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Annomayus. B nanHO# paboTe MpUBEIEH aHAIN3 IUIACTUYECKOI0 TEUSHUSI MaTepuaa, IpoBeIeHHbIN
Ha 6a3ze mporpammHoro komiiekta QForm 3D c mensio onpeneneHus ONTHMAaIbHBIX T€OMETPUIECKUX Ma-
pamMeTpoB MHCTPYMEHTa. BBICOKHMII clipoc Ha NaTyHHYIO 3allOPHYIO apMaTypy BO3pacTaeT, YTO NMPHUBOAMT K
HEOOXOIUMOCTH TIOBBIIICHNS KayecTBa M 3KOHOMHUYHOCTH NPOM3BOJCTBA (B YACTHOCTU CHIKCHHME MeETal-
JIOEMKOCTH ToTypadpukaToB). B 1aHHOW cTaThe paccCMOTPEHBI CXEMBI Topsiueil 00bEMHOM MTaAMIOBKH Ja-
TYHHBIX KOPITyCOB IIAPOBBIX KPAHOB JUIS KPEIUICHUS KOpITyca MIEKTPONpUBoaa. B mpouecce onbITHOToO oc-
BOCHUSI OBIJT BBISIBIICH 32KUM (CONPUKOCHOBEHHE MIIOCKOCTEH 3arOTOBKH) Ha TOPLE TTOKOBKH, BCKPBIBIIHH-
cs1 Tocyie MexaHn4eckol o0paboTku. [laHHBIN nedeKT sBIsSeTCs OKOHYATENbHBIM OpakoM, YTO NPHBENIO K
HEOOXOANMOCTH NPOBEJCHUSI MOJCIMPOBaHUS B IporpaMMHOM Komiuiekce QForm 3D must ompenenenus
IIPUYHH €r0 MOSBICHUS U KOPPEKTUPOBKHU TexHONIoruu. CorinacHo pe3yabTaTaM MOICIHUPOBaHUSA 00pa3oBa-
HHUE 32)KUMa MPOMCXOINT IPH YTOHCHHUH IOsACKAa MaTepuaa, IBIKYIIEroCcs HaBCTPEdy BEpXHEMY ITyaHCO-
Hy, 9YTO IPUBOJUT K €0 OCTHIBAHMIO U IOBHIMIEHHUIO Mpeaena NMpoyHocTH. JlanpHelmas negopmarus co-
MIPOBO’KAAETCS TPOHUKHOBEHUEM OCTBIBILETO U O0JIee IPOYHOI0 MOSACKA JIATYHHU B TEJO 3aTOTOBKHU. /laHHbIE
MOJICIMPOBAHUS MTO3BOJIIN CKOPPEKTHPOBATH T€OMETPHUI0 HHCTPYMEHTA (YBEJIMYUTEH THAMETP ITyaHCOHA),
YTO TO3BOJIMJIO B TIporecce (HOPMHUPOBAHUS MOKOBKM 00ECHEYUTh HIMPOKHUI MOSICOK MEXAY BHYTPEHHEH
MOJIOCTHI0 MaTPUIIBI U HAPY>KHBIM TUAMETPOM ITyaHCOHA, MIO3BOJIUBIIMKA COXPAHUTH TEMIIEPATYPY 3ar0TOB-
ku. PaBHOMEpHOE pacipeneneHie TeMIepaTypsl O3BOJISIET COXPAHUTh H30TPOIHMIO MEXAHNYECKHUX CBOICTB
IO TEeJIy 3aroTOBKM M OOECHEYHTh YCTOWYMBYIO IUIACTHUYECKYIO AedopManuio 0e3 TOSBICHHS 3a)KMMa.
OmnpeneneHsl LeNy U 3aa4i AadbHEHIIEr0 HUCCIEJOBaHUS MPOLECCa, CBA3aHHbIE C ONPEAEICHUEM COOTHO-
HIEHUI F€OMETPUUECKUX MapaMeTPOB HHCTPYMEHTA Al COCTABICHUS PEKOMEHJAIMHA K KOHCTPYUPOBAaHUIO
ocHacTkH. [ImaHupyercs mpoBeaeHne GU3NUECKOTO SKCIEPUMEHTA U CPAaBHUTEIBHBIM aHAIN3 C Pe3yibTa-
TaMU MOJICTTUPOBAHUS B KOHEYHO-3JIEMEHTHBIX IAKETaX, YTO MO3BOJHUT YCTAaHOBUTH COOTBETCTBUE MEXKIY
(U3MYECKOI U MATEMATHYECKON MOJIEIISIMH.
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Abstract. This paper presents an analysis of the plastic flow of the material, carried out on the basis
of the QForm 3D software package in order to determine the optimal geometric parameters of the tool.
The high demand for brass valves is increasing, which leads to the need to improve the quality and efficien-
cy of production (in particular, reducing the metal consumption of semi-finished products). This article dis-
cusses the schemes of hot forging of brass bodies of ball valves for fastening the body of the electric drive.
In the process of pilot development, a clamp (contact of the workpiece planes) was revealed at the end of
the forging, which opened after machining. This defect is the final marriage, which led to the need for simu-
lation in the QForm 3D software package to determine the causes of its occurrence and adjust the technolo-
gy. According to the simulation results, the formation of a clamp occurs when the belt of material moving
towards the upper punch is thinned, which leads to its cooling and an increase in the tensile strength. Fur-
ther deformation is accompanied by the penetration of a cooled and more durable brass band into the body
of the workpiece. Simulation data made it possible to correct the geometry of the tool (increase the diameter
of the punch), which made it possible to provide a wide belt between the internal cavity of the die and
the outer diameter of the punch during the formation of the forging, which made it possible to maintain
the temperature of the workpiece. Uniform temperature distribution allows maintaining the isotropy of me-
chanical properties over the workpiece body and ensuring stable plastic deformation without the appearance
of a clamp. The goals and objectives of further research of the process are determined, related to the deter-
mination of the ratios of the geometric parameters of the tool for making recommendations for the design of
the tooling. It is planned to conduct a physical experiment and a comparative analysis with the results
of modeling in finite element packages, which will make it possible to establish a correspondence between

