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AHanus chopmMmmpoBaHUAa reoMmeTpun u3aenmmn Npu BbITAXKKe
KBagpaTHbIX 3aroToBOK Ha npocdpunbHOU maTpuue*

Paccmompena evimsigicka K6a0pamuvix 3a20moeoK 8 YUmuHOpuueckyio mampuyy. /s obecneuenus munumuzayuu dggexma
HepagHOMEPHOCIU MOPYO8 3a20MOBOK 8 MAMpUYe UCHOAb308AIC NPOPUILHBIL 3AX00HOU YYACHOK. Bbinoineno ucciedosanue
GIUAHUSL NPODUIISL MAMPUYLL HA 2eOMEMPUIo NOTyHaeMbix usdenutl. Buvisenenvt payuonanvhvie ceomempuyeckue cOOMHOUEHUs
UHCMPYMEHma, NO360sI0WUe 00OUMbCS MEHbUEN HEPABHOMEPHOCIU 2eOMEMPUL KOHYEBOU Yyacmu oemaJell.
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Analysis of product geometry formation at square billet stretching
on profile matrix

There is considered square billet stretching in a cylindrical matrix. To ensure minimization of an inequality effect of billet
ends in the matrix there was used a leading-in profile area. The investigation of matrix profile impact upon geometry of products
manufactured is carried out. The efficient geometrical ratios of a tool allowing the achievement of a lesser inequality in the geo-

metry of parts end area are revealed.
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Hcnonp3oBaHne KBaIPaTHBIX TUIOCKUX 3ar0TO-
BOK I10JT BBITSDKKY IMJTMHAPHYECKUX U3JIEIUN T10-
3BOJISIET 3aMETHO COKPAaTUTh MOTEpPH MeTala,
BO3HUKAIOIIKE TTPU U3TOTOBJIECHUU MOTy(adpuka-
TOB U3 JMcTa uin JeHTHl [1 — 4]. OgHako mocie
BBITSDKKA H3ACTHA W3 KBaJpPaTHBIX 3arO0TOBOK
BO3HUKAET 3HAUUTENbHAS HEPABHOMEPHOCTh T'€0-
METPUHU MX TOPIIOBOW YacTH, YTO CBSI3aHO C OCO-
OCHHOCTSMHU TIEpEMEIEeHUsT MaTepuana Mo IIo-
BEPXHOCTH MaTpuIbl [5 — 7].

OmnpeneneHHBII MHTEpPEC TNPEACTABISIET MH-
HUMU3AIHsT HEPAaBHOMEPHOCTH TE€OMETPUU KOH-
LIEBOW yacTu Aetaiiel. PaccMoTpen npouecc Bbl-

" CTaThsl MOArOTOBICHA MPU (DMHAHCOBOH MOIIEPIKKE
rpanTa Ilpe3unenra PO ans rocynapcTBeHHON MOIAEPKKU
MOJIOJBIX POCCUHCKUX YUEHBIX — KaHAuAaToB Hayk Ne MK-
2395.2020.8.

TSXKKM KBAJIPaTHBIX 3aroTOBOK B LWJIMHIpHUYeE-
ckyto matpuily. OCOOCHHOCTBIO HCCIIEIYEMOTO
mporecca sBIsIach TO, YTO paboyas HOBEpX-
HOCTb MaTpHUIbl KMeJIa MPOPUIbHYIO T€OMETPHIO,
MO3BOJISIFOILYI0  O0ECIIeYUTh YIpaBJIEHUE Iepe-
MEUICHUEM YIJIOBBIX 3JIEMEHTOB 3arOTOBOK OTHO-
CUTEIBHO MX LEHTpanbHOM dyactu. Ha puc. 1
IIpeJICTaBJICHA CXeMa MAaTPHIIBL.

Martpuna umeer nas, npeIcTaBiIsOIINN co0oit
KpecTooOpa3Hoe yriayOneHue mupuHon 2R u
riyouHoit b. B kauecTBe 3aroTOoBKM HMCHOJIb30-
BAJICSl KBAJPATHBIN JTUCT WUpUHON 60 MM U TOJ-
muHot S = 1,5 mMMm. 3arotoBka M3roTOBJICHA W3
yriaepoauctoi cranu 10. Matpuma umeer 1u-
JuHApUYeckoe oTBepcTue Auamerpom D = 40 mm.
3aroToBKa pacroJiaraercs TakuM 00pa3zom, 4TOOBbI
€€ YIJIOBbIE YacCTH JIO)KUJIUCh Ha BBICTYIIBI Mart-
puisl (puc. 2).
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Puc. 1. MaTtpuua A5l BBITSKKH:
a —u4eprex; 6 —3d Mmozeib

Puc. 2. Cxema pacnosiokeHusi 3arOTOBKH OTHOCHTEJIBHO
MATpPHIbI:
1 —3arotoBka; 2 —MaTpHIa

JList orieHKH BIUSTHUS TPOQUIISI MATPHUITHI Ha
TCOMETPHIO TIOJYyIaeMbIX H3ICTTUI HCIIOIh30Ba-
cs1 komruteke 3d moaenupoBanus DEFORM.

