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Annomayus. DHEPTOCUIOBbIE MapaMeTphl IpPOLecca BOJOYEHUs 3aBHCAT OT TAKHX TEXHOJIOTHYE-
CKHX (DaKTOPOB, KaK MEXaHHMYECKHE CBOMCTBAa 00padaThIBAEMOI0 MaTepHaia, CKIOHHOCTh €r0 K YIpOYHe-
HUIO TIPH XOJIOMHOH nedopMmanuy, eNMHUYIHAS CTEHeHb AedopManun, KodpUIMEHT TpeHUs Ha KOHTAKTe
«METaJlI — BOJIOKA», KOHCTPYKTHUBHBIE IMapaMeTpPhbl BOJIOKH, CKOPOCTh BosoueHHs. OT TOYHOCTH ompezee-
HUS DHEPTOCHJIOBBIX MapaMETPOB 3aBUCHUT CTAOMIBHOCTE (0€300pBIBHOCTH) Mporiecca, 3P peKTHBHAS U 0e3-
aBapHifHas 3arpy’KCHHOCTh BOJIOYWJIBHOH MallWHBI, 00OCHOBAaHHOCTH BBIOOpa BOJOYMIBHOTO 000pYyIOBa-
HUS TIPU IPOEKTHPOBAHUH NIPOU3BOACTBEHHBIX JTHHUN. B HacTosmeil craTthe pa3paboTaHa METOIUKA pacyde-
Ta SHEPrOCHWIOBBIX IapaMeTpOB MpoOIecca BOJOYCHHS B MOHOJIMTHBIX BOJIOKaX HA MPSMOTOYHBIX BOJIO-
YUJIBHBIX MaminHax. [IpeanokeHHas METOMKa pacdyeTa YCHIUs BOJIOYEHHS IIPOBOJIOKU MO3BOJISICT yUHUTHI-
BaTh YIIPOYHEHHUE MPH XOJIOJHOM IIacTu4eckoi aeopManuy 00padbaThiBa€MOro CIuiaBa, napameTpbl oyara
nedopManyi Py MOHOJIUTHOM BOJIOUEHHH, a UMEHHO CTETeHb AedopManuu, paboduil moryyroy BOJIOKH,
TpeHHEe Ha KOHTaKTe «METall — BoJoKa». OIpenenaeHne CKOpoCTH BOJIOYCHHUS OCYIIECTBIISIETCS] U3 0COOCH-
HOCTeH mporecca BOJIOYSHH Ha MAIIMHAX MPSIMOTOYHOTO THIIA, T. €. IOBBIIIEHHE CKOPOCTH BOJIOYCHHS OT
MpOX0Jia K MPOXO/AY OCYIIECTBISICTCS Ha BEIMYMHY KOA(PQHIMEHTa BBITSIKKH B BOJIOKE. MOIIHOCTB, MO-
TpebisieMasi 3JIeKTPOABUTATENSIMA KaXKJOT0 TAHYIIEro 0apabdaHa, OnpeessieTcsl yCHINEeM BOJOYCHUS U JIH-
HEIHOI CKOPOCTBIO BOJIOYEHHS B JAHHOM INPOXOZE. DKCIIEpUMEHTaJIbHAs MPOBEpKa METOIUKHU OIpeselie-
HUS YCUIINS BOJIOYCHHMS, IIPOBE/ICHHASA HAa aBTOMAaTH3HPOBAHHOM JIAOOPATOPHOM BOJIOYIIIBHOM CTaHE, IOKa-
3a1a ee afeKBaTHOCTh. OmmbKa MEXIy pacdeTHBIMH M HKCIIEPHMEHTAIbHBIMU 3HAYCHUSIMH YCHIIHS BOJIO-
YeHust He npeBblmana 12 %, 4To AOIMycTUMO IIPY BBIIIOJIHEHUH OLIEHOYHBIX PAcdeTOB SHEPTOCWIOBBIX I1a-
paMeTpoB Ipolecca BOJIOYEHHUs MPOBOJIOKH. [IpesioxkeHHas METOJUKa pacueTa SHEPrOCUIOBBIX IapaMeT-
POB mporecca BOJIOYEHHS IPOBOJIOKH B MOHOJIMTHBIX BOJIOKAX Ha CTaHaX MPSIMOTOYHOTO THIIA MOXET OBITh
II0JIe3Ha MPU aHAM3€ M KOPPEKTHPOBKE ACHCTBYIONIMX MapIIPyTOB BOJIOYEHHS IPOBOJIOKH, OLEHKE 3(-
(heKTHBHOCTH MCIIOJIb30BaHUs BOJIOYMIBHBIX MAIIKH, IPY BBIOOPE M NPOCKTHPOBAHUH HOBOTO BOJIOYMIILHO-
ro o0opynoBaHus, pa3paboTKe TEXHOJIOTUH N3TOTOBJICHHS IIPOBOJIOKH.