the physical and mathematical models.
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Beenenue

C pa3BUTHEM COBPEMEHHOTO apMarypo-
CTPOCHUS Ha PBIHKE TOSBIIIOCH MHOXXECTBO pe-
LIEHUH JJ1s1 KOHTPOJIS U PEryJIUpOBaHUs IOTOKOB
JKUJKOCTEH (CETH TOPSYETro M XOJIOAHOTO BOJIO-
cHaOxenus) [1, 2]. OcHOBHOM 3ajaueli JaHHBIX
pelieHuil SBISETCS BO3MOXKHOCTH JTUCTAHLUOH-
HOTO YIPABJICHUS IPUBOJIAMH ILIAPOBOTO KpaHa ¢
LENBI0  3a0JIATOBPEMEHHOTO TIEPEKPBITUS  MPH
HaJUYUHA MPOTEUYEK BOJBI B CHCTEMax BOJIOCHAO-
xkeHus. JlaHHas cucrema ocHamaercs OJIOKOM
VIPaBJICHUS], JaTIUKAMU TPOTEYKHA BOJBI W IIa-
POBBIM KpaHOM C 3JIeKTponpuBogoM. [Ipu moma-
JIaHUW BJIArd Ha 3JEKTPOAbl AATUYMKA MOAAETCA
CUTHaJd Ha OJOK yHpaBIeHHWS W OTIPABISETCS

KOMaH/a Ha 3aKpbITHE KianaHa kpaHa. [ yka-
3aHHBIX 3a7ad TpeOyercss ocobas KOHCTPYKITHSI
KOpITyca MIapoBOro KpaHa, obecreynBaromast
BO3MO>KHOCTb YCTaHOBKH 3JI€KTponpuBoaa [3-9].
B kauectBe mpumepa MpHBEIEH ICKU3 KOpIyca
KpaHa Ha puc. 1.

