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AHHOTauumsa: [puBeaeHbl pe3ynbTaTbl MOAENMPOBAHUSA MPOLLECCa ropsyen LWTaMMNOBKM MOPUCTBIX MOPOLUKOBLIX 3aroTOBOK B
wTamne, o6ecneynBaioLLeM AENCTBUE aKTUBHBIX CU TPEHUS MO BOKOBOV NMOBEPXHOCTU AedOPMUPYEMO 3aroTOBKM, KOTOPbIE
peannayloTca 3a CHET BHYTPEHHUX CBA3EN CUCTEMbI MaTpuLa—MaTepman. Midyyanacb 9BonoLmsa pacnpeneneHns OTHOCUTENbHOMN
MJIOTHOCTU MO CEYEHUIO 3aroTOBKM HAa pasdHbIX cTaausax aedopmaunm, HanpsxXeHHO-A4ePOPMUPOBAHHOIO COCTOSIHUS U 06LLEro
ycunusa gedopmaumm npu BapbMpoBaHNN FPAHNYHbBIX YCIOBUI HArpyXeHusl NyTeM N3MEHEHUS YCUINS HAYallIbHOTrO CXaTus ynpy-
rMX 3JIEMEHTOB, NPENATCTBYIOLLMX CMELLEHNIO MaTpuLbl. [Toka3aHo, YTO B pe3ynbTaTe AeiCTBUS aKTUBHbIX CU TPeHUs B nepude-
pUiHOI 061aCTM NOKOBKN, NPUJIEraioLein K BHyTpeHHen 60KOBO MOBEPXHOCTU MaTpuLbl, HAG04a0TCS y4acTKM C CyLLEeCTBEH-
HO 6onee BbICOKO MHTEHCUBHOCTbLIO Aedopmaumii No cpaBHeHMIO ¢ AedopMaumnsMm B LEeHTPaibHOM YacTn o6bema 3aroToBKU.
Mpn aToM 06BbEM 061aCTU NOBLILLEHHOW NHTEHCUBHOCTM AedopMaLmii 1 MakcuMalsibHble 3Ha4YeHus1 aedopmanmm Bo3pacTtaioT ¢
YMEHbLUEHNEM YCUJINS HaYalbHOMO CXaTus NPY>XUH U, COOTBETCTBEHHO, C YBEJIMYEHNEM BENNUYNHBI CMELLLEHNS MaTPULLbI B TPpOLEec-
ce pedopmaumn. Peannsaums aBTonepemMeLLeHns MaTpuLbl 3a CHeT BHYTPEHHNX CBA3EN CUCTEMbI MaTpuLa—MaTepuan npusoanT
K CHUXeHuio obLero ycunus gedopmanmm, npuiemM ¢ yMeHbLLUEHNEM BENNYNHBI CMELLLEHNS MaTpuLbl B npouecce aedopmanmm
ycunue gedopmanmm pacTer.

Kno4eBbie ciioBa: lWTaMnoBka, MOAeMpoBaHne, NnopucToe Teno, aedopmauus, ynjaoTHEHNe, ycunme, TpeHme.

Barniok I A. - 0OKT. TexH. Hayk, akag,. HAH YkpaunHbl, npod., 3aM. AupekTopa no Hay4Hor paboTte MHCTUTyTa npobnem matepuma-
nosepeHuns HAH Ykpawntbl (02180, YkpauHa, r. Kues, yn. KpxuxaHosckoro, 3). E-mail: gbag@ukr.net.

Kupuniok C.®P. — acnupaHT NHcTUTyTa Nnpobnem matepuanoseneHus HAH YkpauHel. E-mail: psihyha@gmail.com.

Ang untupoBanusa: barok IA., Kupunok C.®. YicneHHbln aHanna npowuecca 06beMHON LUTaMMOBKN MOPUCTLIX 3aroTOBOK
B LUTAMIE C peanusauner akTUBHbIX CUN TpeHus. M3BecTusi By30B. [TopoLukoBasi MeTasanyprisi  QYHKLMOHA IbHbLIE MOKPLITUS.
2020. No. 3. C. 17-24. DOI: dx.doi.org/10.17073/1997-308X-2020-3-17-24.

Numerical analysis of porous blank die forging in the die with the implementation
of active friction forces
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Abstract: The paper provides the results of simulating the hot die forging of porous powder preforms with active friction forces
applied along the lateral surface of the deformable blank by means of internal cohesion in the die-material system. The study
covers the evolution of relative density distribution over the blank cross section at different stages of deformation, stress-strain
state and total strain force while varying the loading boundary conditions by changing the initial compression force applied to
elastic elements that prevent the die from displacement. It is shown that active friction forces acting on the periphery of the
forging adjacent to the die inner side result in areas with a significantly higher deformation intensity compared to deformations
in the center of the blank volume. At the same time, the volume of the high deformation intensity area and maximum values
of deformation increase with a decrease in the spring initial compression force and, accordingly, with an increase in the die
displacement value during deformation. Automatic die displacement due to internal cohesion in the die-deformable material
system leads to a decrease in the total deformation force, and with a decrease in the die displacement value during deformation,
the deformation force increases.
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Beeanenue

