HayuHas ctatbs
YK 621.778.014
DOI: 10.14529/met220306

NCCNEAOBAHUE BIIUAHUNA TEXHONTOIMMYECKUX MAPAMETPOB
HA CKOPOCTb AE®POPMALIUA NPU BbICOKOCKOPOCTHOM
BOJIOYEHUN NMPOBOJIOKU B MOHOJIUTHbLIX BOJIOKAX

J1.B. PaduoHoea, radionovalv@rambler.ru, https://orcid.org/0000-0001-9587-2925
Mockoeckuti nonumexHudeckuli yHugepcumem, Mockea, Poccus

Aunnomayua. B cOBpeMEHHOM BOJOYMIBHOM IPOU3BOJCTBE IPU U3TOTOBJICHUU NPOBOJIOKU B HACTOSI-
I1ee BpeMsl IPUMEHSIOTCS IPSIMOTOYHBIE CTaHBI, HA KOTOPBIX CKOPOCTh BOJIOYEHHS AocTuraet 45 m/c. B Ha-
CTOsIIIEH paboTe MPOBEICHBI HCCIEIOBAHMS BIMAHUS TEXHOJIOTHYECKUX IapaMeTPOB MpOIecca BOJIOYEHHS,
a IMEHHO CKOPOCTH BOJIOYEHHMS, yTJIa MOHOJIUTHON BOJIOKH, KOI((UIINEHTA BBITSIKKH, JTHAMETPA IIPOBOJIO-
KU Ha CKOpOCTh Aedopmanuu. st aHaIN3a HCHONB30BAIICS METO/ YHCIOBOTO SKCIIEPUMEHTa (KOMITBIOTEP-
HOTO MOJICITUPOBAHNE) U PAacUeTHBIH MeToA (MaTeMaTHiecKoe MojaennpoBaHue). KoMmnbrorepHoe Mozenu-
pOBaHKe Mpolecca BOJIOYESHHS MPOBOIMIOCE Ha IpoBosioke d = 3 MM u3 cranmu Mapku 10. B mpouecce Bo-
JIOYEHHS TIPH BapbUPOBAHUU TEXHOJIOTHYECKUMH NapaMeTpaMu pa30poc 3HaYeHUi CKOpocTH aedopMaliu
coctapmsier ot 20 10 12 000 ¢ . Pe3yIbTaThl HCCIEAOBAHMI MOKA3AIH, YTO MAKCHMATIbHAs CKOPOCTb JIe-
(dopmaly MpH BOJOYEHHH B MOHOJIMTHBIX BOJIOKaX MOXKET NPEBBINIATH ABYKPAaTHO CPEAHIOI0 CKOPOCTh
nedopmanum. Yroa BOJIOKH OKa3blBaeT CYIIECTBEHHOE BIIMSIHUE HAa PABHOMEPHOCTh PACIPENIENICHHsI CKOPO-
cTeil aehopMaluK 10 CEYSHUIO NPOBOJIOKHU. [1oBBIIEHNE BETUMYUHBI MOJYYTJia BOJOKU o ¢ 3 10 8° mpuBO-
JIUT K MOBBILICHUIO cKopocTH Aedopmanuu 10 2,5 pasa. Jlokanusamus BRICOKMX CKOpocTeit nedopmanuu
npyu OOJBIIUX MOJYYTJIax BOJOK COCPEAOTOUEHA B EHTPAIHHON YaCTH NMPOBOJOKH. Y BEINYEHHE CKOPOCTH
BOJIOUCHHSA C 5 10 45 M/C IPUBOAUT K MOBHIIICHAIO cKOpocTH nedopmanuu B 10 pa3. PesynpraTsl onpene-
JICHUS CPEAHEH CKOpoCcTH Ae(OpMaIly pacdeTHBIM METOIOM M KOMITBIOTEPHBIM MOJEINPOBAHUEM B IIPO-
rpamme QFOrm mokasanu BBICOKYIO CXOIUMOCTB, YTO TOBOPHUT O BO3MOKHOCTH ¥ 00OCHOBAaHHOCTH HCIIOJNb-
30BaHUS PacyeTHOTO METOJA /Ul OLEHKH BIIMSHUS TEXHOJIOTHUECKHX MapaMeTpoB Ha CKOPOCTh Jedopma-
IIX B IIPOIIECCE BOJIOUCHHUS.

