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Annomayus. Ilpedcmasnena Hogasi KOHCMPYKYusi Ouphepenyuanrbnozo mopoudaIbHOZ0 UHCMPYMeHMA, 0becneyusaro-
Was UHMEHCUDUKAYUIO HANPAICEHHO20 COCMOAHUA 6 ouace deghopmayuu 3a cuem OOHOBPEMEHHOU peanu3ayuu npoyeccos
CKONbICEHUs U KAYeHUs 8 30He HazpydceHus. Paccmompeno eiusnue 2eomempuieckux napamempos paboieco uncmpymeHma
HA HANPANCEHHO-0ePOPMUPOBAHHOE COCMOAHUE YUTUHOPUHECKUX demaiell npu YRPOYHeHUY QU pepeHyuarbHbimM mopouddisb-
HbLM POIUKOM. B pesyniomame KomMnolomepHo2o MOOEIUPOSAHUsL C UCNOTbI0BAHUEM NPOSPAMMbL YCIAHOBAEHO, YMO NPOdUIb-
Hble pAOUyCobl YAPOUHAIOWUX POAUKOS, UX OUAMEMPbL U PACCIOAHUE MeHCOY 6ePUUHAMU NPOGUIET] CYWeCmEEeHHO 6IUAIOM HA
MAKCUMATbHBIE SHAYEHUS BDEMEHHBIX U OCIATOYHBIX HAnpAXcenull ¢ demanax mawun. Tax, ¢ ymenvuienuem ouamempa u npo-
QUABLHBIX paOUYCO8 POIUKOS BPEMEHHOE U ocmamoyHoe Hanpsicenue yeeauuueaemces na 10...28 %, a ymenvuienue meoiceep-
WUHHO20 PACCMOANUA NPUBOOUM K ux yeeaudenuro va 11...15 %. I'nybuna ynpounenno2o no8epxHoCmHo20 clos 00pamHo npo-
NOPYUOHATILHA NPOPUILHBIM PAOUYCAM U OUAMEMPY UHCIMPYMEHMA U 00Cmuaem MaKkCUMAaibHo20 3Ha4eHus, pagnozo 2,92 um.
Ipu smom paccmosinue mexucoy epuuHamMu npopuie pOIUKO8 NPAKMUYECKU He OKA3bI6aenm 6IUAHUS Ha 2YOUHY YIPOUHEHHO20
cnosi. Dghgexmusnocms npednoAHceHHOU KOHCMPYKYuu Oudpeperyuanbio2o pabouezo UHCMPYMeHmMa OONOIHUMENbHO OYeHU-
8aNACH NYyMeM CPABHEHUs C Pe3yIbMAmamu MOOeIUpOSAaHUs, NOTYHEHHBIMU NPU YIPOUHEHUY OObIYHBIM MOPOUOATLHBIM POTU-
KOM, pabomaiowum UCKIIOUUMENbHO HO cxeMe KaueHus 6e3 aghpexma cronvoicenus. B xo0e cpasHumenvHo2o anaiusa ycma-
HOBNEHO, YMO NpUMeHeHUe HOB020 OUPpepeHyuarbHo20 UHCMPYMeHma obecneyusaem ygeaudeHue UHMEeHCUBHOCMU MaKCU-
MaNbHBIX 8PEMEHHbIX Hanpadcenull Ha 16 % u MakcumanbHOU UHMEHCUBHOCIU COHCUMATOWUX OCHAMOYHbIX HANPAJICEHUT HA
22 %. Bonee mozo, enybuna ynpounenno2o cios eozpacmaem 6 2,6 pasa no CpagHeHuIo ¢ 00bIYHbIM POIUKOM, YO AGIAEMC
secbMa 3HauUmMenbHbIM noxkazamenem. [lonyuennvie pezyrbmamol yoeOUMenbHO CUIEMENbCMBYIOM O CYUECTEEHHOM NPeaoCc-
Xo0cmee 0aHH020 paboye2o UHCMPYMeHma 6 00ecnedeHuy NOSLIUEHUS YPOSHS HANPAXCEHUN U 2TYOUHbl YNPOUHEHHO2O0 CIOA.

Knrouegvie cnosa: mOBEpXHOCTHOE INTacTHUECKoe AeopmupoBanue, Iud(hepeHINaIFHBINA TOPOUAAIBHBIN HHCTPYMEHT,
BpPEMEHHOE HaIPsUKEHHE, OCTATOYHOE HATPsDKCHUE, TTyOnHa HaKJIena

Jna yumuposanusn: 3aiinec C.A., ®am Mans Y., Trotpun H.O. Biusaue reomerpun auddepeHInaibHOTO TOPOUIaIh-
HOTO MHCTPYMEHTA Ha HAMpPsHKEHHO-NEGOPMUPOBAHHOE COCTOSIHUE YIPOYHEHHBIX netanei / Hayko€Mkre TeXHOIOTHH B Malllu-
HoctpoeHuu. 2026. Ne 5 (179). C. 10—20. doi: 10.30987/2223-4608-2026-5-10-20

© 3aiigec C.A., ®am Manb Y., Trorpun H.O., 2026


mailto:zsa@ex.istu.edu
mailto:phammanhchinh95@gmail.com
https://orcid.org/0009-0007-4720-0594
mailto:3%20tno73@yandex.ru
https://orcid.org/0000-0003-2623-9979

TexHoJ0rnu MeXaHNYecKoi 00padoOTKH 3ar0TOBOK
Technologies of mechanical processing of workpieces
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Abstract. A new design of a differential toroidal tool is presented, which provides an intensification of the stress state in
the deformation center due to the simultaneous processes of sliding and rolling in the load zone. The influence of geometric
parameters of a working tool on the elastic state of cylindrical parts under hardening by a differential toroidal roller is viewed.
A computer modeling through the usage of a program resulted in the conclusion that profile radii of the reinforcing rollers, their
diameters and the distance between the tops of the profiles significantly affect the maximum values of temporary and residual
stresses in machine parts. Thus, with a decrease in the diameter and profile radii of the rollers, the temporary and residual stress
increases by 10...28 %, and a decrease in the distance between the tops leads to an increase by 11...15 %. The depth of the
hardened surface layer and the profile radii and the diameter of the tool are interconnected inversely and reaches a maximum
value of 2,92 mm. At the same time, the distance between the tops of the roller profiles has practically no effect on the depth of
the hardened layer. The effectiveness of the proposed design of the differential working tool was additionally evaluated by com-
paring it with the simulation results obtained under hardening with a conventional toroidal roller operating exclusively accord-
ing to a rolling pattern without sliding effect. In the course of comparative analysis, it was found that the use of a new differential
instrument provides an increase in the intensity of maximum temporary stresses by 16 % and the maximum intensity of compres-
sive residual stresses by 22 %. Moreover, the depth of the hardened layer increases 2,6 times compared to a conventional roller,
which is a very significant marker. The obtained results unambiguously prove the significant superiority of this working tool in
ensuring an increase in the stress level and depth of the hardened layer.
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BBenenue