BaxxHei M HarpaBJIeHUEM COBEPIIIEHCTBOBAHU S
1 MHTEeHCU(UKAILIMY IPOolecCOB 00pabOTKU JaBIeHU-
€M KaK CIUJIOLIHBIX, TaK U MTOPUCTHIX MOPOIIKOBBIX 3a-
TFOTOBOK SIBJISIETCSI M3bICKaHUe Oosiee 3 OEKTUBHBIX
CXeM IIJIaCTUUECKOro Ae(opMUpPOBaHUS, KOTOPEIC TT0-
3BOJISIIOT CHU3UTH OOLIME BHEPro- U TPyAo3aTpaThl Ha
M3rOTOBJICHUE AeTakeil Mpy YAy4YIIEeHU! UX KayecTBa
[1—7]. IIpu 3TOM HOBBIC MOAXOIBLI B COBEPIICHCTBO-
BaHUM TEXHOJOIMYECKUX MPOLECCOB AehOPMUPO-
BaHUSI OCHOBBIBAIOTCS, KaK IMPaBUJIO, HA U3BMEHEHU U
HAITPSIKEHHOTO COCTOSTHUSI 3aTOTOBKH C IIEIbI0 O0JIee
MOJIHOTO MCITOJIb30BaHU I MJIACTUUYECKUX CBOMCTB Me-
Tajjaa. YIpaBleHUE HAIIPSIXKEHHBIM COCTOSTHUEM TP
5TOM JOCTHUTAETCS KaK 3a CUCT CYIICCTBEHHOTO M3Me-
HEHUS TPAaHWYHBIX U KOHTAKTHBIX YCIIOBUIA, TaK U B
pe3yJbTaTe TOMOJHUTEIBHOTIO CUJIOBOIO BO3ACHCTBUS
Ha 3aTOTOBKY MJIX YacTh €€, YTO IPUBOAUT K N3MEHE-
HUIO HANpsIXKEHHO-1e(OPMUPOBAHHOIO COCTOSIHUS B
ouare neopmanuu [§—14].

B coBepiieHCTBOBaHMM MPOLIECCOB 00PabOTKU AaB-
JIEHUEM CITeYeHHBbIX MTOPUCTBIX 3arOTOBOK, Ae(OpMU-
PYIOILEro MHCTPYMEHTA U TEXHOJOTUYECKOTIo 000opy-
IIOBAaHUSI BCE OTYETIAMBEC B ITOCIIEOHEE BPEeMSI IIPO-
SIBJISIETCSl BakHasl pojb BHelIHero TpeHus [15—17].
TpeHue sBNsAETCS OOHUM K3 OCHOBHBIX (PAKTOpOB,
OIIPEIEIAIONINX TPAaHUYHBIC YCIOBHUS TEXHOJIOTH-
YEeCKMX TPOLECCOB IMPECCOBAHMUS, IITAMIOBKU WU
BKCTPY3UM MOPOLIKOBBIX MaTepHUaoB, TaK KakK B 3Ha-
YUTEJIBbHOU Mepe (opmupyeT odar meopMalludl W
o0yciaBiaMBaeT HEPaAaBHOMEPHOCTb pacIpeae/eHusI
nedopMaliuu 1o oobemy tena. Ero ponb upe3Bbivaii-
HO BeJIMKa W CYIIECTBEHHO XapaKTepU3yeT HE TOJb-
KO DHEProcujioBble U AedopMallMOHHBIE MOKa3aTeaun
STUX MPOLECCOB, a B PsJIe CAy4yaeB B 3HAYMTEIbHOU
CTEeTICH! BJMSICT M Ha CTPYKTYPHBIC MapaMETPHI TO-
Jly4aeMbIX U3 1e(POpMUPYEMBIX MaTepUaIoB U3IEIUIA.

B cBsI3u ¢ 3TUM, yYUTHIBas O00JbIINE TOTEPU SHEP-
I Ha IIPEOmOJIcHUe TPeHMS M HEOTHOPOIHOCTD JIe-
dopManuu mo ooveMy AedopMUpPYEeMOil 3arOTOBKH,
palMoHa IbHON CTaHOBUTCS IOCTAHOBKA U pEIICHUE
IIPOOJIEMBI MCIOJIb30BaHUSI TPEHUSI B TEXHOJIOTHYEC-

ckux uengx [15, 16]. Ilpu s3tom eciau B 60pnde ¢ He-
FaTUBHBIM TPEHUEM OCHOBHBIM SIBJISIETCS CHUXEHUE
3TUX CUJI 3a CUYET MPUMEHEHMUS B COCTaBe IpeccyeMoit
IIMXThl MJIaCTU(MUKATOPOB, MCIOJb30BaHUS CMa3Ku
3JIEMEHTOB MPECC-OCHACTKU U AP., TO IIPU IpeBpaliie-
HUM HETaTHBHOTO TPEHUS B aKTUBHOE 3a/1a4a CBOINT-
cs, MpexXjae BCEro, K M3MEHEHUIO HampaBJIEHUS CUJI
TPEHHUSI, BeJIMYMHA KOTOPHIX B OTOM CjIydae MOXET
OBITh 3HAYUTENILHOM, YTO OTHOBPEMEHHO ITO3BOJISIET
B psiJie CJly4aeB UCKJIIOUMTh UCIIOJIb30BaHUE CMA3KMU.

Lenpo HacToslleil pabOTHl SIBISIOCH U3Yy4YEHUE
BIVSTHUSI TPAHUYHBIX YCJIOBHI CXEMBI HarpysKeHUSI
IIpY ILITAMIIOBKE MOPUCTOM 3aroTOBKM B IITaMIE C
peanmu3alyeil aKTUBHBIX CUJI TPEHUSI Ha 3BOJIIOLMIO
HaIPSKeHHO-Ie(OPMUPOBAHHOTO COCTOSTHUSI  T10-
KOBKHM, 9HEPrOCUJIOBBIX ITApaMEeTPOB Ipoliecca U pac-
mnpeaeaeHus IOPUCTOCTH I10 €€ CEUEHUIO Ha BCeX OTa-
nax aepopmMaluu.