Knrouesvie cnosa: BojoO4YeHUE, MOHOJIUTHAS BOJIOKA, YrOJ BOJIOKH, CKOPOCTh BOJIOYEHHS, CKOPOCTb
nedopmanum, METO KOHEUHBIX AJIeMeHToB, QForm
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A STUDY OF THE IMPACT OF TECHNOLOGICAL PARAMETERS
ON DEFORMATION SPEED AT HIGH SPEED WIRE DRAWING
IN MONOLITH WIRES
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Abstract. In modern wire production, production currently uses straight-line wire drawing machines,
where the drawing speed reaches 45 m/s. This work studied the influence of the technological parameters of
the drawing process, namely the drawing speed, the angle of the monolithic wire drawing, the drawing coef-
ficient, the impact of the diameter of the wire on the deformation rate. The methods used for the analysis
were numerical experiment (computer modelling) and computational method (mathematical modelling).
Computer simulation of the drawing process was carried out on wire d =3 mm made of steel grade 10.
In the process of wire drawing, given a variation in technological parameters, the spread of values of the de-
formation rate is from 20 to 12000 s. The results of the studies showed that the maximum speed of defor-
mation during monolithic wire drawing can be twice the average speed of deformation. The drawing angle
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has a significant influence on the uniform distribution of deformation speeds along the wire cross-section.
Increasing the value of the half-angle o of the wire drawing from 3 to 8° leads to a 2.5x increase in the rate
of deformation. The localization of high deformation rates at the large half-angles of the wires is concen-
trated in the central part of the wire. Increasing the drawing speed from 5 to 45 m/s leads to a 10-fold in-
crease in the deformation speed. The results of determining the average deformation rate using the methods
of calculation and computer simulation in the QForm program showed a high level of convergence. This
suggests the possibility and feasibility of using the calculation method to assess the influence of technologi-
cal parameters on the deformation rate during wire drawing.

Keywords: drawing, monolithic drawing, drawing angle, drawing speed, deformation speed, finite

element method, QForm
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CoBpeMEHHOE BOJIOYMIBHOE MPOU3BOACTBO
pa3BUBAETCS MO HECKOJIBKUM HampaBieHusiM [1].
[ToBbImIeHNE CKOPOCTH BOJIOYEHUS SIBISIETCS Ol
HUM M3 T€X HaNpaBJIeHUN, KOTOpOE IO3BOJISIET
YBEJIUYUTDH IPOU3BOAUTEIHHOCTH MPOIIECCa U TEM
caMbIM, CHU3MB c€0eCTOMMOCTh MPOLYKLUH, I10-
BBICUTh €€ KOHKYPEHTOCIHOCOOHOCTb Ha PBIHKE.
[IpsiMOTOUYHBIE BOJIOUMJIBHBIE CTaHBI, KOTOpPHIE
MpUIUIM HAa CMEHY CTaHaM MAarasuHHOTO THIIA,
OpU CYyXOM BOJIOYEHHH IIO3BOJISIIOT Pa3BUBAThH
CKOpOCTH 10 45 M/c, B TO BpeMsl KaKk CTaHBI Ipe-
JBITYIIEH KOHCTPYKIIMM OTPaHUIMBAIIUCE CKOPO-
cteio 7 M/c [2]. IloBbImeHNe CKOPOCTH BOJIOYE-
HUSI IPUBOJUT K IOBBILIEHUIO CKOPOCTH Aedop-
MalluH, KOTOpas B CBOIO OUepe/b BIUSAET Ha IUIa-
CTUYHOCTh METAJIJIOB [3, 4] U TUHAMUYECKOE Jie-
(dhopmarmonnoe crapenue [5, 6]. Kpome ckopo-
CTH BOJIOYEHHS Ha CKOPOCTH Je(opMalyu OKa-
3BIBAIOT BIMSHUE U JpPyTH€ TEXHOJIOTHUYECKUE
napameTpbl npouecca BojoueHus: [7]. Brnusnue
3TO pa3HOHAIPABIEHHOE, M OLEHUBATh €0 HYX-
HO B KOMIUIEKCE, T. €. YIUTBIBasI BCe (DAaKTOPHI.