Knrouegvie cnosa: BonoueHNE NPOBOJIOKH, MOHOJIMTHAS BOJIOKA, PSIMOTOYHBIN BOJIOYMIIBHBIM CTaH,
YCHJIHE BOJIOUEHHS], MOLITHOCTH
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Abstract. The energy and power parameters of the drawing process depend on such technological fac-

tors as the mechanical properties of the material being processed, its tendency to harden during cold defor-
mation, a single degree of deformation, the friction coefficient at the “metal — die” contact, the design pa-
rameters of the die, and the drawing speed. The stability (non-break) of the process, the efficient and trou-
ble-free workload of the drawing machine, and the validity of the choice of drawing equipment when de-
signing production lines depend on the accuracy of determining the energy-power parameters. In this arti-
cle, a method for calculating the energy-power parameters of the drawing process in monolithic dies on
straight-line drawing machines has been developed. The proposed method for calculating the wire drawing
force makes it possible to take into account hardening during cold plastic deformation of the alloy being
processed, the parameters of the deformation zone during monolithic drawing, namely the degree of defor-
mation, the working half-angle of the die, and the friction at the “metal — die” contact. The drawing speed is
determined from the features of the drawing process on straight-line machines, i.e. the increase in the speed
of drawing from pass to pass is carried out by the value of the drawing coefficient in the die. The power
consumed by the electric motors of each pull drum is determined by the drawing force and the linear drawing
speed in a given pass. Experimental verification of the method for determining the drawing force carried out
on an automated laboratory drawing machine showed its adequacy. The error between the calculated and
experimental values of the drawing force did not exceed 12 %, which is acceptable when performing estimated
calculations of the energy-power parameters of the wire drawing process. The proposed method for calculating
the energy-power parameters of the wire drawing process in monolithic dies on straight-line machines can be
useful in analyzing and correcting existing wire drawing routes, evaluating the efficiency of drawing ma-
chines, selecting and designing new drawing equipment, and developing wire manufacturing technology.

Keywords: wire drawing, monolithic die, straight-line drawing machine, drawing force, power
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Beenenue

[IpoBOJOKY MOXHO MOJIYYUTH Pa3IUYHBIMU
nporeccaMu 00pabOTKH METaJUIOB JaBJICHHEM, a
MMEHHO MPOKATKOM, MPEeCcCOBaHNEM U BOJIOYEHH-
eM und 3((EeKTUBHBIM UX coueTanueMm [l1-6],
0JHaKO HauboJiee MacCOBBIM CIIOCOOOM €€ MPOou3-
BOJICTBAa OCTA€TCSI MOHOJMTHOE BoJioueHHe [7-9].
[lepexox OoT mMpyMeHEHUsT BOJOYMIBHBIX MAaIlIuH
(cTaHOB) MAara3uHHOTO TUNAa K HPSMOTOYHBIM
NpUBEN K U3MEHEHHIO TEXHUYECKUX M TEXHOJO-
THYECKHX IapaMeTpoB IIpollecca BOJOYEHHS B
MOHOJIUTHOH BoJIOKe. CylecTBeHHbIE H3MEHE-
HUSI C BHEAPCHHEM NPSMOTOYHBIX BOJIOYMIIBHBIX

MaIIMH CBSI3aHBI C MOBBIIIIEHHEM CKOPOCTH BOJIO-
4yeHus. Beicokas cTeneHb aBTOMaTH3allil COBpe-
MEHHOT'O BOJIOUMJIBHOTO OOOPYAOBaHHS MO3BO-
JIUJIa TIOBBICUTH CKOPOCTH BOJIOYEHHUS NTPOBOJIOKU
IpU CyXoM BosoueHnH ¢ 8 10 40 M/c, 4TO B CBOIO
oyepenb BIeyeT 3a coOOil M3MeHeHue TpeboBa-
HUN K CMa304HBIM MaTrepuajaM, KauecTBY MOJI-
TOTOBKH MTOBEPXHOCTH 3aTrOTOBKH, BOJIOUHUIHHOTO
nHcTpyMmeHTa [10]. IIpsMOTOYHBIN NpUHIUI BBI-
COKOCKOPOCTHOT'O BOJIOYEHHUSI TPOBOJIOKH BHOCUT
CBOM OCOOCHHOCTH U B METOJUKU IOCTPOCHHS
MapIIpyTOB BOJOYEHHMSI, U OLEHKY SHEPrOCHIIO-
BBIX [TapaMeTPOB Ipoliecca.
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OHeprocuyioBble MapameTpsl mpouecca BoJo-
YEeHUsI 3aBUCAT OT TaKUX TEXHOJOTMYECKUX (ak-
TOPOB, KaK MEXaHWYECKHE CBOWCTBa 00pabaThi-
BaeMOI'0 MaTepuana, CKIIOHHOCTh €ro K yHpoyHe-
HUIO TpH XOJIOOHOM aedopManyu, eIWHUYHAs
creneHs jgedopmanyu, kodpduiment tpeHus Ha
KOHTAaKT€ «METaJI — BOJIOKa», KOHCTPYKTHBHBIC
MapaMeTpsl BOJIOKH, CKOPOCTh BostoyeHus [11-14].
OT TOYHOCTH ONpEenNeNICHHs SHEPrOCUIIOBBIX Ia-
paMeTpoB 3aBHCHUT CTaOMIBHOCTH (0E300pHIB-
HOCTb) mporecca, 3p¢deKTuBHas 1 Oe3aBapuiiHas
3arpy’>KEHHOCTb BOJIOUMJIBHOM MallIMHBI, 0O0CHO-
BaHHOCTh BBIOOpa BOJIOYMIJIBHOTO 00OpPYIOBaHHUS
NP IPOCKTUPOBAHNH TIPOU3BOICTBECHHBIX JINHHH.