Cxema npouecca
U MeTOoAMKa YUCJIeEHHOro 3KcnepMmMeHTa

Panee B pabote [18] ObLIa MpemIokeHa KOHCTPYK-
LM LITaMna, B KOTOPOM peajn3aliis aKTUBHBIX CUJT
TPEHUS OCYILECTBJISETCS He INMPUHYIUTEIbHO, a 3a
CUYeT BHYTPEHHUX CUJI CUCTEMBI MaTpuIlla—aedopMu-
pyemblii MaTepual (puc. 1).

KoHcTpyKlMs nmitamna BKJIIOYaeT B ceds MaTpu-
1y I, IMEIOIIyI0 B BepXHEH YacTWM Ha BHYTpPEHHEHU
MOBEPXHOCTU TEXHOJOTUUYECKUI YCTYN «a@», KOTopas
yCTaHOBJIEHAa Ha HUXXHEH TuTe 2 Ha YIPYyrux dJe-
MeHTaxX 3, BepXHUI IIyaHCOH 4, 3aKpCIUICHHBIN Ha
BepXHEU TUTUTE 5, U HUKHUI ITYaHCOH 6.

PaGoraer wramn cieayomum obpaszom. Ilepen
IITAMITOBKOW MaTpuiia / HAXOAUTCS B KpailHEM BepX-
HEM TMOJIOXEHUU oA AEeHCTBUEM YIPYTUX 3JeMeH-
ToB 3. BHyTpeHHU I TEXHOJIOTUUYECKUI YCTYIT MaTpU-
Il «@» HAXOMWUTCS BBHIIIC WJIW HAa YPOBHE TOPILIEBOU
TTOBEPXHOCTH TTyaHCOHa 6. B mporecce yniaoTHeHUS
MOpUCTas 3aroTOBKa OCaXXMBAaeTCs, KacaeTcsl MaTpu-
IIbI, ¥ Ha KOHEYHOI CTaguM INTAMIIOBKH MaTepua
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Puc. 1. Cxema raMna st lITAMIOBKU
B YCJIOBUSIX peaJin3aluv aKTUBHBIX CUJI TpeHus [18]

7.

[NosicHeHusT cM. B TEKCTE

Fig. 1. Die diagram for forging with the implementation
of active friction forces [18]

See explanations in the text

3arOTOBKM BO3IECMACTBYET HAa TEXHOJOTMYECKUMN YCTYIL
MaTpullbl, BbI3bIBasli €€ JBUXEHWE B HamNpaBJeHUU
JEWCTBYIOIIEro yCUJIUS AeOPMUPOBAHUS CO CKOPO-
CTbIO OOJBIIIEH, YeM CKOPOCTh IBUXKEHU S TyaHCOHA 4,
BCJIEACTBUE 3HAYMTENbHON pa3HUILIbI TJIONIA/IEH ceue-
HUU myaHCOHA 4 U TOPLIEBOTO YCTYyIla MaTPUILbI.

Ecnu Macca 3aroToBKM paBHa WJM MEHbIIE pac-
YEeTHON MaccChl MOKOBKM, AOYMJOTHEHUE 3aroTOBKU
MpeKpallaeTcs, Korma TEXHOJOTMYEeCKUI YCTYIT 3ai-
MET MOJIOXEHNE HA YPOBHE TOPLIA HUXKHETO ITyaHCOHA.
B cnyyae Haanuus M30BITOUHOrO MaTepralia B Macce
3arOoTOBKHM YCTYM B MPOILECCE IITAMITOBKHY CIBUTAETCS
HMXE YPOBH S TOPLIA HUXHETO TTyaHCOHA.

Hanuuue B ycTpoiicTBe 3a30pa-KoMIleHcaToOpa
MEXIy OOKOBOM IMMOBEPXHOCTHIO HUZKHETO MMyaHCOHA 6
M MaTPULIEN CO3MAET YCIAOBUS, KOIIAa BHITECHSIEMbIM B
3a30p MpeccyeMblii MaTepuad He TOJIbKO HE MpensT-
CTBYET YIIJIOTHEHUWIO, HO W 3a CYET BO3JACUCTBUS Ha
YCTYN peanu3yeT aKTUBHOE NEUCTBUE CUJ TPEHUS,
CHMXasl yCUJIME MPECCOBAHU S U N3HOC MHCTPYMEHTA.

OuyeBUIHO, UTO 3a CUET U3MEHEHUSI Pa3MepPOB TeX-
HOJIOTMYECKOIr0 yCTyIa M HA4YaJbHOIO YCUJIMS CXa-
TUS YIIPYTHX 3JIEMEHTOB 3 TOSBIISIETCA BO3MOXHOCTD
YIpaBJIsATh TPAHWYHBIMUA YCJIOBUSMHU TMpoliecca B
YaCTU PEryJiMpoOBaHMs Hadyaja U CKOPOCTU IepeMe-
IIEHUST MaTpUlbl B HaMpaBJA€HUU IBUKEHUS Aedop-
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MUPYIOIIEro IyaHCOHa. BeeacTBre 3Toro MoXKHO OXK-
IaTh COOTBETCTBYIOIIETO M3MEHEHHUSI HAIPSIKEHHO-
Ie(OpPMUPOBAHHOTO COCTOSHUSI AedopMUpyeMoit
IMOKOBKH M, COOTBETCTBEHHO, OOIIET0 YCUJIMSI IITaM-
MOBKM.

YucneHHas OI¢HKA XapaKTepa BIUSHUS TpaHUY-
HBIX YCJIOBUI cXeMbl AeopMally Ha 3BOJIIOIIMIO Ha-
MPSIXXEHHO-Ie(POPMUPOBAHHOTO COCTOSIHUS TTIOKOBKH
OblyTa TIpOBEJIeHAa C WCTIOJIb30BAaHUEM TTPOTPAaMMHOTO
koMIuiiekca DEFORM 2D/3D.