MeHorue paboThbl, BBIIOIHEHHBIE paHee [8—11],
uccnenoBanu J1eOpMaluOHHBIE OCOOCHHOCTH B
MIPOLIECCE BOJIOYEHHS C YUYETOM KOHCTPYKTHUBHBIX
1 TEXHOJOTMYECKHX IapamMeTpOB, HCIIOIb3yEMBIX
Ha CTaHax MPeJbIAyIIero MOKOJCHHS.

PaboTel Oosiee mo3aHEro mepuojia paccMar-
pPUBAIOT TPOLIECC MHOTOKPATHOTO BOJIOYEHHS
YK€ ¢ y4eTOM 0cOOEHHOCTEH COBPEMEHHBIX CTa-
HOB M TEXHOJIOTHH, HO 3a4acTyI0 HOCST Y3KYIO
HaIpaBJI€HHOCTh M HCCIENYIOT BOJOYEHHE IMPO-
BOJIOKH OIIPENIENIEHHOro copramenTa. Hampumep,
B pabore [12] uccnenyercs ynpoyHEHHE CTajH
MPH TIPOMBINIJICHHBIX CKOPOCTSIX BOJIOYEHUS, B
pabore [13] mokazaHO BIMSHHE CKOPOCTH BOJIO-
YEeHHs Ha TEMIIEPATypHBIA pexkuM, B [14] uzyua-
€TCSl BIIMSHHUE THUIOB BOJIOK, [15] mocBsimeHa
M3YYEHUIO0 KadyeCTBa IMHKOBOTO TOKPBITHA TPHU
BBICOKOCKOPOCTHOM BOJIOY€HUH, [16] ananuzu-

pyeT O0COOEHHOCTH HM3TOTOBIICHHS BBICOKOIPOY-
HOM MTPOBOJIOKH JIJIs1 METAJUIOKOPAA.

[osiBnenue cnenuann3upOBaHHBIX MPOrpam-
MHBIX TIAKE€TOB JIJISI CUMYJISIITHH TTporieccoB OM/]
[17-20] mo3BoisieT MOAENMpPOBaTh pacIpeaee-
HUE HampspKeHud, aedopmaruii, TemrepaTypHO-
TO MOl U CKOPOCTH JeOpMaIy MO CEUYEHHIO
MpoBoJIOKU. Hanmuune Takux mporpaMM moMoraer
JydIlle MOHATh BIMSHUE TEXHOJIOTHYECKUX Mapa-
METPOB Ha CBOWCTBOOOpazoBaHWe M APHEKTHB-
HOCTbH TIpoliecca BOJIOUEHUs, HO, KaK H3BECTHO,
YHCJIOBBIE 3KCIICPUMEHTHI TPEOYIOT OOJIBIIOrO
KOJINYECTBA MAIIMHO-4acoOB Ui pacyeTa W IO-
CIIEIYIOIIEr0  KBaJU(HUUMPOBAHHOTO  aHaIM3a
MOJTyYEHHBIX PE3yJIbTaTOB.

CkopocTb nedopMalyy OIpeaeiseTcs n3Me-
HEHUEM CTereHd JedopMalii € BO BPEMEHH T,
T. €.
e=2, )

dt
W B Mpolieccax MIacTUIecKoro 1ehOpMHUPOBAHUS
MOJKET U3MEHSTHCS B JOCTATOYHO HMIMPOKUX TIpe-
Jenax B 3aBUCHUMOCTH OT TE€XHOJIOTHUECKHX Ia-
paMeTpoB mpolecca BOJIOUEHHS.

Cpenusisi ckopocTh aedopmanii B BOJIOKE
MOXET OBbITh paccUWTaHa IO MPEUIOKEHHON B
pabote [4] I'.JI. KonMoropoBsIM 3aBHCHMOCTH

4(mJE+z;i@)m;wa
, 2
I @

TAC L — BBITSKKA; O — TOJYYroJl BOJIOKH, O;

&=

V, — ckopocts BosoueHwus, m/c; O — nmamerp

MIPOBOJIOKU HA BBIXOZE U3 BOJIOKH, M.