Jns ompeneneHus 3HEPrOCUIIOBBIX MapameT-
POB Tpoliecca BOJIOYCHUSI MOXKET OBITh IPUMEHE-
HO MaTemaTtuyeckoe MmojenupoBanue [15-18], B
TOM YHMCJIE KOMIBIOTEPHOE B TaKHMX XOPOLIO 3a-
pexoMeHnoBaBIINX cebs makerax, kak QForm,
ABAQUS, DEFORM [19, 20]. MoxHo ompene-
JUTh yCWJIHE BOJIOYECHUS W MOIIHOCTh, TOTpPEO-
JSeMyI0 TIPH BOJOYEHHUH, SKCHEPHUMEHTAIBHO.
st 3TOro HEOOXOJUMO YCTAaHOBUTH TEH30MET-
pUYeCKHe JaTYNKU Ha BOJOYMIBHBINA cTaH [21] u
NPEOYCMOTPETh CUCTEMOW aBTOMATH3aLMH (UK-
Calyio U MOCIenyIoNy0 00paboTKy 3JeKTpuye-
CKHX CUTHAJIOB B MOKA3aHUS YCHIIUS BOJIOYCHUS
U TMOTPeONseMyI0 3JEKTPOABHUIraTeIeM MOLI-
HOCTh [22]. KommnbroTepHOE MOIEIHPOBAHHE,
KaK M3BECTHO, — Ipoliecc, TpeOYIONuii BEICOKOM
KBaJM(PHUKALMK CIICIHAINCTa U OYeHb JIUTEIb-
HBIH 110 BpeMeHH. OOOCHOBAaHHOCTh €ro NpHMe-
HEHUS OYEBHJIHA NPH TEOPETHUECKUX HCCIIEN0-
BaHUAX Tporiecca BoiodeHus [23]. i mpaktu-
YECKHUX M IPOM3BOJCTBEHHBIX 3a7ay, TPEOYIOLIHNX
OBICTPOro OTKJIMKA, OH HempuMeHuM. s Takux
nenei 3(Q(EeKTHBHBIM WHCTPYMEHTOM  SIBIISICTCSI

1 2 3

TpPaJULIUOHHBIM OIICHOYHBII METOJl pacyera dHep-
TOCUJIOBBIX MapaMeTpoOB, MPUMEHSEMbIA BO MHO-
rux 0a3oBBIX paboTax mo BojoueHuto [24, 25].
B TO e BpeMsi HYy)KHO CKa3aTh, YTO pPaCUETHBIN
METO/]I OTIPEAECTICHUS SHEPTOCUIIOBBIX MMapaMETPOB
TpeOyeT aganTaliil O] COBPEMEHHBIC YCIIOBHS
MPSAMOTOYHOT'O BBICOKOCKOPOCTHOTO BOJIOYEHHUSI.
Lenpro HacTosImIEeH pabOTHI ABISETCA pa3pa-
00TKa METOJMKH pacyeTa SHEProCHIIOBBIX Tapa-
METpPOB Ipoliecca BOJOYECHHUS B MOHOJIMTHBIX
BOJIOKaX Ha MPSMOTOYHBIX BBICOKOCKOPOCTHBIX
MalIMHaX U OLICHKA €€ aJeKBaTHOCTH IMIPU MPOBe-
JICHUM DKCIEPUMEHTAJIBLHOIO BOJIOYEHHS MPOBO-
JOKH Ha JabopaTopHOM aBTOMATH3MPOBAHHOM
MPSIMOTOYHOM BOJIOUUJIBHOM CTaHE.

MeTtoauka pacyera IJHEProcuJI0BbIX

apaMeTpoB BOJIOYEHHUSI IPOBOJIOKH

HA CTAaHAX NPSAMOTOYHOI0 TUNA

[lox sHEprocuJIOBBIMH MapaMeTpaMH Mpo-
1iecca BOJIOYEHHS TIPHHATO MOHUMATh MOIIHOCTD
U ycunue BoyioueHus [26]. MomHocTh, pacxo-
Jyemasi Ha IpolecC BOJOYCHHUS, ONpEIessieTcs
YCHUJIMEM M CKOPOCTBIO BOJIOYEHHUS:

W=V, (1)

rae V; — CKOpOCTh BONOYEHHs HA BBIXOJE U3 [ -1

BOJIOKH;
P, — ycunue BoIoYeHUs B i -i BOJIOKE.
CkopocTb BOJOYEHMs IO MPOXOJaM Ha CO-

BPEMEHHBIX MPSIMOTOYHBIX BOJOYMIBHBIX CTAHAX

(puc. 1) 3aBucHuT OT K03(D(HUIMIEHTA BBITSHKKH U

ompenenseTcs Kak

Vi=Viws 2)
rae V;_; — CKOpOCTh BOJIOYEHHUS Ha BXOJE B i -IO
BOJIOKY;

4

5

6

Puc. 1. Cxema MHOrokpaTHOro npsAMOTO4YHOIO BONMOYUIILHOrO cTaHa: 1 — 6apabaH pa3mMoOTO4YHOro annapara;
2 — Bonoka; 3 — 6apabaH Bono4YnnbHOro (TsHywero) 6noka; 4 — 6apabaH HamoTo4YHOro annapara;
5 — peaykTop; 6 — anekTpoaBuraTenb
Fig. 1. Scheme of a multiple direct-flow drawing bench: 1 — unwinding drum; 2 — portage;
3 — drum of a drawing (pulling) block; 4 — winder drum; 5 — gearbox; 6 — electric motor
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GOJIOKd

npoeoJioKd

Puc. 2. Oyar gechopmaumm npyu MOHONIUTHOM BOJIOYEHUM KPYTIOA NPOBONOKMU
Fig. 2. Deformation zone during monolithic drawing of round wire

2
Fo _diy
W = =—= — K0o3QPULUECHT BHITSHKKH B

2
F o d
i - BOJIOKE IIPY BOJIOYEHUH KPYTIIOM ITPOBOJIOKHU

(puc. 2);

F;?l — IUIomaab CCYCHUA IIPOBOJIOKHM Ha

BXO/JIE B I -}O BOJIOKY;

F, — myromane ce4eHus MPOBOJIOKH HA BbI-

XOJIe U3 i -1 BOJIOKY;

d;_; — AnaMeTp NMPOBOJOKU Ha BXOJE B i -10
BOJIOKY;

d; — TuaMeTp MPOBOJIOKH HA BBIXOJE U3 i -H

BOJIOKH.