B kauecTBe peosiormyeckoil mMomenaun aedopMu-
pyeMoii cpenbl Tpu pa3paboTKe YWCIEHHOW Moe-
JIM TIpoliecca aedhopMaiii B JaHHOM ITPOrpaMMHOM
KOMJIEKCE IIPMHSITA MOIEIb XECTKOIIACTUYECKOIO
TIOPUCTOTO Tejia, MaTepuall KOTOPOTO TOMYWHSIETCS
YCJIOBUIO TJIaCTUYHOCTHU Buaa [19, 20]

flo;)=0]+62(1-p)" " p* =ps2, (1)

IJe p — OTHOCUTENIbHAsl MJIOTHOCTb MOPUCTOTO Ma-
Tepualia; 6, — IMPeIesl TEKy4YeCTU TBEpAoii da3bl Ma-
Tepuaja MpU 3aJaHHBIX TEMIIEPATYPHO-CKOPOCTHBIX
ycJI0BUSIX Ae(OpMUPOBaHUS; G; — WHTEHCUBHOCTb
HAIPSDKEHUM B IMTOPUCTOM TeJIe; p — TUAPOCTaTUYEC-
KO€ JaBJieHUE HalpsSIXXKEeHU, KOTOPbIE OMPeaeIsiOTCs
Kak

+0, +
=t ®)

O;: =

1
: ﬁ[(ﬁz

+(o, —(S(P)2 +6tfz]l/2. (©)

2 2
—-6,)"+(0,-0,)" +

B pesynbraTe MomenmpoBaHUSI ONpEACIsiIn pac-
peneaeHue 1o OCEBOMY CEYEHU 0 3aTOTOBKY OTHOCH-
TEJIbHOU MJIOTHOCTU (P) U UHTEHCUBHOCTU Nehopma-
Ui (g):

g =—

2 2
i (811 —85) +(exp —&33)" +

\/5[
3
2 3. 5 o 2 ]”2
+(&33—¢11) +E(Y12+Y23+Y31) ) )

a TaKXe XapakKTep U3MEHEeHUsI O0LIero ycuius aedop-
mauuu (P, kKH) B mpoluecce ITaMNOBKM MpPU MC-
MOJIb30BAHUHU PEXUMOB C Pa3IMYHBIMU HayaJdbHBIMU
YCUIIUSIMHU CKATUSI TIPYKUH.

B xauyecTBe MCXOMHON 3arOTOBKM IPUHMUMAJIH T10-
JIYIO TUJINHAPUIECKYIO ITPECCOBKY & 44 MM, BBICOTOI
12,5 MM 1 ucxomHoit nmopucrtoctbio 20 %, crpecco-
BaHHYIO U3 MOPOIIIKa aJIOMUHUEBOIO crijaBa Alumi-
nium 2024 ([116). JluamMeTp IOJOCTU MAaTPULILI COCTA-
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BUJI 45 MM; IIIMpUHA TEXHOJOTMYECKOTO YCTYIIA «@» Ha
OOKOBOI MOBEPXHOCTU MAaTPULIBI — 1,5 MM; TeMIIepaTy-
pa HarpeBa 3arotoBku — 350 °C, TemIieparypa MaTpH-
bl — 20 °C. KoaduumeHT TpeHUs1 MexX 1y 3aroToB-
KOI M UHCTPYMEHTOM IIpUHUMaIU paBHbIM 0,35.

BapbupoBaHue TpaHUYHBIX YCIOBUI HArpyKeHU S
OCYIICCTBJISUIM TIyTeM W3MEHEHUSI YCHJIUS Hadallb-
HOT'O CXKaTHU$ YIPYTUX 3JeMeHTOB 3 (cM. puc. 1): pac-
cMaTpuBaiv 3 BApUaHTa C yCUJIUSIMU CKATUSI TPy XKW H
Py =45,75 1 95 xkH. ZKecTkocTb Npy>kKMH NPUHUMAIA
paBHoit 200 H/mM.

YuuThiBasg CUMMETPUUYHOCTH AedhopMUpyeMoit
3arOTOBKM OTHOCHUTEJIBHO OCEil KOOpIMHAT, MOAEIU-
poBaHUe MPOBOAUIIU /JisI TTOJIOBUHBI €€ MPOJOJIBHOTO
ceyeHwus.

PesynbTatbl u ux 06CyXaeHune

Kak mokazanum pe3ynabTaThl MOACIMPOBAHUS, Ha
HavaJIbHOM cTaguu aecopMalluv IMPOMCXOIUT CBO-
0oaHasl ocaJKa 3arOTOBOK [0 MOMEHTa KacaHHUs CO
CTeHKaMU MaTpullbl. [Ip1 3TOM MO 00bEMY 3arOTOB-
K1 (opMupyeTcs 3aMeTHasi pa3HOMJIOTHOCTh: TOrIa
Kak ee LIeHTpajbHasl 4acTh yIUIOTHEHa 10 88—90 %,
OTHOCHTEJIbHAS INIOTHOCTD IMepU(PEpUNHBIX YIACTKOB
3arOTOBKHU COCTaBJsIeT TUIIb 82—84 % (puc. 2, a).

ITpu foCTUXEHUY OCHOBHOI YaCThiO 00beMa 3aro-
TOBKHM TJIOTHOCTH 92—95 % ycuiive, BOZHUKAOILEE B
pe3yjbTaTe BO3IEUCTBUS YIJIOTHSIEMOrO Marepuala
Ha TEXHOJIOTMYECKUN YCTYIl «a», IIPEOLOIEBAET YCU-
JIne HavyaJbHOTO CXKATH YHPYTUX DJIEMEHTOB U Ma-
TpM1Ia CMEILAeTCsI B HAIIPaBJICHUH IBUXEHUS nehop-
MUPYIOIIETO ITyaHCOHa (puc. 2, 0).