Meroapl (uHHIIHON 00paObOTKH, TaKue
KakK H_UII/I(bOBaHI/Ie, XOHHUHT'OBAHUEC U JOBOJAKA, IITH-
POKO TIPUMEHSIOT U1 (JOPMUPOBAHUS JI€TaJICH C
3aJJaHHOM TE€OMETPUEN M TOYHOCTHIO. BmecTte ¢
TEM yKa3aHHBIC TTPOIIECCH HEPEKO HE IMO3BOJISIOT
HOJYYUTh TpeOyeMble XapaKTePUCTHKH MOBEPX-
HOCTHOTO cyios. Jlmsi ynmydimeHus ero KadecTBa
MMPUMCHAIOTCA MCTOABI MOBEPXHOCTHOI'O IJIACTHU-
yeckoro aedopmupoBanus (ITI111), mpu KoTOpbIX
yIalleHHe MaTepuaga B BHUIE CTPYXKH OTICYT-
CTBYET, a BO3JCHCTBUE CBOIUTCS K JIOKATLHOMY
IUTACTUYECKOMY J1e(DOPMHUPOBAHUIO TTOBEPXHOCT-
HOTO cjosi aetaineil. B pesynbrate mocturaercs
YHOPOUYHCHUC IMOBCPXHOCTH, MMOBLIMIACTCA U3HOCO-
U KOPPO3HMOHHAS CTOMKOCTh, BO3pAcTaeT ycTa-
JIOCTHasA TMPOYHOCTb, a TaKiKC TIPOSABIAIOTCA

Ipyrue noyoxxutenbHble 3¢ ¢dekTel. B psage cimy-
yaeB npumeHenue I111/1 mo3soisger yBenuuuTs 3a-
nac MpOYHOCTH JeTaieil, paboTarouux npu nepe-
MEHHBIX Harpyskax, B 1,5 — 3 pa3a u 3HauUTEIBHO
HPOAJIUTH CPOK UX CITy’KObI, THOI' /1A B AECATKHU pa3
[1—4].

[Tpu otnemouHo-ynpouHstomed 00padoTKe
MIT/T mocTaToyHO YacTO MPUMEHSIIOT CIIOCO0 00Ka-
TBIBAHUSI TOPOUJATIBHBIM POJIMKOBBIM MHCTPYMEH-
toM. IIpomecc oOOKaThIBaHUSI XapaKTEPHU3YETCS
JBYMsI IBHDKEHUSIMU — KQU€HUEM MJIH CKOJIbKEHUEM
pabodero MHCTpyMEHTa IO TTOBEPXHOCTH 3aro-
ToBKH. [Iporiecc ckombkeHus: odbecrieurnBaeT 0osee
BBIPKEHHBIA S(P(EKT MOBBIMICHHUS MOBEPXHOCT-
HOIO0 HakJEna, OJHAKO Ha MNPaKTUKE IMPEeUuMyIle-
CTBEHHO HCHOJB3YIOT PeXUM KadeHHs. OCHOBHOU
NPUYMHON SIBIISIETCS TO, YTO B IPOLIECCE CKOJIbXKE-
HHU BBIJIETISIETCS 3HAUUTEIbHOE KOJIMYECTBO TEIlIa,
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YTO MPH HEJOCTATOYHOM KOHTPOJIE MOXKET MpHUBe-
CTU K CHIDKEHUIO CTOMKOCTH paboyero WHCTpY-
MEHTAa 1 MOBPEXICHUIO YIIPOUHAEMON OBEPXHOCTU
(5, 6].

OnHuM W3 MyTeH pemieHus mpoOJIeMbl 10
00pabOTKE HEHKECTKHX JCTaNCH SIBISCTCS HHTEHCH-
buKanys HanpsLKEHHOTO COCTOSIHMS B od4are Jie-
dopmaru myTeM BO3ACHCTBUS IBYX IPOLIECCOB
ckonbxenus v kaueHus. B UIPHUTY pazpaboTtansr
MHCTPYMEHTBI ¢ HOBOM KMHEMATHUKOW JBUXCHUS,
npeJHa3HaYeHHbIE ISl BO3JEHCTBUSA IPOLIECCOB
KAUEHUS U CKOJIbKEHHSI MPU MMOBEPXHOCTHOM ILjIa-
cTruyeckoM aedopmupoBanuu. B yactHOCTH, Tipea-
JI0KE€H MHCTPYMEHT C Ie(OPMUPYIOIIUM 3JIeMEH-
TOM B BUJIE IByX TOPOHIIbHBIX POJIMKOB, OCh Bpa-
IIEHUSI KOTOPBIX PacCHOJIOXKEHA NEPIEHANKYISIPHO
ocH 3aroToBkH. Pabounii HHCTPYMEHT BBITTOJIHSET
OCLMJLTUPYIOIIIEe BpallleHue BOKPYT OCH, JiexKalen
B IJIOCKOCTH COEIMHEHUS 1e(POPMUPYIOLIIX POIH-
KOB M TEPIEeHAUKYJISPHOM OCH 3arOTOBKH, C aMm-
mMTyAou o B peaenax - 90 °<a <90 ° [7]. Kpome
TOTO, pa3pabOoTaH MHCTPYMEHT C JehOpMHUPYIO-
UM JIEMEHTOM B BUJIE KPYTOBOI'O CEKTOPA, KOTO-
poOMy COOOIIAIOT KoJieObaTeabHbIe KPYTOBBIC JBU-
JKEHUS MO yIJIOM, MpeBblmatomuM 0 1 MEHbIINM
45 ° [8]. OmHako 3TH crocoObl YIPOYHEHHSI OCHO-
BaHbl HAa UMKIWYECKUX IMIPOLIECCaX KadyeHUs U
CKOJIB)KEHUSI, YTO MPUBOANT K CHIDKEHUIO 3 (dek-
TUBHOCTH 00pabOTKH.

ABTOpaMH cTaTbu pa3paboTaHa HOBas
KOHCTpYKLHUs pabouero uncrpymenta ans II1J] B
Bune AuddepeHnaTbHOTO TOPOUAAIBHOTO PO-
JIMKa, KOTOpasi MO3BOJISET OJHOBPEMEHHO CO37a-
BaTh B ouare JeopMaIiu Mpolecchl CKOIbKEHUS
U kaueHus. llenmpio maHHOM paboTHI SBISETCS
ompeeseHue BIUSAHUS TeoMeTpuu auddepenim-
albHOIO TopouAanbHoro nHcrtpymenra Ha HIC B
30HE AeQopMalil U OCTaTOYHbIE HAMPSIKEHUS B
YIOPOUYHEHHBIX HWJIMHIPUYECKUX JIETaAX.

KunemaTnueckasi cxeMa ¥ 0COOEHHOCTH
npouecca T/

Pa3zpabarbeiBast HOBBIH CITOCOO OTAEITIOYHO-
ynpouHsitomiei 0opadotku metogom I/, craBu-
JIach 1eJIb 00€CTIEUNTh BEICOKOE HANPSIKEHHOE CO-
CTOSIHHE B 30HE YIPYTOIIacCTHYeCKoi nedopma-
OUH. OTO TMO3BOJSIET COKPATUTh PaTHATbHBIN
HATSAT ¥, KaK CIEACTBHE, YMEHBIIHUTH jaedopma-
IIAI0 HEXECTKUX JIeTajeil B mporiecce 00paboTKH.
[IpuHomn fpelCTBHS MpeIaraeMoro crocooa

(puc. 1) 3akirovaercsi B 00eCriedeHUH BpaIeHus
3aroTOBKH / BOKPYT €€ MPOJOJIBHON OCH C 3ajaH-
HOHM yacToToil. OOpabaThIBAOMINA WHCTPYMEHT,
COCTOHH_[I/Iﬁ N3 IBYX HC3aBUCUMBIX COOCHBIX POJIU-
KOB 2 M 3 ¢ IPOTUBOIOJI0KHBIMHU HAIPABICHUSIMH
BpalllCHUsA, OKa3bIBACT AABJICHHUC HA ITOBCPXHOCTH
3aroTOBKH M OCYLIECTBIISET MPOJIOJIBHOE IepemMe-
HICHHE C TI0JIa4eii S BIOJIb OCH 3aTOTOBKH.