OnHaKo cpaBHEHHE PAaCCUYUTAHHOU TO (op-
MyJie (2) CKOPOCTH C YUCIIOBBIX AKCIIEPUMEHTOM,
NPOBEIEHHBIM B IPOrpaMMe, OCHOBAaHHOM Ha Me-
TOJIe KOHEUHBIX JIEMEHTOB, CAEJIaHHOE B paboTe
[9], mokazano 3aHWKEHWE CPEIHUX 3HAYCHUH

BecTtHuk KOYplY. Cepus «<Metannyprus».
2022. T. 22, Ne 3. C. 66-75

67



O6paboTka meTannoB faBreHneM. TeXHONorMm N MalmnHbl 06paboTkn faBreHnemM
Metal forming. Technology and equipment of metal forming

CKopocTH AedopManvu, MOTydeHHBIX MO METO-
nmuke Koiamoroposa, 1o CpaBHEHHIO CO CPETHUM
3HaUEHUEM, OTNPEACICHHBIM MPU KOMITBIOTEPHOM
MOJICTTHPOBAHHUH.

s pacdera cpemHer ckopoctm aedopma-
MY TIPY BOJIOYCHHUH aBTOPHI padoT [7, 21] mpen-
JIaraloT UCTIOJIh30BaTh (hOPMYITY

In—”. 3)
o

ITosTOMYy akTyanbHOCTh HCCIEAOBAHU, Ha-
NPaBJICHHBIX HA M3Y4YECHHUE BIMSIHMS TEXHOJIOTHU-
YEeCKHX [1apaMeTPOB IPoLecca BOJIOYCHUS HA Ta-
KON BaXHBIM TOKa3aTellb, KaK CKOPOCTh Jedop-
Manuun, BECbMa BbICOKaA.

Lenpro HacTosMIEH pabOTHI ABISETCS HCCIIE-
JOBaHUE M aHAJIM3 BIMSAHUS TEXHOJOTMYECKHX
napaMeTpoB Ha CKOPOCTh AedopManuu Mpu BbI-
COKOCKOPOCTHOM BOJIOYEHHH IPOBOJIOKH B MO-
HOJIMTHBIX BOJIOKAaX CpCACTBAMU KOMIIBIOTCPHOI'O
Y MaTeMaTH4eCKOT0 MOJEITUPOBAHUSL.

B HacTosmieit pabote pacueT cpemHeil cKo-
pocTtu aedopMaluy OCcymecTBIseTcs Mo Gopmy-
ne (3), a Ig YUCIOBOTO SKCIIEPUMEHTA HCIIOJb-
3oBanachk mporpamma QForm 9.0.10 [22], B oc-
HOBE KOTOPOH JIGKUT METOJ KOHEUHBIX 3JIEMEH-
ToB. KoMmbioTepHOE MoOjenMpoBaHME Tpoliecca
BOJIOYCHHUS TIPOBOAMIIOCH Ha IpoBoJioke d = 3 MM
u3 cramu mapku 10 (puc. 1). Peomormueckue

€=6-tga-V,

BOJIOKa

CBOCTBa CTaJIN MUCIOIB30BAIUCH U3 OMOIHOTEKH
QForm. 3aroroBka auamerpoM dy =3,5 MM Bo-
JIOYMIIACh Yepe3 MOHOIUTHBIC BOJIOKHU C pabounM
monyyrioMm o =3; 4; 5; 6; 7 u 8° mpu ko3-
¢unuente Tperus f =0. CkopocTh BOJIOYCHUS
V,=10; 20 u 45 m/c. 3aroroBka U MHCTPYMEHT

(BoJIOKa) pa3OMBAIOTCS TETPArOHAIBHBIMUA KO-
HEYHBIMH  DJJIEMEHTaMH HH3IIET0  IOPSIKa,
uMmeromue 4 y3ma Uig anipOKCHMAIMH TOJeH
CpPEIHHMX HAIPSDKEHUH U 5 y3710B AJIA HOJS CKO-
pocteit (5-1 y3emn sIBIAETCS IOTIOTHHUTEIHHBIM H
HaXOIWTCS B LIEHTPE TeTpaspa) BOJOKA Ha TO-
BEPXHOCTH MMeEIOT cpennuit pazmep 0,6 mm. Cet-
Ka B 3aroTOBKe Iepepa3OMBaeTCs MPU YCTaHO-
BUBIIUMCA PEKUMEC BOJIOYCHUA HA 3JICMCHTHI OT
0,1 m0 0,2 MM.