C yBelIMYEHHWEM CTEICHU OCEeBOU nedhopMaliiu
LICHTpaJIbHasl 30Ha IIOKOBKM IIpUOOpeTaeT MpaKTU-
YyecKU 0eCrIopucToe COCTOSIHME, TOrma KakK B nepude-
puiiHOI 007aCTU, U OCOOEHHO B 30HE, NpuUJIeTralollei
K TEXHOJIOTUYECKOMY YCTYITY «@», HAOJII0IaeTCsI HaJlu-
Yyyie 3HAYMTEJbHOI OCTaATOYHOM mopuctoctu (10 7 %)
(puc. 2, 8), KoTopas ycTpaHsIeTcsd Ha KOHEYHOM 3Talre
Ipolecca, COMPOBOXAAIOMIEMCS CIBUITOM MAaTPUIIbI
BHM3 U BbIIABJIMBAaHUEM M30bITKA MaTepuajia B KOM-
TMEHCALIMOHHYIO 1IeJb (puc. 2, o).

C noBbllIEHUEM YCUIIMA HavyaJibHOrO cxatus (Pp)
yIpyrux 3jaeMeHToB 3 (cM. puc. 1) mo 75 u 95 xH me-
peMellleHe MaTPUIBl 32 CYST BO3AEHCTBUS YILJIOT-
HSEMOro MaTepuajia Ha TeXHOJOTMYSCKUI YCTYIT «a»
HauyMHAaeTCs IIPU 3HAYeHUSIX OTHOCUTEIbHOM IIOTHO-
CTH OCHOBHOT'O 00'beMa 3aroTOBKY 0K0J10 99 % (puc. 2,
d, 3), a 00lIllasl BeJIMYMHA CMEIICHUS MaTPUIIbI B OCe-
BOM HAIIPaBJIECHUM CHUXKAETCS C yBEJIMYEHMEM 3Ha-

yeHust Py. [1pu 3ToM IJ11 BapuaHTa ¢ MaKCUMaJbHbIM
HavyaJbHBIM ycuiiveM MpyxXuHbl (95 kH) matpuia
MMpaKTUYEeCKN HETIONBMKHA (€€ CMEIIeHNe He TTPEBhI-
maet ~0,6 MM).

Bapuanuu KuHeMaTUKU IBUXXKEHUS DJIEMEHTOB pa-
060Yeit MTaMIOBOM OCHACTKH B IIPOIECCE IMITAMIIOBKH
OXHIAEMO TIPUBOMSIT M K WM3MECHEHHIO KOMITOHEH-
TOB TeH30pa nechopMaliii IO CEYCHUIO MOKOBKU IS
pa3INYHBIX BapMAHTOB TEXHOJOTHMYECKUX PEKMMOB
mraMItoBKU. OlleHKa BeTMYNHBI MHTEHCUBHOCTH JIe-
(opmanuii (g;) nmokasana, 4To IJ4 BCEX paccMaTpUBa-
E€MBIX PeXXHMMOB IIITAMIIOBKH B IIpe00Iagaromicii 4acTu
o06beMa IMOKOBKH ¢ 3HAUYCHM I HaXOAATCd B IIpeaesiax
0,35—0,38, Torma kak B mnepudepuitHO 00JacTH,
npujeramlleil K BHyTpeHHEe O0KOBOI MOBEPXHOCTU
MaTpUIIbI, HaOJIOmAalOTCSd YYacTKM C CYIIECTBEHHO
0oJiee BBICOKOM MHTEHCUBHOCTBIO Aedopmanuii (1o
0,45—0,61), oOyc/IOBJIEHHOI peau3alyeil aKTUBHBIX
cus TpeHus (puc. 3). O6painaer Ha cebs1 BHUMaHUe
TO, 4YTO 00BEM 00JIACTH TTOBBIIIIEHHOM WHTEHCUBHOCTH
gedopMalnii 1 MaKCUMAaJIbHBbIE 3HAUEHUS €; 3aMeT-
HO BO3pAaCTalOT C YMEHBIIEHUEM YCUJINS HadaJlbHOTO
CcXXaTus NMPYyXHUH U, COOTBETCTBEHHO, C YBEJIMUYECHUEM
BEIMIMHBI CMEIIEHNW MAaTPHUIIBL B IIpolecce aedop-
MalliH.

OTMeueHHas 3aKOHOMEPHOCTb SIBJSIETCS Kpaii-
HE ITOJIOKUTEIbHON ¢ TeXHOJOTMUECKON TOUKHU 3pe-
HHUSsI, TaK KaK BCJICACTBUE Peau3allii aKTUBHBIX CHJT
TpeHUus obecrieurBaeTCs Jydllas npopaboTka Ipu-
TPaHUYHBIX CJIOEB IITAMIyeMOI 3aTOTOBKM, BCIIEI-
CTBHE YEro He TOJBKO IPAaKTHUUYECKU YCTPaHSIETCS
MOPUCTOCTDh B 3TUX 00BbEMaX U YIyUIlIaeTcs KaueCTBO
MMOBEPXHOCTH U3IENIHNI, HO U IIPOUCXOASIT TUCIICPTH-
pOBaHMe 3¢PEHHON CTPYKTYPHI U MOBHIIIEHUE TTPOY-
HOCTM KauyeCTBEHHOr0 MeETaJUIMYeCKOro KOHTaKTa
MEXIy dYacTHUIIaMHM MaTepualia 3a CcYeT YCHJICHUS
MeX3epeHHBIX UG (GY3MOHHBIX ITPOIIECCOB, pa3phiBa
acopOMPOBaHHBIX MEXYACTUIHBIX IJIEHOK OKCUIOB,
Cy1b(GUI0B U HEMETAJUIMICCKUX BKJIIOUCHUN B IIPO-
lecce IIacTUYecKoro nehopMUpPOBAHUS C JIOKAJIb-
HBIMU UHTEHCUBHBIMU CABUTOBBIMU IedDOpMaLIUIMU
[8, 21].