Kopnyc omnuuaercs oT CTaHIApTHOTO HaIH-
YHEM IUPOKOr0 OCHOBAHMS AJsl KPEIUICHUS IIPH-
BOJa. DTO MPUBOAMUT K YBEITUYEHHIO MacChl HC-
XOJHOW 3aroTOBKM M 3HAYUTENBHO 3aTPyAHSAET
MIPOIIECC 3allOIHEHUS MOJIO0CTH mTamMna. [Ipu mpo-
BEJICHUU OIBITHO-CEPUITHOM IITaMIIOBKH KOpITyca
DNI15 nmnst snektponpuBoja ObLT BBISIBIECH Opak,
3aKJIIOYAIONINicd B HAIMYMH 3aKMMa Ha TOpLE
KOpITyca, BCKPBIBIIUMCS MOCIIE MEXaHUYECKON
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Puc. 1. Ackus kopnyca kpaHa DN20 nop yctaHoBKY
aneKkTponpuBoAa
Fig. 1. Sketch of the valve body DN20 for the installation
of an electric drive

00pabOTKM M TPHUBEANIMHA K OKOHYATEIHHOMY
Opaky nonygadpukara [10—12].

OCHOBHBIMH 33J]auaMH MIPU MPOBEJCHUU pa-
00T sIBJISICTCS BBISBJICHHE TPHYMH 00pa30BaHHS
Opaka, TpOBeJCHHE KOHEYHO-3JIEMEHTHOTO MO-
JETUPOBaHUS M JalbHEHIas pa3paboTka MeTo-
JIMKH JJIs1 OTIPE/ICIICHUSI COOTHOIIICHUN U 3aBHCH-
MocTell 1eopMHUPYIOIIEr0 MHCTPYMEHTa B Iie-
JSIX MCKITIOYEHUsT 00pa30BaHMs 3a)KMMa 3aroTOB-
KM B TPOIECCE IITAMIOBKH JJII BO3MOXXHOCTH
MPOU3BOJICTBA KAYECTBEHHBIX MOJTy(hadpUKaToB
0e3 yBeJIMYCHUs MPHITYCKa TOJ MEXaHHIECKYIO
00paboTKy.

MeToabl
Jns peanuzanuu yKa3aHHBIX LIETIEH U IMPO-
BEACHUS HCCIECIOBAaHMS BOCIIOJNb3YEMCS IIPO-

7

rpammebiM aketoM QForm 3D (;aboparopust
kadeapsr [ITUMOM/J], HUY IOVYpI'Y), peanu-
3YIOIIMM METOJ KOHEUYHBIX 3JIEMEHTOB (nanee
MKD). MopaenupoBanne NpPOBOJMIA Ha Mare-
puane JIC60-2 I'OCT 15527-2004 [13—-15], Tem-

nepatrypa 3arotoBku — 760 °C. Temnepartypa
mraMioBod ocHacTku npuHsaTa 400 °C. Ycmosus
KOHTaKTHOTO TPEHHs 3aJaHbl IOCPEACTBOM

CMa3KW JUIsl TOpsSYeid 0ObEMHON IITAMITIOBKM Ha
ocHOBe Tpaduta W Bombel. McxomHas cxema
IITAMITIOBKY CO CTYIEHYATHIM ITyaHCOHOM IpPHBE-
JleHa Ha puc. 2.

C 1enpio UCKITIOYEHUS 3aKuMa Oblila Tpej-
JIOKeHa cxeMma Aedopmanuu ¢ TIaJKUM IyaHCo-
HOM (puc. 3a) W IyaHCOHOM C IIHPOKOH CTYy-
neHbKoi (puc. 3b). O0o3HaueHHe NO3UIHNK aHa-
JIOTUYHO CO CXeMOU Ha puc. 2.

Puc. 2. Cxema WITaMNoOBKA CO CTyNeHYaTbIM NyaHCOHOM:
1 — BepxHUI AecOpMUPYIOLLUIA MYaHCOH; 2- nofymaTpu-
ua; 3 — ucxoaHas 3aroToBKa; 4 — WUTaMNoOBaHHasi NOKOBKA;
5 — HUXKHUI NyaHCOH; 6 — BbITankuBaTenb
Fig. 2. Scheme of stamping with a stepped punch: 1 — upper
deforming punch; 2 — semi-matrix; 3 — original workpiece;
4 — stamped forging; 5 — lower punch; 6 — ejector
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Puc. 3. MNpeanoxeHHble cxeMbl LWUTAMMNOBKU: a — FMaAKUA NyaHCOH; b — nyaHCOH ¢ MakcuManbHO AonycTUMoOMn
LUMPUHON CTYNEHbKKN
Fig. 3. Proposed stamping schemes: a — smooth punch; b — punch with the maximum allowable step width