Pe3ynpraTel 4HMCIOBOTO 3KCIIEPHMEHTA I10
W3MEHEHHUIO CKOPOCTH Je(opManny OT TEXHOIO-
THYECKUX MapaMeTpoB NpHUBEIEHBI Ha puc. 2—4.
MeTopl  KOMITBIOTEPHOTO MOZEIHUPOBAHUS TI0-
3BOJISIIOT TIOJYYUTh HE TOIBKO CPEeIHUE 3HAYCHUS
CKOpoCTH AedopMalii, HO U UX paclpeesicHue
0 ceveHuto npoBojoku. Kak crenyer u3 puc. 2,
MOJIyyTOJ BOJIOKM OKa3bIBae€T CYIIECTBEHHOE
BJIMAHUEC Ha BCIIMYUHY 3HaAYCHUIN CKOpOCTHU [cC-
¢dbopmanuu U ux pacnpezaenenue. [Ipu momyyrie
BOJIOKH O.=3° B CCUCHHU IPOBOJOKH HMEIOT
MECTO CKOPOCTH, He mpeBbimatontie 600 ¢, ko-
TOpBIE JOCTATOYHO PABHOMEPHO PaCIpe/IeIICHBI

YRl Cropocts aedopmauun [1/c]}

3200

3aroToBKa
di= 3.5 MM

neopMHpYIOIAas 30Ha

BOJIOKH

3000
2800
HPOBOJIOKA
2600
d=3mm

2400
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2000

1800

1600

1400

1200
1000

800

KalnHOpyIommas 30Ha 0
BOJIOKH 40

200

0
Makc: 32389
Muw: 0

Puc. 1. KomnbloTepHas mogenb npouecca BONIoYeHUA
Fig. 1. Computer model of the drawing process
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Puc. 2. Pe3ynbTaThl YUCNIOBOrO 3KCNEepUMEHTa Npy ckopocTu Bonoyvenuns V, = 10 m/c:

a) a=3°;b) 2a=4°;c) 2a=5°;d) 2a=6°; e) 2a=7°; f) 20=8°
Fig. 2. Results of a numerical experiment at a drawing speed =10 m/s:
a) =3%;b) 20=4°;c¢c) 200=5°;d) 2a=6°;€) 20=7°;f) 20=8°

4500
4000
3500
3000
2500
2000
1500
1000

500

Puc. 3. Pe3ynbTaThbl YUCIOBOrO 3KCNEPUMEHTa Npy ckopocTu Bonovenus V, = 20 m/c:

a) a=3%;b) a=4°;c) 2a=5°;d) 200=6°; €) 2a=7°; f) 20.=8°
Fig. 3. Results of a numerical experiment at a drawing speed = 20 m/s:
a) a=3%b) a=4°;c) 2a=5°;d) 200=6°; ) 2a.=7°;f) 20.=8°
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Puc. 4. PeaynbTaThbl Y4CNIOBOro 3KCNEepUMEHTa Npy CKOpocTh Bonovenua V, = 40 m/c:
a) a=3%b) a=4°;c) a=5°;d) aa=6°;¢e) a=7°;f) a=8°
Fig. 4. Results of a numerical experiment at a drawing speed = 40 m/s:
a) a=3°;b) a=4°;c) a=5°;d) a=6°;e) a=7°;f) a=8°

IO CEYECHUIO. Y BEIMUEHHE NTOTyyTJa BOJIOKU IPH-
BOJUT K IOBBILICHUIO 3HAYCHUS MaKCHUMaJIbHOU
CKOpOCTH Ae(opMalyy 1 JTOKAIN3aIUHA BEICOKHX
CKOpPOCTEH B LEHTPE MPOBOJIOKU. AHAJTIOTUYHBINA
XapakTep BIMSHUS TOJyyIJla BOJIOKM Habroaa-
€TCsl TIPH BCEX MCCIIEYEMBIX CKOPOCTSAX BOJIOUE-
Hus (cM. puc. 3 u 4). B cBoto ouepens yBenuye-
HHUE cKkopocTH BostoueHus ¢ 10 go 40 m/c mpuso-
JUT K TIOBBIINICHUIO KaK MaKCHUMAaJbHBIX, TaK W
CPeJHUX 3HAa4YeHWH ckopocTu nedopmarun. Tak,
npu cKopocTH BosoueHHs 10 mM/c 3Ha4YeHUs CKO-
poctn jpedopmanuu He mpebimarT 3000 ¢,
npu 20 m/c — 5000 ¢, a mpu 40 m/c — 12 000 ¢ .