n1
1

Dzax
]

Duer

Sup

Puc. 1. Cxema IIIIJ ¢ ucnoab3oBanuem audgepeHnu-
aJIbHOT0 TOPOMIATBHOI0 HHCTPYMEHTA:
1 —3aroToBKa; 2 — POJIUK CKOJIbKEHUS; 3 — POJIUK KaueHUs

Fig. 1. FPM diagram using a differential toroidal tool:
1 —blank; 2 — sliding roller; 3 — wheeling roller

Pomk 2 ¢ MeHbITIM TIPO(MITEHBIM PaJIiyCcoM,
MEPBBIM BXOJUT B KOHTAKT C UCXOIHBIM ITOBEPXHOCT-
HBIM CJIOEM 3arOTOBKH, BPAIIIACTCsl B HANPABIICHUH 3a-
TOTOBKH, co3z1aeT ouar nedopmarmu (O]) u ynpounsier
MIOBEPXHOCTb TI0 CXEME CKOJIBKEHHS B 30HE KOHTAKTA.
Pomvik 3 ¢ Gonbimm nmporiibHBIM paiycoM Bparlia-
ercs 3a CY4€T TPEHUs C 3arOTOBKOM M YIIPOUYHSIET I10-
BEPXHOCTH M0 cxeMe kaueHust. [lockonbKy paccrosHye
MEXITy BEepIIMHAMU MPOQIIICH POIMKOB JIOCTATOUHO
Masio, MePBbIN POJIMK YACTHYHO WM MOJHOCTHIO pado-
TaeT B 30He O/, co31aBaeMoro BTOpbIM POJIMKOM, IMe-
IOIMM OOJBIIMIA panuyc, YeM TepBbIid. BenencTue
3TOTO MPOUCXOIHT MEPEKPHITHE 04aroB JiehopMariiii 1
MX ciusiHie B oauH komiuiekcHbii O/l. B pesynbrare
JIOCTUTAeTCsl YIIydllleHHe MEXaHHYECKHX XapaKTepH-
CTUK Marepuajia MOBEPXHOCTHOIO CIIOsl JeTajiei, a
TAaKKE CHIKEHHWE IapaMeTpoB ILEPOXOBATOCTH I10-
BEPXHOCTH.

C ucnonnL30BaHUEM KOMIIBIOTCPHOT'O MO-
JEIUPOBaHUST HEOOXOIMMO ONpPENeNIUTh Hamps-
AKEHHO-I€(OPMHUPOBAHHOE COCTOSTHHUE B 30HE KOH-
TaKTa 3aroTOBKH C nepopMUPYIOLIUM
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WHCTPYMEHTOM B BHUJE TU(DPEpEeHIIMAIBHOTO TO-
POUOAIBHOIO 3JICMCHTA, BBIIIOJIHCHHOI'O U3 ABYX
POJIMKOB C Pa3HBIMH MPOGUIBHBIMHA PaIiyCaMH H
C IPOTHUBOIIOJOXHBIMU HAIPABJICHUAMU Bpalic-
HUs. OmnpenenuTs WHTEHCUBHOCTH BPEMEHHBIX,
OCTaTOYHBIX HANpsHKEHUH M TIIyOMHY HakJjerna
NpU Pa3HBIX TPOPHIBHBIX PagUycax POJIHKOB,
PACCTOAHUAX MCKAY UX BEPIIMHAMU U JUAMCTpPaAX
WHCTPYMEHTA.

Oco0eHHOCTH MOIeTMPOBAHNSI METOIOM KO-
HEYHBIX 2JIEMEHTOB

B mHacrosiee BpeMs ISl MCCIICOBAHHUS
MIPOLIECCOB YIPOUYHEHHUS C UCIIOIb30BAHUEM METO-
JIOB TIOBEPXHOCTHOTO IIACTUYECKOTO JehOpMH-
POBaHMS U JJI ONIPEICTICHHS] BEIMYUH BPEMEHHBIX
U OCTaTOYHBIX HaNpsOKEHUM, a TakKe aHajau3a
HaNpsHKEHHO-e(OPMUPOBAHHOTO COCTOSIHUSL B
30HEe AeopMaliy, MHUPOKO MPUMEHSIOTCS YHC-
JICHHBIE METOJIbI Ha OCHOBE METOJa KOHEYHBIX
anemenToB (MKD). Onnum u3 Hanbosee pacrpo-
CTpaHEHHBIX MPOTPAMMHBIX KOMIUIEKCOB, peaH-
3YIOIIMX JaHHbIM moaxon, siBisiercss ANSYS
[9 — 11], ucnonb30BaHHBIM TPHU BBITOJIHEHUH
HACTOSIICH pabOTHI.

B mnpouecce 00paboTKu HCHOIB3YETCS
KOMOHMHAIIUSI CXEM CKOJIbKEHHUS M KaueHus, Mpu
3TOM KO3 PHULIKEHT TPEHHSI IIPU CKOJIbKEHUH 3HA-
YUTENbHO BBIIIE, YeM MPU KAYEHUHU, YTO OKa3bl-
BaeT CYIIECTBEHHOE BIMSIHHEC HA MEXaHHUYECKUE
XapaKTEPUCTUKH 3aroTOBKH IOCIE 0O0pabOTKH.
[Ipu 3TOM, MpolLecc MIacTUYECKOro 1ehopMHUpO-
BaHus Matepuaiia u usmenenne HJIC npoucxoaut
BO BpeMeHU. TakuM o0pazom, aHaIIu3 3aKOHOMEP-
HOCTEW mepepacrpenesieHus] BpeMEHHBIX Hampsi-
KEHUH 1 00pa30BaHMs OCTATOUHBIX JieopManuii
¢ yueToM (hakTopa BPEMEHH MPEACTABISAET COO0M
aKTyaJIbHYI0 Hay4yHYo 3anady. [[ist mpoBeneHus
pacyeToB MpU AMHAMHYECKOM HArpyXeHHH IO-
CTpOEHA reoMeTpuyIecKas Mojieib B Buae audde-
PEHIIMAIIBHOTO HMHCTPYMEHTAa, COCTOSILEro U3
JIBYX COOCHBIX TOPOUAANBHBIX pPOJTUKOB. [Ipu
3TOM POJIMK C MEHBIIUM MPOPUIBHBIM PaNnyCOM
HaXOIUTCS Ha (POHTAIHHONH CTOPOHE HWHCTPY-
MEHTA U BpalllaeTcsl B HAIIPABJICHUH BPALIECHUS 3a-
TOTOBKH, a POJIMK C OOJNBIIMM PaJMYyCOM HAXO-
JUTCSI HAa THUIbHOW CTOPOHE MHCTPYMEHTa U Bpa-
IaeTcsi B TMPOTHBOIOJIOXHOM  HaIPaBJICHUU