Jlns O1leHKH XapakTepa U BeTHMYHHBI 3aKUMa
Ha TOpLE pacTOYeHHOro mnonydadpukata wHc-
MOJIb30BATI  METAJIIOTpaUUECKUil MHBEPTHPO-
BaHHBIN Mukpockon Anstamu MET 1T.

PesyabTaThl
ITocne mTamMnoBKU OMNBITHOM MapTHUU 3aro-
TOBOK JI€TaJIH KOPIIYC pa3pe3au Ha dJIEKTPO3PO-

3MOHHOM cTaHke. Pe3 mpowusBenu mnepreHauKy-
JISIPHO TUTOCKOCTH 32)KUMa, B MECTe, TJIe OH BHU3Y-
anpHO Oornee paznuunM. DoTO 3a)kUMa Ha TOpIIE
KopITyca IpuBeieHo Ha puc. 4. KpacHbIM 11BETOM
BBIJIETICHO MECTO MaKCHMAIBHOTO «PaCCIOCHHSDY
MaTepuaa.

W3 o6pasua Ha hoTorpaduu Bhiiie ObLT MO-
TOTOBJICH MUKpoLLIH}. BusyanbHblii 0cCMOTp Ha

Puc. 4. N306paxeHue pa3pe3aHHOro Kkopnyca anektponpmeoga
Fig. 4. Image of the cut body of the electric drive

Puc. 5. ®otorpachun mukpownuca c onTuYecKkoro MMKpockona: a — BUA B MecTe nonepevyHoro paspesa 3arotoBKu;
b — NpomMeXyTo4HbIN y4acTOK C pa3BUTbIM pacCcrioeHUeM MaTepuarna; C — y4acTOK MIIOTHOrO npureraHvusi crnoes
(6e3 Mukpockona TpyaHopasnm4nm)
Fig. 5. Photographs of a microsection from an optical microscope: a — view at the site of a cross section of
the workpiece; b — intermediate section with a developed material delamination; ¢ — area of tight fit of the layers
(it is difficult to distinguish without a microscope)
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a)

b)

Puc. 6 PesynbTatbl MogenupoBaHusa oopmMoo6pa3oBaHMA NOKOBOK: a — rNaAKUiM NyaHCOH;
b — WMpokui cTtyneH4yaTbIi NyaHCOH
Fig. 6 Simulation results of forging shaping: a — smooth punch; b — wide stepped punch

ONTUYECKOM MHUKPOCKOIIE TOKa3bIBaeT, YTO 3a-
JKUM c(OPMHUPOBAH MPAKTHYESCKH MO BCEMY JUa-
METPY KOpIyca M CXOIUT Ha HET MPUMEPHO Ha
YETBEPTH OKPYKHOCTHU (pHC. 5).

PesynbTarhl MpoBEIEHHOTO MOJEITHPOBAHUS
Ha 6a3e QForm mpexacraBnens! Ha puc. 6.

Oo6cy:knenne
Ha ocHoBaHWm mpenocTaBIeHHBIX JaHHBIX
OYEBHHO, YTO Haunboiiee OnarompusTHAs cxeMa

nedopmanum — ¢ MUPOKUM CTYNEHYATHIM ITyaH-
COHOM. PaccMOTpUM M MpoaHaTH3UPyeM MOMEHT
oOpMIICHHUS 3a)KMMa B MOJIOCTH IITAMIIA B CIY-
Yae [ITAMIIOBKH TJIAJKUM MTyaHCOHOM. B kauect-
BE WUIIOCTPALIMK BOCTIONB3YEMCsl N300parkeHHs-
mu 3 QForm 3D (puc. 7).