Pesynprarel cpeanux ckopocteit aehopma-
WY, TIOJTY4YEHHbIE TPU KOMIIBIOTEPHOM MOJEIIH-
poBanun B QFOrm, um pesympTarthl pacueToB
cpenHell CKOpoCTH JiehopMallvK, BBIMTOJHEHHBIX
o ¢opmye (3), mpuBeneHs Ha puc. 5. Crutom-
HBIE JINHUU COOTBETCTBYIOT pacdyeTaM, a TOUKH —
pe3yiabTataM YMCJIOBBIX OKCIEpUMEHTOB. Jlyis
3HAYCHUH YHCIIOBBIX 3KCIIEPUMEHTOB OBUIM TO-
CTPOEHBI JIMHUU TPeHAa (IITPUXOBHIE), ypaBHeE-
HUSI KOTOPBIX NPEJICTABIIEHB] PSIIOM C JIMHUSMU.
KoadduiueHT xoppensiuu i IKCIEPUMEH-
TaJbHBIX 3HAYEHWH W JIMHUM TPEHJa OYEHb BBI-
COKMH, IIPY OKPYIJICHUHU 10 BTOPOro 3HaKa Mocie
3aATON NPUBEJET K IOJIyUYSHHUIO 3HAUEHUs], paB-
HOro 1, 4TO TOBOPUT O TOM, UYTO IOJYYECHHBIE
YpaBHEHHUS C BBICOKOM TOYHOCTHIO OIMCBIBAIOT
3aBUCHMOCTb CpEIHEI cKopocTH nedopManuy OT

MOJyyrJia BOJIOKH. MakcHManbHbIe 3HAYCHUS
CKOpOCTH AedopMaliuy, MOTyIeHHBIC B XO/I€ YH-
CIIOBOTO SKCIIEPUMEHTA, MPEACTaBICHBI HA PUC. 6.
Kak cnenyer u3 rpadukoB, MakCHUMajbHAas CKO-
pocTh nedopMar TakKe JTHHEHHO 3aBHCUT OT
nofyyria BoJokH. CTOWT aKIEHTHpPOBaTh BHH-
MAaHHUEC Ha TO, YTO 3HAYCHUA MaKCHUMaJILHON CKO-
pocti nedopMmanui NPUMEPHO BABOE OOJIBIIE,
YeM CpelHHEe CKOPOCTH AedopManuu. AHAIOTH4-
HbIE PE3yJIbTaThl OBLIN MOJIyUeHBI B pabore [9].
CpaBHUTENBHBINA aHAN3 PE3YJIBTaTOB KOM-
MBIOTEPHOTO MOJEJIMPOBAHUS U pacueTa o ¢op-
myie (3) mokasai, 94To JIs OIIEHKH BIUSHUS TeX-
HOJIOTHUYECKHMX IapaMeTpOB Ha CPEIHIOI CKO-
pocTh aedopmaiiuu 1eaecooOpa3Ho U ONpaBIaH-
HO HCIIONb30BAaTh METOJ MaTeMaTH4ecKoro Mo-
JEeTUPOBaHUsA. DTO TO3BOJUT CYIIECTBEHHO CO-
KpaTUTh BpEMs pPacyeToB, HO NPU ITOM JacT
MIPE/ICTABIICHUE O BIIMSHUN TEXHOJIOTHYECKUX T1a-
paMeTpOB Ha CPEHIOI0 CKOPOCTH Je(opMalium.
PesynbTaThl pacueToB cpegHEW CKOpOCTH
negopManyi B 3aBHCUMOCTH OT TEXHOJIOTHYE-
CKUX IapaMeTpOB IpoIlecca BOJOYEHHs TPUBE-
nensl Ha puc. 7-10. Kak BugHO Ha puC. 7, yBEIH-
YEeHHEe CKOPOCTH BOJIOUeHHs ¢ 5 10 45 m/c mpu
auametpe nposonoku d., =3 MM n koopuum-