(puc. 2).
B kauectBe 0oOpasiia UCIONB30BaH HWIMHAP

TUAMETPOM Diar = 20 MM, U3rOTOBJIEHHOM U3 CTaIH 45,
NPEACTABISIIONIMI ~ COO0M  YIPYrOMIacTHUYECKUit
YIPOUHSIOIIMICS MaTepuain. MoyJib yrIpyroctu co-
craBnser E = 2 - 10° MIla, xoaddument ITyaccona
p = 0,3. Jlnarpamma nedopmMupoBaHUS Marepuaia
NpUHATa  OWIMHEWHOH:  Tpemen  TeKy4ecTH
ot = 360 Mlla, npenen npounoctu 6z = 600 Mlla,
MOZTyJIb yrpounerns Er= 1,45 - 10° MIa.
Pabouwnii ”HCTpyMEHT IpeICTaBlIeH ABYMS
COOCHBIMU POJIMKaMU C AUAMETPaMH B JUANa30HE
waer = 10...90 MM, UMeIOIIME HE3aBUCUMOE Bpa-
nieHue. Marepuan poJIMKOB — TBEPJIBIM CILIAB
BK&8, nis KoTOporo mMonyiab yopyrocTd COCTaB-
nser E =6 - 10° MIla, xoapdumuent Ilyaccona
pu = 0,3. [IpopunpHbii pagunyc poauka / (C MEHb-
MM TIPOQUIBHBIM PAIIlyCOM) U3MEHSIETCS B JHa-
naszone 71 = 0,5...4 MmM; podUIBHBIN paanyc po-
nuka 2 (¢ 0ombImM MPOGUITEHBIM PAITYCOM) U3ME-
HseTcsa B nuamnazone 2 = 4...10 mMm. Paccrosinue
MEXly BepLIMHAMU Hpo¢useil polMKOB U3MEHs-
ercst oT 1,5 10 5 Mm.

Puc. 2. KoneuHo-3jieMeHTHasi MoJie/Ib NIPH YIPOYHEHUH
IWJINHAPUYecKol AeTaan 1uddepeHIUAIbHBIM TOPOU-
JaJbHBIM HHCTPYMEHTOM:

1 — pOJNHK CKOTBKEHUS C PAANYCOM 71; 2 — POJHK KadeHHUS C
paguycom r2; 3 — WWIMHAP AUaMETPOM Dsar

Fig. 2. Finite element model for hardening a cylindrical
part with a differential toroidal tool:

1 — sliding roller with radius r1; 2 — wheeling roller with
radius 72; 3 — cylinder with a diameter Dsar

JIsisi OIICHKHM HANpsHKEHHOT'O COCTOSTHHS B
pa3HBIX TOYKaX YNPOYHEHHBIX 00pa3IoB Ormpese-
JICHa MHTCHCHUBHOCTh BPEMEHHBIX M OCTaTOYHBIC
HarnpsbkeHuss (von — Mises) mo ocam Oz (oce-
BbIE O, , 09T), Ox (pamuanbHbie o,’, 09T),
Oy (TaHreHUMAaBHBIE O, ', Og ) [9].
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l Z

o = 2102 — o) + (ol — o) + (6 — Y2, 1)

O-?CT — \/zl. [(O-gCT — O-(()pCT

Jlng omnpeneneHus HanpspkEHHO-nedop-
MHUPOBAHHOTO COCTOSIHUS YIIPOYHEHHBIX JIeTaeit
OBLTH KMCIOJIb30BaHBI ClIEAyIONME Oa30BbIE pe-
XKHUMBI 00paOoTku: J[MameTp 3aroToBKH COCTaB-
nsi1 20 mm, gactota e€ Bpamenus — 100 06/MuH.
Juamerp mHcTpymeHTa paBHsucs 50 mm. Ilpo-
(GUIBHBIN panyC POJIMKA CKOJIBKEHHS OBLIT TIPH-
HAT paBHBIM 3 MM TIPH YacTOTE BpAaICHUS
10 o6/MuH, a povKa Ka4eHUs — 5 MM IIpH Ya-
crore BpameHus 40 o0/MuH. MexBepIIMHHOE
paccTosiHKE POJIMKOB COCTABIISIIO 2 MM, Pauallb-
Hblil Hatsar — 0,05 mm, mpomosnbHas mojaaya —
0,1 MmM/06. KoaddutineHTs! TpeHUs IPU Ka4eHUU
Y CKOJIB)KEHUHU NpUHUManuch paBHbiMu 0,1 1 0,2
COOTBETCTBEHHO.

Pe3yabTaTrhl MogeIMPOBaHMS M UX 00CY KIeHH e

B mpornecce T dopmupyercst nHamps-
KEHHO-/1e()OPMUPOBAHHOE COCTOSIHHE 3arOTOBKH,
KOTOpOE XapaKTepu3yeTcs IBYMsl KIIFOYEBBIMHU Ta-
paMeTpaMu: BPEMEHHBIMUA W OCTaTOYHBIMHU HAIIpsi-
KEHUsIMU. BpemeHHble HampshKeHHs BO3HHMKAIOT B
MOMEHT HENOCPEICTBEHHOIO BO3JICUCTBHUS BHEII-
HUX CWJI, IepeIaBaeMbIX Pa00OUYMM HHCTPYMEHTOM, a
OCTaTOYHbIE HAPSDKEHHS — [TOCIIE CHSTHS HArPy3KH.
BpemeHHble HanpsiKeHHsT BO MHOTOM 33/1a10T SHEp-
TeTHYECKUE U CHJIOBBIE XapaKTEPUCTUKH IIpoliecca
I/, onpenensas oOpa3oBaHHE YHNPOYHEHHOTO
CII0s1, €T0 TIIyOMHY M UHTEHCUBHOCTB, a TAKXKE Ypo-
BCHb JaBJICHUS B 30HE JeQOpMAaIMU U JIOITOBEY-
HOCTh MHCTpyMeHTa. OcTaroyHble HarpsHKEHUs,
dbopmMupyrormecs mocie 00padOTKH, CYIIECTBEHHO
BIIUSIIOT HA YCTAJIOCTHYIO JOJITOBEYHOCTh M3/IENHA,
MEXaHU3MBI 3apOKIICHUS U PA3BUTHS pa3pyLLCHUs],
UX U3HOCO- U KOPPO3UOHHYIO CTOMKOCTB, @ TAK)KE Ha
JpYyIHe KCIUTyaTallMoHHble okasarenu [12, 13].

bruto 3aMedeno, 4To B mporecce 0OKaThI-
BaHUs MaKCHMaJlbHbIE BPEMCHHBIC HAMPSIKCHUS
KOHIEHTPUPYIOTCS B 30HE KOHTAKTa 3aTOTOBKH C
posiMKOM U gocturarot 3HaueHusi 457,15 Mlla.
[Tocne cHATHUS HArpy3KH OCTATOYHbIE HaIpshKe-
HUSI paBHOMEPHO PacIpeaelisiioTcsi B 00beme 3a-
TOTOBKH, TOCTENIEHHO YMEHBIIAsICh OT MOBEPXHO-
CTH K LEHTPAJIBHON 30HE, ¥ IOCTUTAIOT 3HAUCHUS

4 (057 = 02) 2 4 (o3 — 0™) 7). @

354,55 MIla Ha MOBEpXHOCTH, YTO OJIM3KO K TIpe-
NeNy TekydecTu cranu 45, pasHoMmy 360 MIla.
ITonmyuyeHHble pe3yabTaThl HOATBEPAKAAIOT BBICO-
Ky10 3QQEeKTUBHOCTH JAHHOTO METO/IA B TIOBHIIIIC-
HUM HanpsHKEHHOTO COCTOSIHMA JeTaylel Iocie
yIpoyHstomei 00paboTKu.