ITokazaTeIbHBIM C TEXHOJOTHMYECKON TOUYKH 3pe-
HUS SIBJASETCS TaKXe IMOJIOXMTEIbHOE BIMSIHUE aK-
TUBHBIX CHJI TPEHUS Ha DHEPrOCHUJIOBBIC MapaMeTpHI
npouecca. Kak mokazanau pe3ybTaThl OLIEHKU U3Me-
HEHUS YCUJIMS IITaMIIOBKM IIJISI PEXXMMOB C pa3iny-
HBIMU HaYaJIbHBIMHU YCUIUSIMU CXKATUS YIIPYTUX 3JIe-
MeHTOB (puc. 4), Ha Ha4YaJIbHOM M TIPOMEXYTOUYHOM
aTamnax gedopMauuu (Ipu HEMOABUXHON MaTpulie)
3aBUCUMOCTH BEIUYUHBI P, ;. OT xona nedopMupyto-
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p P
0,950 0,992
a 70944 P — 0978
0.930 0,963
0915 0,949
0,901 0.934
0,886 0919
0872 0905
0.857 0,890
0,843 0876
0828 0,861
Josu4 Jos4s
P P
0,997 1,000
0,984 0.999
6
0,972 0,998
0,960 0,997
0947 | 0.996
0,935 0995
0,922 0994
0,910 0,993
0,897 0.992
| 0,885 {0990
d 0873 Yooss
p p
1.000 1,000
0 0.990 € 0,999
0,980 0,999
0971 _ = /i 0,999
0,961 3 r,;’ 0,998
0,951 0,998
0,941 . g f 0997
0932 - 0,997
0922 0,997
Jooz '| 0,996
0,902 0.996
iR >
e 0,999 3 1.000
0,988 0.996
0977 0.992
0.965 0,988
0954 0,984
0942 0.980
0931 0976
0919 0972
0.008 0.968
2 0,896 J 0964
0,885 0,960

Puc. 2. PacnipeneneHrie OTHOCUTEIBLHOM TIJIOTHOCTH T10 CEYEHU IO TTOKOBKH

HauanbHeble (a, 6), TIPOMEXYTOUYHBIC M KOHEYHBIE (6—3) 3Tarbl Te(opMalvu JUTS pEXXKUMOB C Pa3IMYHBIMKA UCXOAHBIMU YCUITUSIMU
cxatus npyxuH: Py =45 kH (a—e), 75 xH (9, e) 1 95 xH (ox, 3)

Fig. 2. Relative density distribution over the forging cross section

Initial (a, 6), intermediate and final (6—3) deformation stages for modes with different initial spring compression conditions:
Py=45kN (a—e), 75 kN (0, e) and 95 kN (o, 3)
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Puc. 3. PacnipeaeneHue MHTEHCUBHOCTH Aedopmalinit
10 CEYEHU IO MOKOBKH Il PEKUMOB C pa3IUYHbIMU Puc. 4. I'pacdouku uaMeHeHUs YCUIINIA B ITpoliecce
HayaJbHBIMU YCUIMSIMU CKATUS IIPYXKUH IITAMITOBKH C Pa3IMYHBIMHA HaYyaJIbHBIMU YCUTUSIMU
Py=45xH (a), 75 xH (6), 95 xH (¢) CXKaTus IMPYyXXUH
. L . . . — Py=45kH,6—-75xH, 6 — 95 kH
Fig. 3. Deformation intensity distribution over the forging =% * Ko K
cross section for modes with different initial spring Fig. 4. Curves showing force variation during forging with
compression conditions different initial spring compression forces
Py =45kN (a), 75 kN (6), 95 kN () a— Py=45kN,6—75kN, 6 — 95 kN
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1ero nyaHcoHa (/) mpakTuyecku UAEHTUYHBI. B TO
K€ BpeMs BEJIUYMHBI YCUJIMS CXAaTUs YIIPYTHX dJie-
MEHTOB U, COOTBETCTBEHHO, INEepeMEIICHUS MaTpH-
Il B HAIpaBJIEHUM TPUJIOKEHUS AeDOPMUPYIOIIETO
YCUJIM S OKa3bIBAIOT CYIIECTBEHHOE BIUSHNE Ha MaK-
cuMmajibHble 3HaueHus P, Tak, eciu mist pexuma
C HayaJbHBIM YCUJIMEM cxaTus NnpyxuH P, = 45 xkH
3”HaueHue Py . = 196 kH, a 1715 mpomexXyTouHOro pe-
xuma (Py=75«H) P, =206 xH, To B cimy4ae c Mak-
CHUMaJIbHBIM HayaJIbHBIM CXaTWEM YIIPYTUX JIeMEH-
ToB (Py = 95 kH) ycunue liraMnoBKyM BO3pacTaeT yxe
1o 249 xH, 410 00BACHSIETCS KaK CHUXKCHUEM 3aTpaT
YCUJINSI, HEOOXOAMMOTO IJIsl MPEOMOJICHUST CUJ Tpe-
HUSI MEXIY MaTpUILIel U yIUIOTHSIEMbIM MaTepUaioM,
TaK W ACHCTBHEM aKTHUBHBIX CHJI TPEHUSI, KOTOPEIC
peanu3yroTcs 3a CYeT BHYTPEHHMX CBSI3€il CHUCTEMBI
MaTpulla—MaTepua.