B kauectBe nokasartens aehopMali B mMpo-
1ecce BOJIOUEHHS YacTO HMCIIONB3YIOT HE TOJBKO
K03(p(PUIIMEHT BBITSHKKH, HO W CTereHb aedop-
MaIiH, KOTopasi ONpeeaeTcs Kak

2 2
g :Ff} £ :d"-‘z 4 -100 %. (3)
i-1 difl

Bennunna enuHW4HOW cremeHu aedopma-
UM MOXET 3aJaBaThCsl WM BBIOMpAETCS TPH
NOCTPOCHUH MapIIpyTa BOJOYECHUS M3 Pa3iny-
HBIX cOooOpaskeHH [27]. DTO MOXKET OBITH MOIII-
HOCTh MPHUBOJOB U KPAaTHOCTb MMEIOLIETOCs BO-
JMOYMIBHOTO cTaHa [28], ocoOeHHOCTH 00pada-
THIBEMOM MPOBOJIOKHU [29], KayecTBO MOATOTOBKU
MOBEPXHOCTH TPOBOJIOKH TEpe]] BOJIOYEHHUEM
[30, 31] u gp. OgHako mpu BeIOOpE MapuipyTa
BOJIOYCHHSI HEOOXOJMMO TIOMHUTH O HEPaBHOMED-
HOCTH JAe(OopMallii IO CEYCHHIO IMPOBOJIOKH B
MPOLIECCE BOJIOYEHUS B MOHOJIUTHOM BoJIOKe [32].

B paborax [8, 14] moka3aHo, 4TO AJIs CHH-
JKEHUsT HEPaBHOMEPHOCTH J1e()OpMAaIIUU CTETIeHb
JegopManiy 3a MpoXoJ HEO0OXOIMMO COrjaco-
BBIBaTh C pa00OYUM YIJIOM BOJOKH M KO3 HUIIH-
€HTOM TPEHUSs:

1—arctg(tga + 1) 2 @)
1+arctg(tga+ f) )

Ecnu paGounii moiyyromn BOJOKHA O 3a/aeT-
Csl KOHCTPYKTUBHO TIPY U3TOTOBJICHUM BOJIOKH H
MOYKET COCTaBJIATH OT 3 10 9°, TO BeIMYMHA KO-
s¢dunreHTa TpeHust f — CIOXKHO oIpenesse-

Masi ¥ HENOCTOsSHHas. TpeHHe CKOJIBKEHHUsS B
mpolecce BOJOYEHHSI ONPEACISIeTCs] KaueCTBOM
MOJITOTOBKH TTOBEPXHOCTH MPOBOJIOKH W BOJIOKH,
MapKoil cIjiaBa, MOABEPracMOro BOJOYEHHIO,
TUIIOM NPUMEHSAEMON TEXHOJIOTUYECKON CMa3KHy,
CKOpOCTBIO BosioueHHsA. Onpenenuts Ko3dhdhum-
€HT TPEHUsI B MMPOMBIIIJICHHBIX YCIOBHSX JOCTa-
TOYHO MPOOJIIEMATHYHO, OJJHAKO B UCCIICJOBAHU-
sx [8, 31] axkcnepuMEHTaNbHO YCTAaHOBIEHO, YTO
€ro BEJIMYMHA MOKET NMPUHUMATh 3HAYCHHS OT
0,01 mo 0,15.

[MapameTpsl ouara nedopMalid ¥ MeXaHU-
YecKHe CBOiicTBa 00padaThiBaeMOW IPOBOJIOKH
OTIPEIEIIIOT HANpPsDKEHUE BOJIOYEHHUS, KOTOPOE
OyZneT BO3HHKATh NPHU MPOTATHBAHUU 3arOTOBKH
4yepe3 BOJOKY. s ompezaeneHus HampsHKEHUS
BOJIOYCHHUS HMEETCS HECKOoiIbko Qopmyn [15],
OJTHAKO TOJBKO HEKOTOpBIE W3 HUX YYHUTHIBAIOT
TAKOM BaKHBIH IJIS1 SHEPTOCHIIOBBIX IapamMeTpoB
MOKa3areb, KaK YroJl BOJIOKH.

s onpezneneHuss HaPSHKCHUS! BOJOYCHHUS,
Ha Hall B3TJIsI, HanOoJee aJieKBaTHON SIBIISIETCS
¢dopmyna Képbepa u Diixunrepa [§]

. =0r [A+0) Inp; +0,77tga], ®)

GBOJ'I

rac or — Cpe,Z[HI/Iﬁ npeacia TCKyUCeCTH MCTaJlJIa B
1

ouare Jieopmanumy;

8= f/tgo. — cpennumii ko>bduLMEHT, yuu-
THIBAIOIIMH yCJIOBUSI TPEHUsI B odare nedopma-
M.