B mpornecce moBepXHOCTHOrO IIacTU4e-
ckoro nedopmupoBanus (III1) mox Bo3neii-
CTBUEM DPabOUYEro MHCTPYMEHTa Ha MOBEPXHOCTH
3ar0TOBKH 110 BCEM KOOPIMHATHBIM HAIPaBICHUAM
BO3HUKAIOT MAKCUMAaJIbHbIC 3HAaYE€HHs BPEMEHHBIX
HaNPsDKCHUN CKaTus. B pesysnbrare CHATHS BHELI-
HEel Harpy3Kd B IIOBEPXHOCTHBIX CIOSIX JETaIU
YCTaHABIIMBAIOTCS OCTAaTOYHbIC HANPSHKEHUS CxKa-
THS], TOTJIAa KaK B €€ LIEHTPaIbHOM 30HE (hopMUpy-
IOTCS OCTATOYHBIC HAIPSHKEHHS PaCTATUBAOLIETO
xapakTepa. MakCUMyMbl OCEBBIX M TaHTEHLUAIb-
HBIX KOMITOHEHT OCTATOYHBIX HAMPSDKEHUH CHKaThs
JIOKAJIM3YIOTCSl HEMOCPEACTBEHHO Ha TIOBEPXHOCTH.
PanmanbHble OCTaTOUHbBIE HANPSHKEHUS Ha TTOBEPX-
HOCTH JIETAJIU PABHBI HYJIIO.

B nannom ciyvae nuametp auddepeHmm-
aJIbHOTO TOPOUJAIBHOIO MHCTPYMEHTA SIBJISAETCS
BaXHBIM IapaMETPOM MEXaHUKHU Ipolecca JIe-
(hopMHUPOBaHKS M CTPYKTYPOOOPa30BaHUS U J0JI-
’KEH UMETh ONTHMAaJIbHOE 3HaYeHHE NI o0ecre-
YeHUs1 MHTEHCU(DHUKAITUN 1e(POPMAIIMOHHOTO BO3-
JIIEUCTBUSL.

[Iponece ynpounenus npu auddepeHun-
aJIbHOM POJIMKOBOM OOKaThIBAHUM MPOTEKAET C
OJTHOBPEMEHHBIM HAJIMYMEM IPOLIECCOB KaueHUs
U CKOJIbXKEHHUs. B cBA3M ¢ 3TUM, 1151 OOBEKTUB-
HOW OIICHKU BIHMSHUA JHaMeTpa HHCTPYMEHTA Ha
HanpsKEHHO-1e(POPMHUPOBAHHOTO COCTOSIHUSA Jie-
Tajielf, 4acToTa BPaIeHUsl BTOPOTO pOJIMKa ObuIa
YCTaHOBJIEHA B COOTBETCTBUU C PEKHMOM IIJIaB-
HOT'0 KQueHUs, TOT/1a KaK 4acTOTa BpaIICHUs Mep-
BOTO pOJIMKa TMOA0Mpaliach TakuM 00pa3oM,
YTOOBI MPHU PA3TUYHBIX TUAMETPaX POJIUKOB OT-
HOCHUTEJIbHAsI CKOPOCTh CKOJIBXKEHHUSI OCTaBaIach
noctostHHOM. B Tabn. 1 mpezncraBieHsl mapa-
METpbl YIPOUYHEHMsI Ul OLIEHKH BIMSHHSA M-
MeTpa nudhepeHInaIbHOr0 TOPOOOPa3HOrO UH-
ctpymenTta Ha HJIC.

Ha puc. 3 mpexncraBneHa 3aBHCHMOCTb
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MaKCHMaJIbHOW MHTEHCUBHOCTH BPEMEHHBIX U OCTa-
TOYHBIX HANpsDKEHHH OT JrameTpa paboyero WH-
CTpyMeHTa. AHaJIN3 PE3yJIbTATOB CBUAETENBCTBYET
0 MOHOTOHHOM CHWKEHHH YKa3aHHbBIX HalpsDKEHNUI
NP YBEIWYEHUHN THaMETpa MHCTPyMEHTa. IT0 00y-
CJIOBJIEHO TEM, YTO IPH HEU3MEHHOM paJlaIbHOM
HaTAre poCcT JUaMeTpa MPUBOAUT K PACIIUPEHUIO
IUIOIIAIM KOHTAKTa POJIMKOB € IOBEPXHOCTHIO 3ar0-
TOBKM M, COOTBETCTBEHHO, K YMEHBIICHHIO

KOHTaKTHBIX HalpsbkeHW. BcenencrBue storo me-
TEHCHUBHOCTh KAaK BPEMEHHBIX, TaK U OCTATOYHBIX
HAIPSHKEHUI B TOBEPXHOCTHOM CJIO€ CYILIECTBEHHO
CHIDKAETCS. Y CTAHOBJIEHO, UTO NMPU Dimer < 30 MM
MaKCHUMaJIbHbIE OCTaTOYHbIE HANpSHKEHHS IPEBbI-
LIAK0T Ipezielt TeKydecTu Marepuana or = 360 MI1a.
B cBs131 ¢ 5TUM 11pH BBIOOpPE AMaMeTpa UHCTPYMEHTA
T1si 00pabOTKM PEKOMEHTYEeTCs MCTIONB30BaTh 3HA-
yenyd B quanaszone 30...60 M.

1. ITapamerpsnl ynpoYHeHHS AJIsl OLEHKH BJIAMSIHUA quaMeTpa quddepeHnuaabLHOro
TopooOpa3Horo uacrpymenta na HJIC

1. Hardening parameters for assessing the effect of the diameter of a differential
torus-shaped tool on ES

Dsar Naar Dhsier ™ nq Iy n,
(Mm) (06/MuH) (Mm) (MM) (00/MuH) (Mm) (00/MuH)
20 100 10 3 50,0 5 200,0
20 100 30 3 16,7 5 66,7
20 100 50 3 10,0 5 40,0
20 100 70 3 7,1 5 28,6
20 100 90 3 5,6 5 22,2
5 500 =
E Gmax
S 450 /
400

350 /

300

OCT
Gmax

250
0 10 20

30 40

50 60 70 &0 90 100

DMHCT , MM

Puc. 3. 3aBUCMMOCTH HHTEHCMBHOCTH MAKCMMAJIbHBIX BPEMEHHBIX H OCTATOUYHBIX HANIPSIXKEHUIl 0T IuaMeTpa padouero

HHCTPYMEHTA

Fig. 3. Dependence of the intensity of maximum temporary and residual stresses on the diameter of the working tool

3aBUCUMOCTb HMHTEHCUBHOCTH MaKCUMAaJIb-
HBIX BPEMEHHBIX M OCTATOYHBIX HATIPSKEHUI OT BEJIH-
YUHBI MIPO(UIIBHBIX PAIYCOB JIBYX POJMKOB IIPE-
craBieHa Ha puc. 4. Ilpu yBenuueHun paauycos
pod sl POJIMKOB HAOIIOACTCS IMOCIEA0BATEIb-
HOC YMCHBIICHUC BCIIMYNMHBI MAKCUMAJIbLHBIX BpPC-
MEHHBIX U OCTAaTOYHBIX HamnpspkeHud. [lpu s3Tom
yBeNUYEHUE TMPO(UIBHOTO pajauyca poJiMKa
CKOJIbKEHUSI MPHUBOIUT K 3HAYUTENbHO Oolee
6I>ICTpOMy CHUXKXCHUIO BEIIMYNHBI HHTCHCHUBHOCTU

