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Annomayus. KpyTon3orHyThIE OTBOJBI MPEICTABISIOT CO00M COSNMMHUTENBHBIE JIETANN, IPUMEHse-
MBI€ B TPyOOINPOBOAAX Pa3lINYHOTO HA3HAYEHUS ISl U3MEHEHHs HalpaBJieHUS TPyOOIIpoBoja, I CO3/a-
HHUA OOIIOJHUTCIBHOI'O OTBCTBJIICHUA OT OCHOBHOM MarucTpaiu pr6onp030z1a, IJIA4 UBMEHCHUA JUuaMeTpa
TpyOompoBoOaa U T. 1., U IIUPOKO MPUMEHSIOTCS B IPOMBIIUIEHHOCTH. B TaHHOH cTaThe paccMaTpuBaeTCs
MOJICTIMPOBaHKE Mpoliecca NPOTHKKK Yepe3 poroodpasHelil cepaeuHuk B mporpamme QForm 2D/3D. 3aro-
TOBKa W UHCTPYMCHT JII MOACITUPOBAHUA TCXHOJIOTUYCCKUX onepaunﬁ ObLIN CO3daHbl B IIporpamMme
Kommac-3D. Ilo pe3ynbTataM MOAETHPOBAHUS OBUTH OIpEAETeHBl TEXHOJIOTHYECKHE MapaMeTphl, M0 KOTO-
PBIM B JaJIbHEHIIEM OblIa IIPOM3BE/ICHA OIBITHAS IPOTKKA. 3aMep MapaMeTpoB TOTOBBIX M3IEIHH TOKa3all,
YTO Pe3yJbTaThl MOACIMPOBAHNS OKa3aJINCh OUCHb OJM3KM K pe3ysbTaTaM ONBITHOW NPOTSDKKH. Takxke ObLIo
MIOKa3aHO BH3YaJbHOE COOTBETCTBHE PEANbHBIX OTBOJOB MX TPEXMEPHBIM MoJeisM. IloirydeHHbIE OTBOIbBI
TIPU3HAHBI TOJHBIMH, MOJHOCTHIO YIOBICTBOPSIOMIMMH TPEOOBAaHUAM TEXHHUYECKUX ycioBuil. Takum oOpa-
30M, MIOKa3aHO, YTO NPHMEHEHHE MPOrpaMMHOro KoMmiuiekca QForm Ha mpeanpusaTusix, mpou3BOIIIUX KpPY-
TOU3OTHYTBHIE OTBOJIBI, LIEJIECOO0PA3HO U TIO3BOJIMT COKPATUTEH CPOK BBOJA B ITPOM3BOACTBO HOBOT'O U3/CTIHAL.
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Abstract. Elbows are fittings used in pipelines for various purposes to change the direction of the pipe-
line, to create an additional branch from the main pipeline, to change the diameter of the pipeline, etc.
And are widely used in industry. This article discusses the modeling of the process of drawing through
a horn-shaped core in the QForm 2D/3D program. The workpiece and the tool for modeling technological
operations were created in the Compass-3D program. According to the simulation results, technological
parameters were determined, according to which an experimental broach was subsequently carried out.
The measurement of the parameters of finished products showed that the simulation results were very close
to the results of experimental broaching. The visual correspondence of real branches to their three-
dimensional models was also shown. The resulting bends are recognized as fit, fully satisfying the require-
ments of the technical specifications. Thus, it is shown that the use of the QForm software package at enter-
prises producing steeply curved bends is expedient and will reduce the time it takes to put a new product
into production.
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Metal forming. Technology and equipment of metal forming

Beenenue

B pasanuHBIX OTpaciasx MPOMBIIUIEHHOCTH
(xummueckol, HedrenepepabaThiBaroleii, aBua-
[IUOHHOM, a9pOKOCMHYECKON U Psijie APYTUX) IPU
M3rOTOBJICHUH TPYOOIPOBOAHBIX CUCTEM IIUPOKO
MIPUMEHSIOTCS KPYTOM30THYTHIE TOJICTOCTEHHBIE
OTBOABI (TATPyOKH) M3 KOPPO3ZHMOHHOCTOUKHMX
cTayiel, KOHCTPYKLIIMOHHBIX YTJIIEPOJUCTBIX Kade-
CTBEHHBIX CTajJel, TUTAHOBBIX M ATFOMHUHUEBBIX
CILTIaBOB.