[To pe3yabTaTam MOJAETUPOBAHUS OBLT BBIMOJ-
HEH PsJI pacdyeToB JUISl Pa3HBIX 3HAYCHHWH IIHPH-
Hbl BBIEMKH U €€ TJIyOMHBI. YCTAHOBJICHO BJIHS-
HUE JIaHHBIX ITApaMEeTPOB Ha OTHOCHUTEIBHYIO HE-
PaBHOMEPHOCTHh BBICOT BBICTYIIOB M BIaJIUH Ha
KpaeBOW YacTH 3arOTOBKH, KOTOPBIC OIPEIeIs-
JIUCH KaK Ah = hmin / Amax. BBICOTBI Amin ¥ Amax CO-
OTBETCTBYIOT BBICOTE M3JICNIAS OT Hadalla BEpTH-
KaJIbHOTO y9acTKa JI0 KPaeBOU BBICOTHI JICTAJIN TIO
BMAJIMHAM M BBICTYIIaM COOTBETCTBEHHO (puc. 3).

Puc. 3. Moaean roroBoro u3aejus

VY CTaHOBIIEHO BIIMSHUE OTHOCHUTEIBHOM TIIy-
OuHbl h = h/S BBIEMKH B MaTpHIle IPU €€ OTHO-
cutenbHOM mupuae b = b/D = 0,75 Ha oTHOCH-
TEIBHYIO HEPaBHOMEPHOCTH BBICOT
Ah = hmin / hmax. Ha puc. 4 mpencraBieHa 3aBH-
CUMOCTD, TIOJTydeHHAs B X0JIe aHAJIM3a Pe3yJbTa-
TOB, IO3BOJIAIONAS BBISBUTH BIIMSHHE OTHOCH-
TEJIBHOW TIIyOWHBI Ha OTHOCHTEIIBHYIO HEpPaBHO-
MEPHOCTH BBICOT.

Ah

0,7
0,6
0,5
0,4

0,3 =
0 1 2 3 h

Puc. 4. I'papuk 3aBucumMocTit A2 OT OTHOCUTEJIBHOM
ray6unbl Bbiemku h: (b = 0,75)

Hawnboiibirass HHTEHCUBHOCTH YMCHBUICHUSA
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HEPaBHOMEPHOCTH BBICOT HAOIIOJAECTCSI B HHTEP-
Bajle  OTHOCHTENBbHOW  TIyOMHBI  BBIEMKH
h =0 ...2 u cocrabiser 35 %. Takxe mpooinKa-
eTcs yMEHBIIECHUS HEPABHOMEPHOCTH BBICOTHI
BBICTYIIOB M BIIaJIMH, OJTHAKO WHTCHCHUBHOCTH H3-
MEHEHHS JaHHOW BEIWYHHBI HE MpeBbIIacT 5 %.
Y CTaHOBIJIEHO, YTO peaNn3anus BBHITSDKKH B MaT-
pulax ¢ raaakoi, 6e3 penbeda, BepxHe moBepx-
HOCTBIO OTHOCHUTENIbHAsI HEPAaBHOMEPHOCTH BBICO-
Thl BBICTYNOB M BHaAUH cocraBisier Ah= 0,46
(i 13 MM pa3HuLIa MEX]y BBICTYIIaMU M BIa-
IMHAMU). A TIpU BHITSDKKE B MAaTPHIIAX C peibed-
HOW MOBEPXHOCTHIO BEJTMUMHA HEPABHOMEPHOCTH
coctapnsieT Ah=0,7 (w1 7 MM pazHHULIA MEXKITY
BBICTYIIaMU ¥ BIIaIMHAMH), YTO TOBOPUT O 3HAYH-
TEJIBHOM YMEHBIICHUH HEPAaBHOMEPHOCTH TI€O-
METpHH.

VYCTaHOBJIECHO BJIMSHHE OTHOCHUTEIHHOW IIH-
pPUHBI b BBIEMKH B MaTpPHUIIBl HA OTHOCHUTEIIEHYIO
HEpPaBHOMEPHOCTH BbICOT. Ha puc. 5 nmpencrasie-
Ha 3aBHCHMOCTb, TMOJy4YEeHHAs B XOJIE aHAIN3a
pe3yIbTaTOB, TO3BOJISIONIAS BBISIBUTH BIIMSHHE
OTHOCHUTEIIbHOW IIUPUHBI BBIEMKH HA OTHOCH-
TEJBHYIO HEPABHOMEPHOCTD BBICOT.