€HTe BBITSDKKH L= 1,35 mpu pasHbIX yriax BO-

JIOK MPUBOJUT K MOBBIIICHUIO CPEIHEH CKOPOCTH
-1
nedopmarym ¢ 276 10 6616 ¢ . Tonbko 3a cuet
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Puc. 5. 3aBuUCMMOCTM pacyeTHOM U IKCNEepUMEHTanbLHOM cKkopocTu aedopmauum
OT nonyyrna BOfoKu1
Fig. 5. Dependences of the calculated and experimental strain rates
on the die half-angle
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Puc. 6. 3aBMCMMOCTN MakcuMarnbHbIX CKOpocTel aechopmanm oT Nosnyyrna BOfoKHM,
nony4yeHHble NPU YUNCNOBOM 3KcnepumeHTe B QForm
Fig. 6. Dependences of the maximum strain rates on the half-angle of the drawing die,
obtained in a numerical experiment in QForm
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Puc. 7. 3aBucumocTn cpegHen ckopocTtu aecdopmaummn
OT CKOPOCTU BOJIOYEHUSA ANA pa3HbIX NONyYrnoB BOMOK O,

(npn p=1,35; d,, =3 mMm)

Fig. 7. Dependences of the average strain rate on the
drawing speed for different semi-angles of the die o

(at p=1.35; d,, =3mm)
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Puc. 9. 3aBucumoctu cpegHenn ckopoctu pedopma-

LUKN OT CKOPOCTU BONOYEHUA ANS AMaMeTPOB roTOBOM

NPOBOJIOKMN d“p =10;7; 51 3 MM (npn o =4° p=1,35)

Fig. 9. Dependences of the average strain rate on

the drawing speed for the diameters of the finished wire
drlp =10; 7; 5and 3mm (at a=4° pu=1.35)

W3MEHEHUs MOJIyyIJia BOJIOKH ¢ =3 g0 o = 8°
opu ckopocTd BonoueHusV, =45 m/c ckopocTb

nedopmaru Bozpactaet ¢ 2482 10 6616 c_l, T. €.
Oonee ueM B 2,5 paza. MeHee CyIIecTBEHHO, HO
3HAYUMO Ha CPEIHIO CKOpPOCTh jedopmanuu
BIUSET W BEIMYMHA KOX(PQPUIMEHTA BBITSKKU
(cm. puc. 8). Ilagenue cpemHed CKOpPOCTH Je-
dopmarmu ¢ 2916 o 2277 ¢! maGmomaercs
mpu Bo3pactanuu L ¢ 1,1 mo 1,5 mpu ckopoctu

BostoueHUs1 45 m/c. CylleCTBEHHOE BIMSHHUE Ha
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Puc. 8. 3aBucumoctu cpegHen ckopoctu aedopmauum
OT CKOPOCTU BOMNOYEeHUA ANA pasHbIX koadduumneHTOB

BbITSXKEK P (npu o = 3°%; d“p =3 Mm)

Fig. 8. Dependences of the average strain rate on the
drawing speed for different drawing ratios p (at o =3°;

dyp =3 mm)
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Puc. 10. 3aBucumocTn cpegHen ckopocTu pedopma-
LUK OT Nonyyrna Bosoku Ans KoaduumeHTa BbITAKKN
u=11npn d, =10;7;5n 3 mm (V, =1 mic)

Fig. 10. Dependences of the average strain rate on
the half-angle of the drawing die for an elongation coef-
ficient p=1.1at d,, =10; 7; 5and 3mm (V, =1 m/s)