CornacHo pesyiabTaTaM MOJICIUPOBAHUS B
Havajie mpoiiecca aehopmaiuu (CM. puc. 7a), Ipu
JIBIOKCHUM BEPXHErO MyaHCOHA TEUCHHE BEPXHE-
ro Kpas 1e)OpMUPYEMOl 3arOTOBKH MPOUCKOIUT

c)

d)

Puc. 7. 3Tanbl 3anonHeHUsA Wwramna npy cxeme Harpy)xeHus ¢ rnagkMM nyaHCOHOM
Fig. 7. Stages of filling the stamp in the loading scheme with a smooth punch
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HaBCTpeUy [BIDKEHUIO ITyaHCOHa M BEPXHSSA
YacTh 3arOTOBKM HAYHMHAET YTOHATHCS (32 CUET
OTpaHMYEHHS] HAPYXHOTO JHaMeTpa IOJIOCThIO
Mmatpuibl). [lanee ciiexyer Hayano 3amoHEHUS
OCHOBAHUS IO/ JIIEKTPONPHUBOJA W YYacTKa C
BOCHBMHUIPaHHUKOM (cM. puc. 7b). Bropoii 3tan
3aIM0JIHEHHS Tak)Ke XapakTepeH TeM, 4TO Bepx-
HSIS 9acTh MATPHUIBI MPAKTUYECKH O(OopMIICHA
¥ TIOCTEIIEHHO MPOWCXOIUT JallbHEeHIIee yTo-
HEHHEe TO05CKa 3aTOTOBKM Ha BEPXHEM ITyaHCOHE.
Ha tperpem mrare mpormecca aedopMHUpoOBaHUS
MIPOJI0IDKaeTCsl 0(hOPMIICHHE OCHOBAHHS KOPITyca
W 3allojIHEHNe BOChMUTpaHHUKa. [Ipu 3Tom TeMm-
neparypa TMOsCKa, HaXOJIIErocs Ha BEpXHEM
myaHcoHe, majgaer Oomee yem Ha 100 rpamycos,
YTO MPUBOJUT K JIOKATHHOMY YBEIHUYCHHIO Ipe-
Jiena MPOYHOCTH. 3a CUeT MOBBIMIEHUS Tpeserna
MIPOYHOCTH TOHKOTO IOSICKa W MOCTYMAaTeIbHOTO
JIBUKCHHS ITyaHCOHA MPOUCXOIUT aedopmarnms
OCHOBHOTO TeJla 3aTOTOBKH 3aTBEpPAEBIIUM IOS-
ckoM. BerencTBue 3TOro Ha TpEThEM IIIare Hadu-
HaeTcs (QopmupoBaHHMe 3axuMa (BBIIEICHO Ha
puc. 7¢ 4yepHBIM KpykkoM). Ha deTBepToMm miare
MIPOAOJKAETCS] MHTEHCUBHOE TEUYEHHE JIATYHU B
OCHOBaHHE KOpITyca, a TaKXKe 3alOJHEHHE BOCh-

c)

MUTpaHHUKA. 3aKUM CTaHOBUTCS SPKO BBIpa-
JKEHHBIM U TPoJIojbkaeT odopmienne. KpacHsie
TOYKH Ha puc. 7¢, d UACHTUOUIUPYIOT KOHTAKT
3aroTOBKH caMoi ¢ coOoi. Hanmuuue naHHOTO
neekTa IPUCYTCTBYET U Ha IMOKOBKAX OIMBITHOW
MapTUH ITaMIIOBKH.

3aKMM Ha 3aroTOBKE NPU MOJCIMPOBAHHUH
obpa3yercss paBHOMEPHBI M OCECHMMETPHYHBIH,
a Ha KOpITyCe IOCIIe ONBITHON INTAMIIOBKH YXO-
JUT B TIpejesiaX 4eTBEPTH OKPYKHOCTHU (B HEKO-
TOPBIX CIIyYasx 3aKUM 00pa3yercss Ha MPHUITYCKe
M B JaJbHEHIIEM YaCTHYHO CTAYHUBACTCS). ITO
CBSI3aHO TIPEKIE BCETO C TOYHOCTHIO TO3UIHO-
HUPOBAHUS 3arOTOBKH B MOJIOCTH ITamma. B yc-
JIOBUSIX MOJCIUPOBAHUS 3aJlaHbl UICaTbHEBIE yC-
JIOBWsI, KOTJAa 3aroToBka aOCONOTHO COOCHA
BEPXHEMY ITyaHCOHY, YTO HEJJOCTHXKHMO B peaib-
HBIX YCIIOBUSX.