B mporiecce BosoueHUs B pe3yibTaTe XOJI0.I-
HOM macThyeckoi aedopmanmu oOpadaTbiBae-
MBIH cIiaB ynpounsercs [8, 33], T. e. BpeMeHHOe
CONPOTUBIICHUE PAa3pbIBy Gy U Mpeaen TeKyde-

ctu o7 (G, ,) Bo3pacTaroT. OIHAKO 3aBHCHUMO-
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CTH, N0 KOTOPBIM HM3MEHSIOTCSI 3TH IOKa3aTely,
JUI KaXZIOro CIUIaBa MHIMBHUIyaldbHBI. Takxke Ha
W3MEHEHHE TMPOYHOCTHBIX CBOWCTB B IpolEcce
BOJIOUEHHSI OKa3bIBAIOT BIUSHHE M TaKHUE TEXHO-
JIOTMYECKHE TapaMeTphl Mporecca, Kak CKOPOCTb
BOJIOUEHHMS, MapUIPYT BOJIOUEHHS, paboduii yrou
Bosioku [8]. KpuBble ympodHEHHUs CTPOATCS II0
pe3yipTaTaM 3KCIIEPUMEHTANbHBIX HCCIEI0Ba-
Hu# [33]. Annpokcumanus 3THX KPUBBIX IO3BO-
JIeT TOJYYUTh 3aBHCHUMOCTH BpPEMEHHOIO CO-

HOPOTUTBJICHUS Pa3pblBy Gp U Ipejena TeKyde-
cti ot (0o, ) OT crenenu aedopmaruu (puc. 3).

B Tabn. 1 mpuBeneHsl 3aBUCUMOCTH yIPOY-
HEHMS A1 HEKOTOPBIX CIUIABOB, MOJBEPraeMbIX
BOJIOUEHHIO.

Hanpsokenue BosioueHHs SIBISIETCS] TOKa3a-
TeJeM, KOTOPBIi He TOJIBKO ONpeessieT YCHIIUe U
MOIITHOCTh BOJIOYEHHUS, HO U TIO3BOJISIET OICHUTh
CTaOMIIBHOCTB TIPOIIECCa, T. €. BEPOATHOCTh 00-
pBIBa MEPEIHEro TIHYIIEro KOHLA MPOBOJIOKU
MpU TPOTATHBAHUM €€ 4epe3 CyKarolleecs OT-
BEPCTHE BOJIOKH.

1000

os =497.6+5.0¢
R2=10,98

800

os,002, MIIa
(=3
(=]
(=]

200

Koadduuument 3anaca npoyHOCTH Y OLECHH-

BAeTCsl COOTHOILICHHEM BPEMEHHOTO COIPOTHBIIC-

HUS pa3pbIBY MPOBOJIOKH HA BBIXOJIE U3 i -if BOJIO-

KU Gp K HalpsHKEHUIO BOJIOYEHUS, BO3HUKAIO-
1

IeMy B HEW:

. (©6)

Koaddumment 3anaca npounoctu st 6e3-
OOpBIBHOTO BOJIOYECHHS JODKEH OBITh HE MEHee
1,5 [8].

Jns ompeneneHust ycuius BOJIOYEHHS HEOO-
XOJIMMO 3HATh HANPSHKCHUE BOJIOYSHUS U IDIOIMIAIb
CCUCHUS IIPOBOJIOKH Ha BBIXOJIE U3 i -i BOJIOKH:

F=F: Ogon, - (7

Pe3ynbraTel pacdyera SHEprocHUIOBBIX Iapa-
METPOB TpoLecca BOJOYCHHUS IOJKHBI YAOBIIE-
TBOPSITH TPEM OCHOBHBIM yCIIOBHSIM:

vi2lvils B <[R] W, <[],
rae [y;] — momycTUMBIi 3amac NPOYHOCTH IS

AAHHOT'O TUIIOPA3MEpPa NPOBOJIOKHU;

ooz =194.5 + 15,7¢ - 0,12

R2=0.99

50 60 70 80 90

£.%

Puc. 3. KpuBble ynpoyHeHus HuKens mapku HIMN2 npyu BonoyeHum
Fig. 3. Hardening curves for nickel grade NP2 during drawing

Tabnuua 1

3aBucumocTu ynpo4yHeHUs AnsA HeKOTOpbIX CnyfiaBoB

Table 1

Hardening dependencies for some alloys

Mapka craBa

op = f(¢)

Or1(0,2) = f(&)

HII2 (aukens)

op =497,6+5,0¢

o, =194,5+15,7e - 0,1¢>

CBAS (amroMUHHEBBIH CILIAB)

op =92,36+0,53¢

0o, =61,61+2,676—0,01¢

10 (cTanb)

op =322,27+8,35e - 0,058

G, =224,86+10,80 —0,08¢>

70 (cTanp)

o =1023,3+7,86¢

Oy, =661,81+10,71¢
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Tabnuua 2
Pacuet pexxnMmoB BOJIOYEeHUA AnA noslydyeHUs npoBOJIOKM AnaMeTpom 1,80 MM
13 3aroToBKu AnameTpom 4,94 mm
Table 2
Calculation of drawing modes for obtaining a wire with a diameter of 1.80 mm
from a billet with a diameter of 4.94 mm
HcxoaHble JaHHbBIE
JrameTp 3aroToBKH, MM 4,94
JlnameTp roroBoi MpOBOJIOKH, MM 1,80
Bpemennoe conpoTuBieHue pa3priBy 3arotosku, MIla 469
[Ipenen Tekydectu 3arotosku, Mlla 174
Pe3yJabTarhl pacuera

Howmep npoxona 1 2 3 4 5 6 7
MapuipyT BoJ0OYEHUS 4,30 3,70 3,20 2,80 2,40 2,10 1,80
Crenens equHNYHON nedopmarmu €, % | 24,23 | 2596 | 2520 | 23,44 | 26,53 | 23,44 | 26,53
Cymmaphas creneb 1eQopmatn gqy,, % | 2423 | 43,90 | 58,04 | 67.87 | 76,40 | 81,93 | 86,72
Koad¢uruent BRITSOKKH [ 1,32 1,35 1,34 1,31 1,36 1,31 1,36
CymMapHast BBITSDKKA oy, 7,53
Bpemennoe conpoTUBIEHUE pa3phIBY