HaIPSKEHUH 110 CPABHEHUIO C YBEIIMUYEHUEM IIPO-
¢GmIbHOTO pasnyca pojuKa KayeHUs. AHAIIOTUYHO
U3MEHEHHUIO JTuameTrpa paboyero MHCTPYMEHTa,
BapbUPOBaHUE MPOPUIBHBIX PAJIUYCOB MPUBOJUT
K HM3MEHEHHIO Pa3MEPOB 3JUIMITHYECKON 30HBI
KoHTakTa. Ho pacmmpenne KOHTaKTHOH obiacTu
B JIAHHOM CJIy4ae NPOUCXOINUT IPEUMYILIECTBEHHO
BJIOJIb JIPYTOW TJIABHOM OCH BJUIMIICA, MEPIEHIU-
KYJISPHOU MEPBOiA.
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Puc. 4. 3aBucHMOCT MHTEHCHBHOCTH MAaKCHMAJIbHBIX BPEMEHHBIX U OCTATOYHBIX Hal'lpﬂ)l(eﬂl/lﬁ oT l'lpO(l)l/lJILHLIX paauycoB

POJIMKOB NPH WX MOCTOSTHHOM 3HAYEHHN:
a—rn=5MMm;6—r =3 MM

Fig. 4. Dependence of the intensity of maximum temporary and residual stresses on the profile radii of the rollers at their

constant value:
a—-r=5mm;b—r =3 mm

[Tpu mManeix 3HAYCHHUSIX TPOGUIBLHOTO pa-
JInyca poJjuKa CKOJIbXEHUS 72 < 2,75 MM Makcu-
MaJIbHBIE 3HAUYEHUSI MHTEHCUBHOCTH OCTATOYHBIX
HANpPsDKEHUH TPEBBIIAIOT TMPENesl TeKy4ecTu
or = 360 MIla. ®opmupoBaHHie TaKUX HaIpPsiKe-
HUH B Ipoliecce YIPOYHECHHS SBIISETCS HEXKena-
TEIbHBIM (PAKTOM, MOCKOJIBKY MOKET MPUBECTH K
IIaCTUYECKOW  aedopmanuu  MOBEPXHOCTHOTO
CJIOSl TOC)Ie 00pabOTKH M K CHIDKEHUIO OCTaTO4-
HBIX HaIPSOKEHUI.

CrnenoBarenbHo, Hauboee >PPeKTUBHBIN
npouecc ynpouHenusi IIITJ] ¢ ucnons3oBaHuem
TuQepeHIMaIbHOT0  TOPOUIATBHOTO HMHCTPY-
MEHTa pean3yeTcsi MPHU PAalMOHATBHOM BBIOOpE
npO(UIBHBIX PayCOB POJIMKOB, 3HAYEHHSI KOTO-
pBIX HAXOAATCS B CICAYIOIIUX JHAla30Hax:
rn=28..35mm;7r1=4...6 MM.

[Ipy ManaoM paccTOSIHUM MEXIy BepIIH-
HaMU POJIMKOB 30HKI Aeopmanuu, popMUpyembie
KQKIBIM POJIMKOM, YACTHUHO HJIM MOJHOCTBIO TIe-
PEKPBIBAIOTCS, YTO MPUBOAUT K OOPa30BAHUIO
CYMMapHOTO HampspKEHHOTO cocTostHUSA. OmgHAKO
B 3aBUCUMOCTH OT  (PU3UKO-MEXaHUYECKUX
CBOWCTB Marepualia 3arOTOBKH JAaHHOE PaCcCTOs-
HUE JOJDKHO OBITh BBIOPAHO paIlMOHAIBHO: CTE-
NEeHb TMEePeKphITHs oyaroB JaedopMaluu He
JIOJI’KHA BBI3BIBATH PE3KOTO YBETTUUCHUS HATIPSIKE-
HUM, COCOOHOTO MPHUBECTU K CHIDKEHHIO Kaude-
CTBa TIOBEPXHOCTHOTO CJIOS, U B TO e BpeMsl pac-
CTOSIHHE MEXIy BepIIMHAMU NPOoUIeH pOIUKOB
HE JIOJDKHO OBITH dYpe3MEpHO OOJbIINM, TIO-
CKOJIBKYy B OTOM ClIy4ae pOJIMKH OyayT

(YHKIIMOHMPOBATh KaK HE3aBUCUMBIE aedopMu-
PYIOIINE 3JIEMEHTHL.

Crnenyer OTMETHTh, YTO MEKBEPIIMHHOE
paccTOsTHIE MEX/Ty POJIMKAMHU 3aBHCUT HE TOJIBKO
OT MX B3aUMHOTO PACHOJOXEHHs, HO U OT IpO-
(WIBHBIX paJinyCOB POJIMKOB. YKa3aHHOE PacCTo-
SHUE BBIOMpAETCS M3 YCIOBHS OJHOBPEMEHHOTO
o0ecrieyeHns KOHCTPYKTHBHOTO 3a30pa JUIsl He3a-
BHUCHMOI'O BpallleHHUs] POJIMKOB M (hOPMHPOBAHUS
30HBI KOHTAKTa C 3aTOTOBKOM € 3aaHHBIMH paJii-
ycamu. Takum o0pa3oM, MEKXBEPIIMHHOE PaccTo-
SHUE POJINKOB JIOJDKHO OMPEAEITATHCS C y4eTOM
BBIPa)KEHUS:

L2 —(n —t)2+Jr2 — (- t)2+1, (3)

rae 1; — OpodHWIbHBIN pamuyc 1-0ro pOJHUKa;
1, — TPOUIBHBIN paguyc 2-0Tr0 POJUKA;  — paau-
QJIBHBINA HATAT; | — KOHCTPYKTUBHBIHN 3a30p.

3aBUCUMOCTb UHTEHCUBHOCTH MaKCHUMAaJlb-
HBIX BPEMEHHBIX U OCTAaTOYHBIX HANPSKEHUWA OT
MEKBEPIIMHHOTO PACCTOSHUS POJIMKOB IpU 6a30-
BBIX pexuMax o0paboTKH mokazaHa Ha puc. 5. [lo
JTaHHBIM IpaduKa MOKHO CAETaTh BBIBOJ O TOM,
YTO MPHU OJJUHAKOBBIX TPOPUIBHBIX pagycax po-
JUKOB W WX JMaMEeTpax, YMEHBbUIEHUE MEXBEp-
IIMHHOTO PACCTOSIHUS MPUBOJUT K BO3PACTaHUIO
MHTECHCUBHOCTH BPEMEHHOIO M  OCTaTOYHOIO
HarpspDKEHUH B odare Aedopmarii. ITO CBA3aHO
CO CTENEHBIO MEPEKPBITUS 04YaroB aeopManuu
JIBYX POJIMKOB.
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Puc. 5. 3aBUCHMOCTH HHTEHCHBHOCTH MaKCHMAJIbHBIX BPEMEHHBIX U OCTATOYHBIX Hal'lpfl)l(eﬂl/lﬁ OT MEKBECPINHHHOI'O