PaccmoTpuM mporecc mMITaMIOBKH C IIHPO-
KOH CTYICHBIO MMyaHCOHa (puc. 8).

B cimyyae mopenupoBaHus mporiecca IITaM-
MOBKM IIMPOKUM CTYNCHYATHIM ITyaHCOHOM
(mmamerp myaHCOHa MPHUOIU3UTEIHHO PaBEH Ha-
PYXKHOMY AHaMeTpy KopIlyca KpaHa) Ipolecc
MpOoTeKaeT ¢ OoJiee PaBHOMEPHBIM pacIpejiene-

Puc. 8. 9Tanbl 3anonHeHUs WITamMna Npu CXeme HarpyXeHusi ¢ LUIUPOKUM NYyaHCOHOM
Fig. 8. Stages of filling the die with a loading scheme with a wide punch
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HUEM TeMIlepaTypbl B Telle TOKOBKHU. llepBas
CTaus MPOTEKAeT aHaJOTMYHO C YTOHEHUEM 3a-
TOTOBKH, JBIXKYIICHCS HABCTPEUy BEPXHEMY IIy-
ancony. OIHaKO B JaHHOM Cjy4ae IMOJXOJaKu-
BaHWE MPOUCXOJIUT MEHEee MHTEHCHUBHO, TaK Kak
TOJIIIMHA KOJIBIIEBOM YacTH 3aroTOBKH Tropasjio
mupe u cocrariser ot 3,89 go 4,5 mm. Ha BTO-
poM »dTame AedopMmanmu MaTepuan Bce Oolee
WHTEHCHBHO TEUYET HABCTpEUy BEpXHEMY ITyaH-
COHY, HAYMHAET 0oJiee SIPKO BHIPAXKCHHO 0(OpM-
JATHCS BOCBMUTPAaHHUK M OCHOBaHHE KOpITyca.
Tperuii 3Tam XapakTepeH TeM, YTO 3aroTOBKa
JIOCTUTAaeT CTYIICHH BEPXHErO MyaHCOHA M IPO-
JOJDKAETCS UHTCHCHBHOE TEYCHUE JIATYHU B IIO-
JocTh ocHOBaHMA. Ha derBepTom sTame odopm-
JIIeTCS BOCHBMHUTPAHHUK, M CIUIAB TIEPETEKaeT B
IIOJIOCThL OCHOBaHMS, YTO Hamboyiee cXoxke ¢ 60-
KOBBIM IPECCOBAHUEM.

Ha ocHoBanmm mpeiCTaBIEHHBIX JaHHBIX
MOJKHO CHI€JIaTh BBIBOJ, YTO IS KaYE€CTBEHHOIO
3aIOJIHCHUS TI0JI0CTH IITaMITa ITPH JaHHOH cXeme
IIacTdeckor nedopManuu HeoOXOAnMMO obec-
MEYUTh HAMOOJIBIIYIO TOJIIHMHY MaTepuajia Ha
BEPXHEM ITyaHCOHE U COXPAHCHHUs TeMIIepaTy-
peL. [Ipn ymeHbIIeHUN CTEHKH e OpMUPYEMOTO
MaTepranga MPOUCXOAUT OBICTPOE «ITOJIXOJaKH-
BaHHE» U YBEJIMYCHHE MpEJesia MPOYHOCTH, YTO
MPUBOJUT K 3aIITAMIIOBKE, TO €CTh HAJIOKEHHUIO
HapyXHBIX MMOBEPXHOCTEH npyr Ha npyra. JlaH-
HbIC MOJICIUPOBAHUS TOATBEPIKIAAOTCS IKCIIC-
PUMEHTAJIBHBIMU JaHHBIMH KaK IPH OIBITHOU
mramrnoBke (20 mIT.), TaK W Ha OMNBITHO-
npomeinuieHHo# (4000 mT.). Creyer OTMETHTS,
YTO 3aXKHM PaclpeiesicH M0 TOPIly HEpaBHOMEDP-
HO ¥ HAa HEKOTOPHIX y4acTKaX OTCYTCTBYET, YTO
CBSI3aHO C TOYHOCTHIO TIO3MIIMOHUPOBAHUS 3aro-
TOBKH B TOJIOCTH IlTamiia. BBUAY HEBO3MOXKHO-
CTH MO3UIIMOHUPOBAHUS 3arOTOBKH C TOYHOCTHIO
1o 0,01-0,02 MM Ha araMeTp HEOOXOIMMO Mak-
CHUMaJIbHOE YBEJIMYCHHME CTeHKHW. JlaHHOe pele-