619 717 788 837 880 907 931
oy, Mlla
[penen teky4ectn o ,, MIla 514 689 767 797 808 808 802
[Tomyyron Bomoku o, © 4 4 4 4 4 4 4
[Tonyyron Bonoku o , pan 0,067 | 0,067 | 0,067 | 0,067 | 0,067 | 0,067 | 0,067
Koadpunment Tpenns f 0,05 | 0,05 | 0,05 | 0,05 | 0,05 | 0,05 | 0,05
Hanpsoxenue Bosouenua o, , Mlla 188 354 415 413 483 426 484
Koaddunnent 3anacay 3,3 2,0 1,9 2,0 1,8 2,1 1,9
IInomans ceuenus F MM’ 14,51 | 10,75 8,04 6,15 4,52 3,46 2,54
Vcunue Bonouenus P, H 2730 | 3802 | 3333 | 2541 2185 1476 1232
CkopocTh BoJioueHus V', M/MUH 20 27 36 47 64 84 114
MorHOCTE, TOTpedIIIeMast 3EKTPOIBH- 0.91 171 2.01 2.00 234 2.06 2.34
rarensmu W , kBT

[P] — nmomycTuMOE YCHIME BOJOYEHHsS I10

MacropTy CTaHa,

[W;] — MOIIHOCTB JBUTaTeseH, yCTAaHOBIIECH-

HBIX Ha CTaHe.

[Ipumep pacuera SHEPrOCUIOBBIX NapameT-
POB BOJIOYEHHUS TPOBOJIOKH auamerpoM 1,80 mm
u3 Hukens HII2, BBITTOJIHEHHBIH IO TMPEACTaB-
JICHHOW METOJMKE, TPUBE/ICH B Ta0II. 2.

JKCIepUMeHTAILHOE ONpeeIeHHe

JHEProCUJIOBBIX IAPaMETPOB NpoLecca

BOJIOYEHNS] MPOBOJOKH B MOHOJIUTHBIX

BOJIOKAX

Jna mpoBeneHus: SKCIIEPUMEHTANbHBIX HC-
CJIEZIOBAaHUN IIpoliecca BOJIOYEHUs IPOBOJIOKU
ObUI CPOEKTUPOBaH U M3roToBieH [21] mabopa-
TOPHBIM ~ aBTOMATU3UPOBAaHHBIA  TPEXKpPATHBIN
NpPSIMOTOYHBIN CTaH C CHCTEMOW cOOpa JaHHBIX
(puc. 4). TpexkpaTHOE UCIIOJHEHUE CTaHa B MOJ-

HOW Mepe OTpakaeT MPUHIIUITEI MHOTOKPATHOTO
MpoIiecca BOJIOYCHHUS, TaK KaK €CTh BOBMOXXHOCTh
aQHATM3UPOBATh TIPOIECCHI HA TEPBOM, TOCTE-
HEM U IPOMEXKYTOUHOM OapabaHe.

Ha xaxmom BOIOYMIIBHOM OIJIOKE pacrola-
raroTCs M3MEPUTENh HATSKCHMsI, MBUIBHHUIIA C
YCTAHOBJICHHOW B HEHl BOJIOKOW W TAHYIIMHA Oa-
paban muametpom 400 mm (puc. 5). Ilockonbky
CTaH IpeHa3HaueH I IpoBeIeHus T1abopaTop-
HBIX HAyYHO-HCCIIEOBATENCKUX pPadoOT, CKO-
POCTh BOJIOUEHHS Obljla OTpaHMYCHA BEIUUMHOU
1 M/c. JIns mpuBoma TAHYIIMX OapaOaHOB HC-
MOJIE3YIOTCSI MOTOP-PEIYKTOPHI, B COCTaB KaXKIO-
IO W3 KOTOPBIX BXOAHWT ACHHXPOHHBIA 3IIEKTPO-
JBUTaTENb MOIIHOCTBIO 2,2 KBT M peaykTop ¢
nepeaaToyHbsIM 9uciioM 25,23, MpUIbHUIA TIpe-
CTaBJIsAET COOOH OTCEK JJId TEXHOJIOTMYECKOM
CMa3KH, 4Yepe3 KOTOPHI MPOBOJIOKA TOCTYIAET B
BOJIOKY, KOTOpasl YCTaHAaBIMBAaeTCS B BOJOKO-
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BOTOTHIBHBIH
Grok Nel

oTnaromasn GHIypKa

BOTOTHIBHBIH
Gmok No2

BOTOTHIBHBIH
Omok Ne3

mxad
yIpaRIeHHA

YIIpaBTIeHHA

™

Puc. 4. JlTabopaTopHbI aBTOMaTU3MPOBaHHbIA BONIOYUIIbHbIN CTaH
Fig. 4. Laboratory automated drawing machine

PEAYKTOP

IIPOBOIOKA-3aI0TOBKA

MELTEHHIIA C
BOIOKOEPAEATETICM

SICKTPOIBHI ATEIE

KOJIbLIEBOH

TEH3IOOATHHK

BOTOTHITBHEIH
(TaymHH) GapabaH

Puc. 5. Cxema Bono4eHus NpoBOJIOKM Ha NPSAMOTOYHOM JTabopaTOPHOM CTaHe
Fig. 5. Scheme of wire drawing on a direct-flow laboratory mill

Jepxartenb. Bonoka B mpoliecce BOJIOUCHHS aa-
BUT Ha KOJBIICBON TEH30/aTYHK, YTO MO3BOJICT
W3MeEpATh ycuiue BojoueHus. [IpexenbHoe a0-
nmyctumoe ycunue s mmeperms — 9800 H.
MBUIBHHIIA CKOHCTPYHUPOBaHA TaK, YTO MOXKET
OTKJIOHSTBCSI IO TOPU3OHTATM BBEPX M BHU3. DTO
MO3BOJISICT MPOBOJIOKE HA BBIXOJE M3 MBLUILHUIIBI
HE M3ru0aThCsi MPU HAMATHIBAHUM HA TSHYIUHA
OapabaH.