PaCCTOSTHUSA POJTUKOB

Fig. 5. Dependence of the intensity of maximum temporary and residual stresses on the distance between the tops of the

rollers

[Ipu ymeHbIIEHUN MEXBEPIIMHHOTO pac-
CTOSIHMSI 1O 3Ha4YeHW MeHee 1,8 MM B moBepx-
HOCTHOM cJio€ (POPMHUPYIOTCSI OCTATOYHBIC HATIPSI-
KEHUSI, WHTECHCHUBHOCTH KOTOPBIX IPEBBIIIAET
npeies  TEKyd4ecTH  MaTepualia  3aroTOBKHU
(or = 360 MIla). Takoe HanpsHKEHHOE COCTOSTHUE
CUMTACTCS] HEIONMYCTHUMBIM, TIOCKOJIBKY IOCIIE
CHSITUSI HATPY3KU MPOUCXOIUT IUTaCTUYECKas Je-
dbopmarus MeTaia, KOTopasi MPUBOAMT K CHIKE-
HUIO OCTATOYHBIX HANPSHKEHUH U HapyIlIeHHe CTa-
OMJIBHOCTH TEOMETPHUYECKHUX pPa3MEpOB JIETAIIH.
[Tpu 1 > 4 mm ouaru nedopmaruu ABYyX POJUKOB
HE BJIMSIIOT JIPYT HA APyra ¥ MOXKHO CUHTATh, YTO
OHHM paboTaroT pa3aensHo. [Ipu 3TOM HanpsikeHne
yMeHbIIaeTcss U 3PPEeKT OIHOBPEMEHHOTO [eii-
CTBUS IBYX ITPOLIECCOB CKOJILKEHHS U KaUeHHUSI He
MPOUCXOIUT.

Pazmuunbie metoss! I111] BeI3BIBAIOT MUTa-
CTHUYECKYI0 Je(hOopMaIlii0 TOBEPXHOCTHBIX CIIOEB
MaTepuaia, TiTyOrHa KOTOpPOW ompeaensercs Be-
JIMYMHOU BPEMEHHBIX PaJUaJIbHBIX HAIPSKCHUM B
30HE KOHTAKTa MPU HEMOCPEICTBEHHOM BO3JEH-
CTBUU pabouero MHCTpyMeHTa. J[aHHBIE O Tiy-
OWHE TNPOHMKHOBEHMs IUIACTHYECKOW aedopma-
[IUU SBIITIOTCS BAYKHOW OCHOBOW JIJIsi OIICHKH (Pu-
3UKO-MEXaHMYECKUX W OKCIUTyaTallMOHHBIX Xa-
PaKTEpUCTUK YIPOUYHEHHBIX JAeTanel [14].

30Ha TIACTHYECKOW AehopMaiii Ompeesi-
€TCsl YYaCTKOM, T'Jile BpEMEHHBIE HAMPSKEHUS J10-
CTUTAIOT Tpefnena Tekydectu matepuana. C wuc-
MOJIb30BAHUEM  KOMIBIOTEPHON  MPOrpaMMmbl

riyOuHa YyIPOYHEHHOTO CJIOS MOXKET OBITH OIpe-
JieTIeHa Yepe3 aHaJIu3 U30110J10C TUIACTUYECKUX Jie-
¢dopmanuii, KOTOPBIA MOKA3bIBAET, YTO Aedopma-
IIHSI pacTIpeIesisieTCsl pPABHOMEPHO T10 CEUSHHMIO 3a-
TOTOBKM M YMEHBILIAETCS OT MOBEPXHOCTH K €&
LHEHTPAJIbHOM YacTH.

3aBUCUMOCTh TITyOMHBI TUTACTHYECKON Je-
dopMany U BPEMEHHBIX PaJHaIbHBIX HAIpsKe-
HUI OT paanycoB npoduis 1ehOpMUPYIOIIUX PO-
JMKOB TPHU MX TOCTOSIHHOM 3HAYEHHWH IPEACTaB-
JieHa Ha pUcC. 6. Y CTaHOBIJICHO, YTO IPU MUHUMAJIb-
HBIX 3HAYCHUAX MPOQMIBLHBIX PaJNyCOB POJIUKOB
dopmupyercst HanboJbIlIee 3HAYCHHE BPEMEHHBIX
panuanbHBIX HANpPSOUKEHUH CKaThs, U COOTBET-
CTBEHHO, HamOousbliasg TiIyOMHa YHOpOYHEHHOTO
cios, nocturatomas 2 = 2,64 mu. [To mepe yBenu-
YeHHUs MPO(UIBHBIX PaInyCOB POJIMKOB HAOIIO 1A~
eTcsl yCTOWYMBasi TEHICHIMS K CHUKEHUIO TIIy-
OMHBI TUTACTHYECKON aedopmariu, 4to 00ycIoB-
JICHO PaCHIMPEHHEM 30HbI KOHTAKTA M yMEHbIIIE-
HUEM MHTEHCUBHOCTH HANPSKEHHOTO COCTOSHUS
B TIOBEPXHOCTHOM CJIO€ 3aTOTOBKH.

Puc. 7, a nemoHCTpupyeT, Kak TiIyOHHA
IUTACTUYECKON IedopManuy N3MEHSETCS B 3aBH-
CUMOCTH OT Juamerpa MHCTpyMeHTa. Hamboub-
mas TayonHa yrnpodyHeHHOro cios (A = 2,92 Mm)
HaOJI0AaeTCsl NP HAaMMEHbBIINX TUaMeTpax Je-
dbopmupyromux poaukoB (Duwer = 10 mm). C po-
CTOM JMaMmeTpa WHCTpyMEHTa HaOIoJaeTcs
yYMEHBIIIEHWE TJIYOWHBI TUIacTUYeCKon nedopma-
uuu A.
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Puc. 6. 3aBucHMOCTD TNIyOMHBI IIACTHYECKOH Je)OpMAIMHA M BPEeMEHHBIX PAJIHAJbLHBIX HANPSKEHUH OT BeJHMYHHBI

Npo(UIbHBIX PATHYCOB POJUKOB:
a—n=5MM;6—r=3MM

Fig. 6. The dependence of the depth of yield strain and temporary radial stresses on the size of the profile radii of the

rollers:
a—r;=5mm; b—r =3 mm

PesynbraT MozenupoBaHMs MOKa3bIBaeT,
YTO HM3MEHEHHE PACCTOSHHS MEXIy POJIHKaAMH
OKa3bIBa€T HE3HAUUTENIbHOE BIIMSHUE Ha BEIH-
YHHY Ty OHHBI TUIACTHYECKON eopMaLnu, KOTOo-
poe B paccMaTpUBacMOM JMana3zoHe MapaMeTpoB
oCTaeTcs MPaKTHUECKH MOCTOSHHBIM /1 = 2,1 MM
(puc. 7, 6).