BoiBOAbI

1. Pe3ynbTaTsl MOgeIMpoBaHUS MMoKa3anu 3 dek-
TUBHOCTb IPUMEHEHU S MPEAT0XEHHON KOHCTPY KLU U
IITaMIla, 00ecreynBaplleli aBTOCMEIEHUEe MaTPUIIbI
B HAIIpaBJICHUU IBMKCHUSI Ie(HOPMUPYIOIIETO WH-
CTPYMEHTa Ha 3aKJIIOUUTEJbHOW CTaAuu IITAaMITOBKH,
WHULMUPYOIIee NeWCTBUME aKTUBHBIX CUJI TPEHUS,
KOTOpHIE Pean3yIoTCs 3a CYeT BHYTPEHHUX CBSI3CH
CUCTEMbI MaTpUlla—MaTepual.

2. C yBeJIMUEHUEM YCUJIUS HadyaJbHOTO CXKaTusI
(Py) yHIpPYTUX 3JIEMEHTOB II€PEMELICHUE MATPULBI 32
CUeT BO3JEHCTBUS YIUIOTHSIEMOIo MaTepuania Ha Tex-
HOJIOTMYECKUI YCTYIl HaUMHAeTCs MpU OOJIbIINX 3HA-
YEHUSIX OTHOCUTEJbHOU IIOTHOCTHU 3aTOTOBKH, a Be-
JIMYMHA CMEIIEHUS] MaTPUIIBl B OCEBOM HaMpaBJIECHUU
MPU 3TOM CHUXKAETCs.

3.B pesynprare WHUIHAUPYEMOTO BO3ICHCTBU-
€M YIUIOTHSEMOro MaTepraja Ha TeXHOJOTUYECKUA
YCTYI TMepeMelleHUsI MaTpUllbl U HOpMUPOBAHUS
KOMIICHCAIITMOHHOM IIOJIOCTY Ha 3aKJIIOUYUTEIbHOU
craauu aedopManuu B TepudepuitHol obnactu,
MpuJieramuieil K BHyTpeHHel 00KOBOIl IMTOBEPXHOCTU
MaTpHUIIBI, HAOIIOZAIOTCS YIACTKH C CYIIIEeCTBEHHO 00-
Jiee BBICOKOM MHTEHCHUBHOCTBIO fedopManuii (g;) mo
CpaBHEHUIO C nechopMallMsIMU B LIEHTPaJIbHOUN YacTu
obbema 3arotoBku. IIpu aToM 00beM 001aCTHU TTOBbI-
IIEHHOW MHTEHCUBHOCTU AehopMalluii U MaKCUMaJlb-
HbI€ 3HaYEH U €; BO3PACTAIOT C yMEHBIIEHUEM YCUIIU S
HAvyaJIbHOT'O CXaTHs IIPYKUH U, COOTBETCTBEHHO, C
YBEJMUYEHUEM BEJIMUMHBI CMEIIEHU S MaTPULIbl B TTPO-
1ecce aeopmanuu.

4. Peanuzaniusi aBTOIIEpEMEIIEHUST MaTpUIIBI 3a

Powder Metallurgy and Functional Coatings = 3 = 2020

CUeT BHYTPEHHMX CBSI3€il CUCTEeMBI MaTpWIla—Mare-
pUaJ NPUBOIUT K CHUKEHUIO 00111ero yeunus aedop-
MalliM, IIPUUEM C YMEHBIICHNEM BEIUIMHBI CMEIIIe-
HUS MaTPUIBI B Xoae nehopMalliy yCuiane nedhopma-
LIH pacTeT.

Jiutepatypa/References

1. Dixit U.S., Joshi S.N., Davim J.P. Incorporation of material
behavior in modeling of metal forming and machining
processes: A review. Mater. Design. 2011. Vol. 32. P. 3655—
3670.

2. Narayanasamy R., Ramesh T., Pandey K.S. Some aspects
on cold forging of aluminium—iron powder metallurgy
composite under triaxial stress state condition. Mater. De-
sign. 2008. Vol. 29. P. 891—903.

3. Baglyuk G. Densification and shape change of porous bil-
lets in closed and open dies. In: Recent Developments in
Computer Modeling of Powder Metallurgy Processes. 10S
Press. NATO Sci. Ser. 2001. P.163—168.

4. Topoxoe B.M. Iopowxkesuu E.A., 36onapes E.B. Yior-
HeHUe W (GOPMOM3MEHEHUEe MOPOIIKOBBIX MaTepHrajioB
MPU rOpsiYeM MPECCOBAHUY B YCIOBUSIX HEOTHOPOIHO-
ro HampskeHHO-NeGopMUPOBaHHOTO cocTosTHUS. [lo-
pouikosasn memaanypeus. 1984. No. 5. C. 100—105.
Gorokhov V.M., Doroshkevich E.A., Zvonarev E.V. Compac-
tion and shaping of powder materials during hot pressing
in conditions of non-uniform stress-strain state. Porosh-
kovaya metallurgiya. 1984. No. 5. P. 100—105 (In Russ.).

5. Baenmox T'A., Xomenko A.U. OcobeHHoCTH HedopMUpo-
BaHHOTO COCTOSIHUS ITOPUCTHIX 3arOTOBOK IPU MX 3a-
KPBITOM M OTKPBITOI Tropsiyeid 1TamMnoBKe. Mzeecmus
8y3086. Llsemnasn memannypeus. 2015. No. 1. C. 57—62.
Bagliuk G.A., Khomenko A.1I. Features of the deformed state
of porous blanks with their closed and open hot forging.
Izvestiya vuzov. Tsvetnaya metallurgiya. 2015. No. 1.
P. 57—62 (In Russ.).

6. Qiu JW, Liu Y, Liu B., Liu Y.B. Optimizing the hot-
forging process parameters for connecting rods made of
PM titanium alloy. J. Mater. Sci. 2012. Vol. 47. P. 3837—
3848. DOI: 10.1007/s10853-011-6239-4.