CkopocTh BpallleHHs TsAHyIIEro OapabaHa
peryaupyercsl onepaTopoM B PyYHOM WM aBTO-
MaTHYECKOM DPEXHUME C TyJIbTa YNPaBICHHS C
YYETOM TOKa3aHWH MHKPEMEHTAIBLHOTO DHKOJE-
pa, yCTAaHOBJICHHOTO Ha Baiy jaBurarens. Ha miu-
IIEBOM TMAHENHU MyJIbTa PACTONaraeTcs CCHCOPHBII
MOHHUTOP JUII OTOOPaXKCHUS MapaMeTPOB MpPO-
1ecca, a IMEHHO CKOPOCTh BOJIOYEHUS, YCHITHE
BOJIOUCHHSI M TPOTUBOHATsDKeHMs. WHpopmarus
MO W3MEpSACMbIM BEIMYMHAM IIPEJICTABISETCS B
TabJIMYHOM BHUJE M B BuJe rpadukos. [lomumo

9KpaHa Ha IyJIbTE€ paClOJIaraloTCd OCHOBHBIC
KHOIIKM W pbIYard YIpaBJICHUS, a TaKKe CHUT-
HaJbHBIE JIAMITBI U JIaMIIBI cocTossHui. CTaH mpe-
JycMaTpuBaeT py4yHOH (IpU KOTOPOM CKOPOCTh
BOJIOYEHHUSI BO BCE MOMEHTHI BPEMEHHU PETYINpPY-
€TCS OmepaTopoM) W aBTOMATUYECKUH PEeKUM
BojoueHus. CUCTEMOW aBTOMAaTH3alUM Mpery-
CMOTPEH 3aIIPABOYHBIN PEKUM, KOIAa BOJIOUECHHE
OCYILIECTBJISICTCS. HAa TIOHMXKEHHOH CKOPOCTH.
KoucTpykiueit crana nmpeaycMOTpeHbl AIEMEHTH
3alIUThl M 0€30MaCHOCTH Pa3IMYHOTO POja: Me-
TAJTMYECKHE OTPAKACHUS BOJOYIIBHBIX Oapa-
0aHOB C KOHTaKTHBIMHU JATYHNKAMH, PbIYard aBa-
PpUMHON OCTaHOBKM CTaHA HA KaXKJIOM BOJIOUMJIb-
HOM OJIOKe, KHOTIIKA aBapUITHOTO TOPMOXKEHUS Ha
TUIICBOW TAHEN! IyJIbTa yIpaBieHus. 1exHude-
CKasg peayu3alisi CUCTEMbI YIPaBIEHHUS CTaHOM
BKIIOUaeT B cels ciemyroliee 000pyaOBaHUE:
MPOTrpaMMUPYEMBIN JIOTUUECKUN KOHTPOJUIEp H
BEKTOPHBIN ITPpeoOpa3oBaTellb YacTOTHI IPOU3BO/I-
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Tabnuua 3
PacueTHble u JKCnepuMeHTanbHblIe YCUNUA BOJIOYeHUA NPOBOJIOKKU U3 cnnaBa HN2
Table 3
Calculated and experimental forces of drawing wire from alloy NP2
PacueTHOC OKCIepUMEHTAIBHOE o
JuameTp mpoBOJIOKH, MM Ommoxka, %
ycunue BojgoueHus, H ycunue BojoueHus, H

2,40 2185 1918-2274 <12

2,10 1476 1358-1536 <8

1,80 1232 1182-1285 <5

ctBa kommannun OBEH, xompneBsie u S-o6pas-
HBbIE TEH30JaTYUKH, UPPOBBIE HNHKPEMEHTAIb-
HBIE PHKOJIEPHI.

[IpeoOpazoBaTens yacToThl paboTaeT mo aji-
TOPUTMY BEKTOPHOT'O YIPABIEHUS U TO3BOJISIET
OpraHU30BaTh CUCTEMY MOJYWHEHHOTO pPeryiu-
pPOBaHHSA CKOPOCTH ACHHXPOHHOTO JBHTaTeNs.
Jns ocymiectBieHus: oOpaTHOW CBSI3UM MO KOH-
TPOJIUPYEMOIl BEeTUYMHE HCIOJIb3YyeTCsl HUdpo-
BOM ONTUYECKUN 3HKOJEP, YCTAHOBJEHHBIM Ha
Bany nasurarens. IIporpammupyemslii jnorude-
CKU{ KOHTpOJUIEp OOBEAUHSAET TPHU ABUTATENA C
WX CUCTEMaMH YIPAaBICHHS MO CKOPOCTH U, y4H-
TBIBasi BCE B3aMMOBIHSIOIIUE (HAKTOPHI, OCYyIIE-
CTBJISIET YIIpaBJICHWE 10 BEJIWYMHE MPOTHBOHA-
TSOKEHHUSL.

KonTponp 3a TeXHOTOTHYECKUM MPOLIECCOM
OCYIIECTBISIETCS MOCPEACTBOM CHELHATIU3UPO-
BAaHHOT'O MPOrpaMMHOro obecriedeHus [34].

