXKET H3MeHAThca Ha 20 %.

B npouecce mraMnoBKH JUCTOBOW MaTe-
pUaz MOXET 3HAUYUTENIbHO U3MEHSITH CBOIO TOJI-
muHy. [loaToMy Ha geTansix, mojJydaemMbIX U3
JIUCTOBBIX 3arOTOBOK, HE PEKOMEHIYETCS yKa-
3bIBaTh TOJIIMIMHY METaJlJIa, OHA YKA3bIBA€TCS B

Yri1io0BOM miramMIie B
11-1,0x1000x2000 I'OCT 19904—74

I-M—0CB-0810 I'OCT 9045-80
YKa3aHO, 4YTO 3aKa3bIBaA€TCA JIHUCT H3 CTaIn

0810, tonmuuoit 1,0 mm, mupunoit 1000 mm,
mmuao 2000 MM, HOBBIMICHHOW TOYHOCTH,
0c000 BBICOKOH OT/AENKH MOBEPXHOCTHU, MATO-
Bas MMOBEPXHOCTh, 0CO0O0 CI0XKHAas BBHITSIKKA.
Jlns aHanu3a MPOYHOCTH KOJIMAadKa BOC-
noap3dyemcss puc. 1. B Touke [ ToammHa

Buze: Jluct , TIe
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YBEIUYUBAETCS, U MOXKET focTurath S = 1,250,
rae So — HadajdbHas TOJIIMHA 3aroTOBKU. B
TOUYKE 2 TOJIIIMHA YMEHBIIAETCS U MOXKET J0-
CTUTHYTh BeaUuuHBI S = 0,8S0.

Takum 00pa3oM, KOHCTPYKTOP paccCyu-

TBHIBAET, YTO JaHHAs AETalb MOXKET BbIIEPKATh
cunly P, a 3a cyeT yMeHbIIEHUS TOJIIUHBI U O
npeneibHas Harpy3ka MOXET OBITh YMEHb-
mena Ha 30 %.

Kpome 3TOro, mpoucxoauT yBeIWuYE€HUE
Beca uzaenus. Ha oqHOM U3 aBHallMOHHBIX 3a-
BOJIOB MPOU3BOJSIT WITAMIOBKY KOpIlyca, IO
KOHCTPYKTOPCKHUM pacyeram Tpeldyercs Me-
TaJaa TOJUIMHOW 2 MM, peajibHO MITAMNOYIOT U3
JIMCTa TOJIIUHON 3 MM, JUIA TOTO YTOORI 00ec-
MEeYUTh 33JaHHYI0 TOJIIIMHY B OMACHOM ceue-
Hu1U. Takoe cylecTBeHHOE YTOHEHHE BBI3BAHO,
CKOpel Bcero, aeucTBueM MoOMeEHTOB. I[lo-
3TOMY OBLIO IPOBEAEHO HCCIEeT0BAHUE TOYHO-
CTHM MOJICIUPOBAHUS BIHSHUS MOMEHTOB Ha
dbopMy neTanu U U3MEHEHHE TONMUHBL. Moje-
JupoBaHue nposeau B nporpamme AutoForm.

3aroToBKa U MHCTPYMEHT MUMEIH Clleay-
folue pazMepsl: Toamuna S = 1,8 Mm; guametp
3aroToBku D: = 67,8 MM; 1uaMeTp IyaHCOHa
dn = 38 Mm; nquametp matpuubl D, = 44 mMwM;
panuyc CKpyrJeHHUs Ha MyaHCOHE U MaTpHUILIbI
Ry =2,5 MM; m1ar U3MEPEHUS YTOHEHUS — 2 MM.

dopma OTHITAMIOBAHHOIO Mepexoja
01M3Ka K pacu4eTHOM, YTO BUJHO U3 PUC. 5.

Puc. 5. CpaBHenne ()opMbI pac4eTHOM M IKCTIEPUMEH-
TAJLHOM JAeTaJIN

Fig. 5. Comparison of the shape of the calculated and
experimental part

Pacnpe;[eneHHe TOJIINUHBI MCTaJlJid, IIOJIY-
YEeHHOE HKCIIEPUMEHTAIBHO U B SKCIIEPUMEHTE T10-
Ka3aHoO Ha puc. 6. MakcuMaabHOE YTOHEHHE
HaOJTI0/TaeTCs B MECTE MEPEeX0/1a IIMITNHIPUICCKON
MOBEPXHOCTHU B paJInycC IyaHCOHA U B MECTE Iepe-
X0/1a pasyca IMyaHCOHa B JOHBIIKO. TakuM 00-
pa3soM, MAaKCUMYMbl YTOHCHUS Ha6JHOI[aIOTCSI B
MecTe JeHCTBHS N3rHOArOINX MOMEHTOB.
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Puc. 6. I3MeHeHue TOJIMHBI MeTAJLJIA 10 00pa3ymeii:
a — AutoForm; 6 — sxciepuMeHT

Fig. 6. Thickness variations in the metal along generatrix:
a — AutoForm; b — experiment

IIpn npoexTUpoBaHMM NPOLECCOB BHI-
TSOKKM  [UJIMHAPUYECKUX JeTanedl HeoOxo-
AUMO YYUTBIBATb UBMCHCHHC TOJIIUHEI IO TIC-
puMeTpy 3arorosku. Ha puc. 7 mokasaHo xa-
paKTepHOE CEe4YeHHE, B KOTOPOM MOSBISIETCS
MaKCcHMallbHasi pa3HOTOJIIMHHOCTE. Teoperu-
YCCKHU MU DKCHOCPUMCHTAJIIBHO IIOJIYYCHO, YTO
MaKCHMaJIbHad Pa3sHOTOJIMIMHHOCTb MOXKCT
ObITH Oomee 35 %.
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3D-susyannsauna

Marepuan

Puc. 7. U3MeHeHne TOJIMHBI 3aT0TOBKH 110 IEPUMETPY
AeTanu

Fig. 7. Changing the thickness of the workpiece around
the perimeter of the part

3akjaueHue

1. Ha pa3HOTOJIMMHHOCTD AE€TaJIEH, MOy~
YaeMbIX JHCTOBOM IITAMIOBKOM, CYyIIECTBEH-
HOE€ BJIMSIHUE MOXET OKa3bIBaTh JOMYCK Ha
TOJIIIMHY JIMCTOBOTO MPOKATaA.

2. IlepcneKTUBHBIM HampaBJE€HUEM B JIU-
CTOBOM IITAMIOBKE MOXKET OBITh CHHIKCHHUE
Pa3HOTOJIIMUHHOCTH, B OTIEJIbHBIX CIydasx,
9TO MPHUBOJUT K YMEHBIICHUIO ceOecCTOMMO-
CTHU U YBEJIMYEHUIO CTOMMOCTH IITAMIYEMBIX
NEeTajIch.

3. HeoOXoauMo y4YUTHIBATH H3MECHEHUE
TOJIIIUHBI IO IEPUMETPY A€TaNIU, KOTOPAS MO-
XKeT npeBsimath 35 %.
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