7. Narayanasamy R., Senthilkumar V. Pandey K.S. Some
aspects on hot forging features of P/M sintered iron
preforms under various stress state conditions. Mech.
Mater. 2006. Vol. 38. P. 367—386.

8. baenok I'A. BnusHue nedopMallMOHHBIX MapaMeTpOB
Ha CTPYKTYpPY W CBOICTBA ropsiYelITaMIOBaHHBIX IO-
PONIKOBBIX MaTepuaioB. O6pabomka mamepuanog dasne-
Huem. 2011. No. 1 (26). C. 139—145.

Bagliuk G.A. Influence of deformation parameters on the
structure and properties of hot-forged powder materials.

23



W3sectns By308. [lopoLikoBas MeTanayprus v (yHKLUMOHaTbHBIE MOKPbITUS - 3 - 2020

10.

12.

13.

14.

15.

Obrabotka materialov davieniem. 2011. No. 1 (26). P. 139—
145 (In Russ.).

Loipxun A.T,, Pabuuesa JIA., JTiobuuy K.B., Paboson T.A.
BiustHue mpoTuBOIaBIEHU I Ha Ka4eCTBO U3IEUM TTpU
MPSIMOM BbIAABJIMBAaHU U IMTOPOIIKOBBIX IOPUCTHIX 3aT0-
TOBOK. B KH: Pecypcosbepizcaroui mexuonoeii eupobHuymea
ma 06pobku muckom mamepianie y mauuno6yoysanni. Jly-
ranck: M3a-sBo CHY um. B. Jdans, 2009. C. 20—26.
Tsirkin A.T,, Riabicheva L.A., Liubchich K.V, Riabovol T.A.
The influence of back pressure on the quality of products
in the direct extrusion of powder porous blanks. In: Resur-
sozberigayuchi tekhnologii virobnitstva ta obrobki tiskom-
materialiv u mashinobuduvanni. Lugansk: SNU, 2009.
P.20—26 (In Russ.).

Buckingham R. C., Argyrakis C., Hardy M. C., Birosca S.
The effect of strain distribution on microstructural devel-
opments during forging in a newly developed nickel base
superalloy. Mater. Sci. Eng. A. 2016. Vol. 654. P. 317—328.

. Ma Q, Lin Z-Q, Yu Z-Q. Prediction of deformation be-

havior and microstructure evolution in heavy forging
by FEM. Int. J. Adv. Manufact. Technol. 2009. Vol. 40.
P. 253—260.

Bontcheva N. Microstructure evolution during metal
forming processes. Comput. Mater. Sci. 2003. Vol. 28.
P. 563—573.

Das S., Klotz M., Klocke F. EDM simulation: finite ele-
ment-based calculation of deformation, microstructure
and residual stresses. J. Mater. Process. Technol. 2003.
Vol. 142. P.434—451.

Jeong H.S., Cho J.R. Microstructure prediction of Nimon-
ic 80A for large exhaust valve during hot closed die forg-
ing. J. Mater. Process. Technol. 2005. Vol. 162. P. 504—511.
Oxpumenxo A.M. TlonesHoe aeiicTBUE TPEeHUS B IPO-
Leccax HITaMIOBKHU, MPECCOBAHUS M BbIIAaBIMBAHUSL.

16.

18.

19.

20.

21.

Kysneuno-wmamnosounoe npouszseodcmeo. 1981. No. 6.
C. 17-20.

Okhrimenko Ya.M. The beneficial effect of friction in the
processes of forging, pressing and extrusion. Kuznechno-
shtampovochnoe proizvodstvo. 1981. No. 6. P. 17—20 (In
Russ.).

bBaenok I'A. YcoBeplleHCTBOBaAaHME MPOLIECCOB Jie-
(bopMHUpOBaHUS TOPOIIKOBBIX MaTepuajoB Ha OCHOBE
YIIpaBJICHUST CUJIAMU KOHTAKTHOTO TpeHwus. [lopouko-
6as memannypeus. 2002. No. 1-2. C. 19-25.

Bagliuk G.A. Improving the processes of powder materials
deformation based on the control of contact friction
forces. Poroshkovaya metallurgiya. 2002. No. 1-2. P. 19—
25 (In Russ.).

Manisekar K., Narayanasamy R., Malayappan S. Effect of
friction on barreling in square billets of aluminium during
cold upset forging. Mater. Design. 2006. Vol. 27. No. 2.
P. 147—155.

baenrox I'A., Maxcaposa ['E. llltamn ans mTaMInoBKHU
MOPOIIKOBBIX 3arOTOBOK C aKTMBHBIMU CUJIAMHU Tpe-
Hus. llopowkosas memannypeus. 1989. No. 4. C. 92—94.
Bagliuk G.A., Mazharova G.E. The die for forging of
powder preforms with active friction forces. Poroshkovaya
metallurgiya.1989. No. 4. P. 92—94 (In Russ.).

Shima S., Oyane M. Plasticity theory for porous metals.
Int. J. Mech. Sci. 1976. Vol. 18. P. 285—291.

Khoei A.R. Computational plasticity in powder forming
processes. Elsevier Sci., 2005.

Jlopoghees B.IO., Eeopoe C.H. MexyacTUYHOE cpalluBa-
Hue npu GOpMUPOBAHUU TIOPOILIKOBBIX Topsiuenaehop-
MUPOBaHHbBIX MaTepuaaoB. M.: Merannyprusnar, 2003.
Dorofeev VYu., Egorov S.N. Interparticle concretion
during the formation of powder hot-deformed materials.
Moscow: Metallurgizdat, 2003 (In Russ.).

24

Izvestiya Vuzov. Poroshkovaya Metallurgiya i Funktsional'nye Pokrytiya = 3 = 2020