CPEeIHIOI0 CKOPOCTh AeopManyy OKa3bIBaeT Ana-
MeTp 00pabaThIBaéMOU MPOBOJIOKU (CM. pHC. 9):
TaK, YMEHbIIEHHEe AuaMeTpa ¢ 6 10 2 MM Ipu
MPOYMX PAaBHBIX YCIOBHUSIX HNPUBOIUT K BO3pac-
TaHMIO cpelHeil ckopoctd ¢ 1656 mo 4968 ¢,
YTO COCTaBISIET TPEXKpaTHOEe yBeinuyeHue. s
cpaBHeHUS Ha puc. 10 mpUBEACHBI TEXHOIOTHIEC-
CKH€ YCJIOBHA MpOIECca BOJOYEHHUS, TP KOTO-
PBIX CpeIHUE CKOPOCTH JAehOopMaluu HaXOdsT-
cst B quamasone 20—180 ¢ '. Takue cymecTBeH-
HBIE M3MEHEHHS CKOPOCTH AeOopMalii He MOTYT
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PaduoHoea J1.B.,

UccnedoesaHue enusiHUsI MexXHO/I02U4eCKUX napamMempoes

Ha CKopocmb ded)opMauuu npu ebICOKOCKOPOCMHOM 80J104YeHUU...

HE OTPa3HThCSl HA TUIACTHYHOCTH CIUIaBa U €ro
oOpabateiBaeMocTu. Eme Ooyiee BaXHO TOHU-
MaTh, €CTh JM MPEAIOCHUTKA JJIS MPOTEKaHUS
JUHAMHYECKUX  JIe)OpPMAIIMOHHBIX  IPOIIECCOB
CTapeHusi, MMOCKOJBEKY PEIIAIOIIy0 POJb B 3TOM
UTPAIOT CKOPOCTH jAedopMarivu. YCIOBHS, TPH
KOTOPBIX O0ecleunBaeTCs JTUHAMUYECKOE B3au-
MOJICHCTBUE MEXIy IUCIOKAIUSIMH W TpUMEC-
HBIMH aTOMaMH, OTPEICIIAIOTCS KaK pa3 KPUTH-
YECKOW CKOPOCTBIO AedopMaiiuy, a Kak Mbl BH-
UM, pa3Opoc ATHX 3HAYCHHI TNPU BOJIOYCHUU
BO3MOXeH 0T 20 10 12 000 ¢ .

Takum oOpa3om, IPOBEICHHBIM aHAINA3 II0-
3BOJIUT YCTAHOBHTH, YTO:

— MakcuUMalbHas CKOPOCTh  JedopMaruu
IIpyu BOJIOYCHUH B MOHOJIMTHBIX BOJIOKaX MOXKCT
MPEBBINIATh JBYKPATHO CPEIHIO CKOPOCTH Jie-
(dhopmarumy;

— yron BOJOKH OKAa3bIBAaCT CYIIECTBEHHOE

BJIMSIHUE HAa PaBHOMEPHOCTH PaCIpeAesIeHNs] CKO-
pocTeii gedopMaruy o CEYSHUIO TPOBOJIOKH;

— MOBBINICHUE BEJIIMYHMHBI TOJyYTia BOJIO-
KU o C 3 10 8° NpUBOIUT K MOBBIIICHUIO CKOPO-
¢ty aedopManuu 1o 2,5 pasa.

— JIOKAQJIN3allUsl BBICOKHX CKOpOCTel aedop-
MaIUH TpU OOJBIINUX TOJYYTIax BOJIOK COCPEIO-
TOYCHA B IICHTPAJILHOW YaCTH MPOBOJIOKH;

— YBEJIMYEHHE CKOPOCTH BOJOYEHHUS C 5 10
45 M/c TIPUBOAMT K IOBBIMICHUIO CKOPOCTH Je-
¢dopmaruu B 10 pas;

— pe3yJIbTaThl ONPEIEICHUS CPEAHEH CKOPO-
ctu nepopmanun o popmyie (3) 1 KOMIBIOTEp-
HBIM MOJICIMpOBaHKEM B mporpamme QForm mo-
Ka3alld BBICOKYIO CXOJUMOCTh, YTO TOBOPHUT O
BO3MOXHOCTH M OOOCHOBaHHOCTH HCIIOJB30Ba-
HUSl PAcUETHOTO METOJa ISl OLICHKH BIUSHUSI
TEXHOJIOTHYECKUX IMapaMeTpoB Ha CKOPOCTH Je-
(opmanuu B mpoliecce BOJIOYCHHUSI.
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