Ah
0,6
05
0,4

03 il
0,375 05 0,625 b

Puc. 5. I'padux 3aBucumoct A2 0T OTHOCHUTEJILHOM
rayounsl Belemku b: (h = 2)

VYcraHoBIEHO, YTO HM3MEHEHHWE BEIHWYHHEBI b
TaKKe MPUBOAUT K M3MEHEHUIO OTHOCUTEIHHOMN
HEPaBHOMEPHOCTH BBICOT TOPLIEBOM 4YacTHU JAeTa-
U, YCTaHOBJICHO, YTO YBEJIWYCHUE b B MHTEpBa-
ne 0,375...0,75 npuBOOUT K CHUKEHUIO BEJIUYHU-
Hbl HEPaBHOMEPHOCTHU BbICOT Ha 17 %.

B xome ananmm3za HampspKeHHO-ACPOpPMHU-
POBAHHOTO COCTOSTHUS M3JCNNN ObUIO BBISBIICHO,
YTO TIPHU TPEBBIIICHUN OTMPEACICHHON BEIMYNHBI
TTyOMHBI BBIEMKH B JICTAJISAX MPOUCXOJUT Pa3py-
[IEHWe B BHUJIE HAPYIIEHUs CIUIONTHOCTH MaTe-
puana B 00JlacTh BBIEMOK. BBITIOJIHEHO Hcceno-
BAaHHUE BJIMSIHUS OTHOCHUTEJIBHOW TJIyOUHBI BBIEM-

ki h Ha Kputepmii paspymenus. Ha puc. 6 nman
rpaduK 3aBUCUMOCTH KpUTEpUS Pa3pyIIEHUs OT
OTHOCHUTEIIbHOM ri1yOuHbI BeieMkH h: (b = 0,75).

Y CcTaHOBIIEHO, YTO IIPU BBITSHKKE HA MaTPULIE C
[VIaJJKOM TOBEPXHOCTHIO BEJIMYMHA KpPUTEPUS
pa3pylIeHHs He MPEBBIIIAET JOMYCTUMOTO U paB-
Ha ® = 0,4. Vcnonp3oBaHWe MATpPUIBI C TIPO-
(GWIBHBIM 1a30M IPUBOAUT K POCTY KpUTEpUS
paspymenus. B untepBane h = 0 ... 2,2 Habiro0-
JlaeTCs IUIaBHBIM pocT , cocTaBistomui 25 %.
Hauunas ¢ h = 2,3 u nanee BelIWYHMHA KPUTEPHS
pa3pylLIeHs] pe3KO YBEIMUYMBAETCA U JOCTUTAET
KpUTHYECKOW BenuuuHbl npu b/ S =3. Briasie-
HO, YTO OTHOCHUTEJbHAs BEIMYMHA TIIyOUHBI 1a3a
He JoJDKHA mpessimath h = 2,0. JlanHas Benu-
guHa h = 2,0 mo3BoJIsIeT AOOUTHCS paIOHAb-
HOU reomerpun m3aenuil. Ha puc. 7 npexacrasie-
Hbl CXEMbl K OILICHKE paclpefesieHusl B U3JeNIuu
MaKCUMAaJIbHBIX HOPMAJbHBIX HANpPSDKEHUH W
KpUTEpHUs pa3pylIeHUs B KOHEYHBbIH MOMEHT Jie-
dbopmarum.

Puc. 6. 'padpux 3aBMCUMOCTH  OT OTHOCHUTEJILHOM
rayounsl Belemku h: (b = 0,75)

JlaHHbBIE CXEMBbI MO3BOJIAIOT CIEJIaTh BHIBOBI O
TOM, YTO B paccMaTpUBaeMOM cCilydyae He Hallito-
JaeTcs JOCTUXKEHUS MOPOTrOBOM BENMYMHBI KpH-
Tepust paspymienus (o = 0,48), a Takke NpeBbI-
LICHUS] PACTATUBAIOLIUX HANPSKEHUH B U3JIEIHU
(o =280 MlIla).

VY CcTaHOBIIEHO, YTO HMCHOJIb30BAaHUE MATpPHULl C
NpOQUIBLHON 3aXOJHOM 4YacThbiO MO3BOJIAET JIO-
OUTbCS 3aMETHOTO YMEHBUICHUS] HEPaBHOMEPHO-
CTH T€OMETPHUU TOPLIEBOM YacTH M3JENIUH, MOJIy-
YaeMbIX BBITSDKKOW KBAJIpaTHBIX 3arOTOBOK. BbI-
SIBJICHO, YTO PallMOHAIbHBIM OyJeT HCIOJIb30Ba-
HUE MaTpHl] ¢ NPOPWIbHBIMH a3aMH, MEpIEeH-
JTUKYJISPHO PACOJIOKEHHBIMU JIPYT OTHOCHUTENb-
HO JIpyra M IepeceKarouIMMUcs B LIEHTPe, LINpU-
HOM b = 0,75 u riyounoit h = 2,0.
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Stress - Mean (MPa)
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Puc. 7. CxemMbl K OlleHKe BeJIMYMH HATIPSKEHUH (@) u
KpUTepusi paspyumieHus (0) B M3eJun
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