Jiga mpoBepKH aAeKBAaTHOCTH pPE3YJIbTaTOB
pacueToB yCHIIUS BOJOYEHUS N0 METOIMKE, MPH-
BEJICHHOH BBIIIE, M CPABHEHUS MX C U3MEPEHHBI-
MH TEH30JaTYMKaM{ aBTOMAaTU3MPOBAaHHOW CHC-
TeMOH cOopa AaHHBIX, KOTOPOW OCHAIIeH J1abo-
paTopHBIA BOJIOUWJIBHBIA CTaH, ObLT IMpOBElEH
3KCIIEpUMEHT. BosoueHne npoBoIOKU ¢ U3Mepe-
HUEM YCWIHS BOJIOYEHHUS OCYILECTBIISUIOCH II0
MapipyTy
2,80—26:33% oo 40 BM% 5 10_265% g,

PacyetHble U 3KCHEpUMEHTAIbHBIE PE3YIib-
TaThI IPEJICTaBIICHBI B Ta0MI. 3.

[Ipu ompeneneHnn ycuiusi BOJIOYEHHS JKC-
NEPUMEHTAILHO 3HAYEHUs KOJEOJIOTCS B Ompe-
JeneHHoM auarna3one. OOBSCHHTH 3TO MOXKHO
TEM, YTO B IPOIIECCE BOJIOUEHUS U3MEHSIETCS KO-
3 HULMEHT TPEeHUSI B 3aBUCUMOCTH OT HIEPOXO-
BaTOCTH IOBEPXHOCTH IPOBOJIOKH-3aTOTOBKH,
3axBaTa M MOCTYIUICHUS] TEXHOJIOTMYECKON cMa3-
K1 B BOJOKy. Ommbka B 5-12 %, momyueHHast
MIPU CPaBHEHHMU HSKCIEPUMEHTAIBHBIX M pacyerT-
HBIX 3HAYCHUUN YCWJINS BOJIOYEHUS, MOXKET CUH-
TaThCsl JOIYCTHMOM IpPH BBINOJHEHUH OIIEHOY-

HBIX PacdeToOB YHEPrOCHIOBBIX TApaMETPOB MPO-
11ecca BOJIOYCHHS.

3akioueHue

Pa3paborana meroamka pacuera 3HEPTrOCH-
JIOBBIX IMapaMeTpoB IPoIlecca BOJIOYCHHUS B MO-
HOJIUTHBIX BOJIOKAX HA MPSMOTOYHBIX BOJOYMIIb-
HBIX MaimuHax. [IpemiokeHHas MeToIMKa pacye-
Ta YCHJIUS BOJIOYCHHS IIPOBOJIOKH IIO3BOJISIET
YYHUTHIBATh YIIPOYHEHHE TPU XOJOIHOW TIACTH-
gyeckoll nedopmaru 00pabaThBAEMOTo CIUIABA,
napaMerpbl ouara jaedopManiy Mpd MOHOJIHT-
HOM BOJIOYCHHH, 2 UMEHHO CTeleHb aedopma-
MY, pabOYMii MTOTYYyTOJl BOJIOKH, TPEHUE Ha KOH-
TaKTe «MeTajll — BOJIOKay. OIpeneieHue CKopo-
CTH BOJIOYCHHS OCYIIECTBISETCS W3 OCOOCHHO-
CTel mpolecca BOJIOUYEHHUS Ha CTaHaxX IMPsIMOTOY-
HOTO THUIIA, T. €. MOBBIIICHHE CKOPOCTH BOJIOYE-
HHUS OT MPOX0Jia K MPOXOIY OCYIIECTBIISICTCSA Ha
BEIMYMHY KOA(PPUIIUEHTA BBITSHKKA B 3TOM IIPO-
xojie. MOIIHOCTh, MOTpeOIsieMas IEKTPOIBUTa-
TEIAMHM KXKIOTO TsHyIIero OapabaHa, ompee-
JISIETCS YCUIIMEM BOJIOYEHUS W JIMHEHHON CKOpO-
CTHIO BOJIOYEHHS B JAHHOM IPOXOJie. DKCIEepH-
MEHTaJIbHAsl IMPOBEPKa METOJUKU OIPEICIICHUS
YCHIIUSL BOJIOUEHUS, MIPOBEJCHHAS HA aBTOMATH-
3MPOBAHHOM JIADOPATOPHOM BOJIOUMIJIBHOM CTa-
He, MoKasaja ee aJeKBaTHOCTh. Olnbka Mexmy
pacyeTHBIMM W 3KCIHCPUMEHTAJIBHBIMUA 3HaYe-
HUSMH YCWJIMS BOJIOUEHMS HE mpeBblmana 12 %,
YTO JOIYCTUMO IPU BBIOJHCHHH OIIEHOYHBIX
pacyeToB SHEProCHJIOBBIX MAapaMeTPOB Ipolecca
BOJIOYEHUS TIPOBOJIOKH.

[IpennoxxeHHass METOIUKA pacdera SHEPTro-
CWJIOBBIX IapaMeTpOB MpoIlecca BOJOUYESHHS TPO-
BOJIOKA B MOHOJHMTHBIX BOJIOKaX Ha CTaHax Mps-
MOTOYHOI'O THITa MOYKET OBITh IOJIC3HA MPHU aHa-
JIU3¢ U KOPPEKTUPOBKE NCHCTBYIOIIMX MapIIpy-
TOB BOJIOYCHHUS IMPOBOJIOKHU, OICHKE S(PPEeKTHB-
HOCTH HCIOJB30BAHMUS BOJOYMILHBEIX MAIIHH,
Mpu BEIOOpE W MPOCKTHPOBAHWW HOBOTO BOJO-
YUIILHOTO O0OPYJIOBaHHA, pa3pabOTKe TEXHOJO-
TUH U3TOTOBJICHUS MTPOBOJIOKH.
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