Hnst ouenku s¢dexruBHoctn auddepen-
[UAJIbHOTO TOPOMJAIBHOTO WHCTPYMEHTa Ipu
YIPOYHEHUN LMIMHIPUYECKUX JeTajed IpoBe-
JICHO CpPaBHEHUE PE3YyJbTATOB MOJEIMPOBAHUS C
TOPOUJAIEHBIM POJIMKOM, KOTOPBIH OOBIYHO MpH-
MEHSIOT Ha mpakThke. Ha puc. 8 moka3zansl Makcu-
MaJIbHbIE 3HAUEHHSI MHTCHCUBHOCTH BPEMEHHBIX U
OCTaTOYHBIX HANpsHKEHUH, a Takke TIIyOuHa
YIPOYHEHHOTO CJIOSI TPU HUCIOJIBb30BAaHUM JIBYX

23'5

=
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nehOpMUPYIOIIUX HHCTPYMEHTOB MJIsi TOBEpX-
HOCTHOTO TUIACTUYECKOTO JAe(OPMUPOBAHUS: TO-
pouaaIbHOTO posika U auddepeHITnaIbHOTO TO-
pOHIaTHFHOTO UHCTPYMEHTA TIPU OJJUHAKOBBIX pe-
KUMax o0paboTku. Pe3ynmbraTtbl MOaenrpoBaHUs
MOKA3bIBAIOT, YTO HCIIOJB30BAHKUE TMPEIOKCH-
HOTo pabo4ero MHCTPYMEHTa MPUBOJIUT K YBEIH-
YEHUI0 MHTCHCHBHOCTH MAaKCHUMAIIbHBIX BPEMEH-
HBIX HampspkeHud Ha 16 % u MakcuManbHOU WH-
TEHCUBHOCTH C)KHMAIOIUX OCTAaTOYHBIX Hampsi-
xKeHuil Ha 22 %, npu 3TOM TiyOuHa YINpO4yHEH-
HOTO CJI0Sl BO3pacTaeT B 2,6 pa3a, YTO CBUACTEIIb-
CTBYET O CYLIECTBEHHOM IIPEBOCXOJICTBE JAHHOTO
pabodero MHCTPYMEHTa B 00ECIICYCHUH TTOBBIIIIE-
HUSl YPOBHSI HaNPSDKEHUN U TIyOWHBI YIPOUYHEH-
HOTO CIIOSI.

2.5

MM,

2.0

1.0
1 2 3 4 5 6

L, mm
0)

Puc. 7. 3aBucuMocTh riIyOMHbI MJacTu4deckoi AedopManuu oT JMaMeTpoB 1eGOopMHPYIOIIUX POJUKOB (a) U MeKBep-

IIMHHOTO paccTosinus ()

Fig. 7. The dependence of the depth of yield strain on the diameters of the deforming rollers (a) and the distance between

tops (b)
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HaNpsHKeHHH
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1
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HaIpsHKeHUH

:] I'my6una Hakiena

le/l HCMOJIb30BAaHHUU

HpI/I HCITIOJIb30BaAaHUH

TOPOMIATIBLHOTO poJMKa  auddepeHnaIbHOT0 HHCTPYMEHTA

Puc. 8. CpaBHeHHe MaKCUMAJIbHBIX 3HAYeHU HHTEHCMBHOCTH BPEMEHHBIX, 0CTATOYHBIX HANPSIKEHUI M TJIyOUHBI
HakJjena npu I TopounanbHbIM pojiukoM  1n¢depeHIHATBHBIM TOPOUAATbHBIM HHCTPYMEHTOM

Fig. 8. Comparison of the maximum values of the intensity of temporary, residual stresses and the depth of work hard-
ening in case of FPM with a toroidal roller and a differential toroidal tool.

3akiIroueHme

Ha ocHoOBe pe3ybTaToB UCCIIEOBAHUS 3a-
KOHOMEpPHOCTEH M3MEHEHUs BPEMEHHBIX M OCTa-
TOYHBIX HAMPSHKEHUH, a TaKKe TIyOHHBI YIpOd-
HEHHOTO CJIOS, MPH YHPOUYHEHUU LMIUHApPUYE-
cKkux aeraned nuddepeHIualIbHbIM TOPOHIANb-
HBIM MHCTPYMEHTOM MOKHO CJI€TIaTh CIIEeAYIoIIne
BBIBO/IBI:

1. Pa3paborana HOBass KOHCTPYKIHUS Je-
dbopMUPYIOIIEro HHCTPYMEHTA, MTO3BOJISIONIAs pe-
AJIM30BBIBATh B OYare yrnpyromiactuuaeckoi aedop-
MaIliu OTHOBPEMEHHO MPOIIECCHI CKOBKEHUSI M Ka-
YEHUS OCYIIECTBISIEMBIMH IBYMS TU(depeHITnaITb-
HBIMH TOPOHJATBHBIME pofinkamu. [1o pe3ynbraram
KOHEYHO-3JIEMEHTHOTO MOJIEITUPOBAHUS  OTIpefie-
JICHBI PAIIMOHATBHBIC TEOMETPUYECKUE TTapaMETPhI
ne(OPMHPYIOIIETO HWHCTPYMEHTa, OOECTICUHBAr0-
Me JaKe MPU MUHUMAIBHOM PaHalbHOM HATSTe
(0,05 MM) BBICOKHIA YPOBEHb WHTEHCHBHOCTH Bpe-
MEHHBIX ¥ OCTATOYHBIX CYKUMAFOIINX HAIPSHKESHHIN:
Huamerp paboyero WHCTpyMEHTA Dywer = 50 MM,
npoQUIBHBIA  PagMyC  POJNMKA  CKOJBKCHUS
r1 = 3 MM, IpoQWILHBIA PaaNyC POJIHKA KaYCHUS
2 = 5 MM, pacCTOsHUE MEXIy BEpIIMHAMHU MPO-
(GWIBHBIX paanycoB | =2 MM.

2. PaccTosiHME MEX Ty BEpIIMHAMU TPOU-
Jeil poJMKa CKOJIbKEHHS U POJIMKA KaueHUsl OKa-
3bIBACT BIIUSHHUE HAa CTENEHBb MEPEKPBITUS 0YaroB
nedopManuu ¥, COOTBETCTBEHHO, CYIECTBEHHO
CKa3bIBaeTCs HA HANPSKEHHO-1e(hOPMUPOBAHHOM
COCTOSTHUM TOBEPXHOCTH 3arOTOBKH. YMEHbIIIe-
HUE PACCTOSIHUS MKy BEPIIUHAMHU POJIUKOB JIO
3HaueHH | < 3 MM BBI3bIBAaET MEPEKPHITHE 0YaroB

nedopMaruu, BCJIEICTBUE YEro HaOIoaaeTcs
pPOCT BpEMEHHBIX M OCTAaTOYHBIX HANpsHKECHUM Ha
12...15 %.

3. DddeKTUBHOCT MPEIOKEHHON KOH-
CTpyKImHu i PepeHIMaIBHOr0 pabovyero MHCTpy-
MEHTa CPaBHUBAIU C pe3yJIbTaTaMy MOJICTMPOBAHMS,
MOJTyYEHHBIX MPU YIIPOYHEHUH OOBIYHBIM TOPOUIATh-
HBIM POJIMKOM, palOTalOIUM II0 CXEMe KayeHHs.
VYcTaHOBIIEHO yBENWYEHHE WHTEHCUBHOCTU MAaKCH-
MaJIbHBIX BPEMEHHBIX HapsbKeHUH Ha 16 % n Makcu-
MaJTIbHOM MHTEHCUBHOCTU CXKUMAIOIMX OCTATOYHBIX
HanpsbkeHuit Ha 22 %, npy 3ToM ITyOruHa YIPO4HEH-
HOTO CJIOS BO3pacTacT B 2,6 pasa, YTO CBUAETEIb-
CTBYET O CYILLECTBEHHOM IPEBOCXOJICTBE JaHHOTO pa-
0ouero MHCTpyMEHTa B OOECIICYECHHH TIOBBIILICHUS
YPOBHS HAIPSLKEHUH U TITyOHHBI YIIPOYHEHHOTO CITOS.
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Bknao aemopog: Bce aBTOPHI clenany SKBUBAICHTHBINA BKJIAJ] B OJATOTOBKY ITyOJIHKAIUH.
ABTOpBI 3a5BJSIIOT 00 OTCYTCTBUU KOH()JIMKTAa HHTEPECOB.
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