HHE TIO3BOJIACT 0€3 yBEIMUYCHHS MPHIyCKa Ha
00pabaThiBaEMyI0 TTOBEPXHOCTh HCKIIOYUThH BbI-
Mmyck Opaka W peann3oBarh HauboJiee OJaronpu-
STHYIO CXEMY TUIaCTUYECKOM aeOpMAaIliH.

B mpomomxkenue paboOThl ClieayeT ompese-
JUTh TEOMETPUYECKUE 3aBUCHUMOCTU JIe(hOpMH-
PYIOIIET0 MHCTPYMEHTa Ui pealu3aldd BO3-
MOXKHOCTH €ro pacueTa Ha IPYyrHe THIIOpa3Me-
pBI, ONpENeTUTh KOH(MUTYpAIMU 3arOTOBOK.
Ilnanupyercs npoBeeHUE MTAMIOBKH OINBITHO-
HPOMBIIIJIEHHBIX MApTUil U POBEPKH PabOTO-
CMOCOOHOCTH TEOMETPUHM WHCTPYMEHTA W TMOJ-
TBEPIKACHUS PE3YIHTATOB MOCTHPOBAHNS.

BriBoabI

B xozxe mpoBeneHus nccienoBaHUN MpoLec-
ca MTaMIOBKH KOpIyca KpaHa IO/ AJIEKTPOIpH-
BoJ OblIa mpeasiokeHa cxema aedopmanuu c
IIMPOKUM ITyaHCOHOM C IIEJIbI0 YBEIMYECHHUS [ie-
(hopmHpyeMoro mosicka Uit YMEHbBIICHHST CTeTle-
HU ero oxyaxiaeHus. [Ipu sToM naHHas cxema
HITAMIIOBKA HE TpeOyeT YBEIMYCHHMS MPHITyCcKa
Mmarepuaina. PaccMorpen MexaHu3M oOpa3oBaHUs
3a)KMMa Ha TOpIle KopIlyca KpaHa, 00yCIIOBJIEH-
HBI{ MOBBILICHUEM IIpeesia IPOYHOCTH B CBSI3H C
YMEHBIICHUEM TEMIIEpaTyphl Tejla 3aroTOBKH.
IIpoBeneHa OIBITHO-CEpHIHAS INTAMIIOBKA CO
CTYIECHYAaThIM ITyaHCOHOM, IIPOM3BEICHA PacToy-
Ka U BbIABIEH Opak. Ha mabopaTopHoii 6ase ka-
dhenpel [TMMOMI (HUY IOVpI'Y) 6bL10 peanu-
30BaHO MOJICITUPOBAHUE TPOIECCa HITAMIIOBKHU C
MIMPOKUM, TJIaJKUM M CTYNEHYAThIM IIyaHCOHOM
B nporpaMMHoM Komiuiekce QForm 3D. Ilpo-
aHATM3UPOBAH XapaKTep TeueHWs MaTephaia B
nojoctu mrammna. CHopMyTUpOBaHbl OCHOBHBIC
LeNd ¥ 3312494 JAIBHEHIIEero OnpeneseHus Teo-
METPUYECKUX 3aBHCUMOCTEH MJIsi COCTaBJICHUS
PEKOMEHIAIMK K KOHCTPYHPOBAHHUIO IITaMIIO-
BOM OCHACTKM M omnpeAeNieHus KOH(UTypauuu
MOKOBKH.
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