KpyTonsornyteie oTBOABI — 3TO COEOUHH-
TEJIbHBIC JETalld, MPUMEHsSIEMbIE B TPYOOIpPOBO-
JlaX pa3TUYHOTO HAa3HAYeHUA JJI U3MEHEHHUs Ha-
npaBJeHus: TpyOONpoBoIa, A CO3/JaHHsI JIOTIO-
HUTEIBHOTO OTBETBJIEHUS OT OCHOBHOM Marucr-
panu TpyOoOIpoBOJa, Uil W3MEHEHHS JUaMeTpa
TpyOompoBoa u T. 1.

B ocHOBHOM JneTamum MMEOT JUAMETPHI OT
57 no 530 MM, TONIIUHBI CTEHOK BapbUPYIOTCS
ot 3 o 22 mmM [1-3].

OCHOBHBIM WHCTPYMEHTOM JJISI U3TOTOBIIE-
HUS OTBOJOB MPOTSDKKOW SIBISIETCS yBEIIHYH-
BAIONIUUCS TI0 THaMETPy POrooOpas3HBIil cep-
neynuk (puc. 1). Cepaednuk paboTaeT B TsKe-
JBIX YCIOBUSX, IMOABEPTasCh JUIUTEILHOMY BO3-
JEHCTBHIO BBICOKMX Temreparyp u cui. Croi-
KOCTh CEpJCYHHKA OKa3bIBacT OOJIBIIOE BIIHS-
HUE Ha KayeCTBO IMOJYYaeMBIX OTBOJIOB U TPO-
W3BOAUTEIBHOCTh Iponecca. Ecnmu B mponecce
JUTUTEJILHOM 3KCIUTyaTalldd POroo0pa3HbId cep-
JNEYHUK TIOTepseT TpeOyeMyl KpUBH3HY (Kak
3TO OBIBa€T HA MPAKTHUKE), TO MOIyIaeMbIe OT-
BOJIBI OyIyT WMETh OTKJIOHEHHUS IO pPaguycy
ruba. [loaToMy MaTepuan cepleYHHKa JTOJHKCH
0051a71aTh BBICOKOH IPOYHOCTHIO U MTOBBIIIEHHOM
CTOMKOCTBIO, YTO 3HAYUTEIHHO YBEIMYHUBACT
€ro CTOMMOCTb.

[IpoTsikKy KpyTOM3OTHYTHIX OTBOJOB OCY-
MIECTBIISAIOT Ha CIEIUATBHBIX TOPU30HTAIBHO-
THUAPABINYECKUX Tpeccax (puc. 2).
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Puc. 1. Paamephbl poroo6pasHbIX cepAeYHUKOB AN NPOTSHKKA OTBOAOB paauycom ruba R- = 1,5Dy
Fig. 1. Dimensions of horn-shaped cores for pulling bends with bending radius R-=1,5D,
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Puc. 2. Cxema npoTsxHOro npouecca Ans NPoTsXKU KPYTOU3OrHYThbIX OTBOAOB
Fig. 2. Scheme of the broaching process for drawing curved bends
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HarpeB 3aroToBoK OCyIIECTBIISICTCS B ra3o-
Boil meun wnm ¢ nomompio TBY (puc. 3). Ha
CX0Jie C POroodpa3HoOro ceplievHruKa OTBOBI I1a-
JAIOT Ha KOHBEWEp TOj COOCTBEHHBIM BECOM.
HenpepeiBHOCTS mpomecca MO3BOJSIET 3HAYHU-
TEJIbHO YIYYIINTh KaueCTBO OTBOJOB, CHU3UTH
OTXOJIbl TPYO W TOBBICUTH MPOU3BOJAUTENHLHOCTD
B 1,5-2 pa3za 3a cuer MOBBIIIEHUS JOIU MalIUH-
Horo BpeMeHu 10 90 %.

ITocne n3roToBNEHNsT OTBOJBI MTOIBEPTAIOTCA
kanuOpoBke. Ha puc. 4 mpencrasieH npecc ruf-
paBIMYeCKUd UIi 0ObEMHOH INpaBKH W Kaluo-
poBku oTBomOB [10-837 st kKaqIuOpPOBKU OTBO-
JIOB C IHAMETPOM 110 426 MM.

IIpu ropsuell OPOTSHKKE KPYTOM3OTHYTHIX
OTBOJIOB B CJy4ae 3arpy3Kd LITYYHBIX TPYOHBIX
3aroTOBOK MHOTIJIAa OBIBAalOT OTXOJbI (pHC. 5), KO-
TOpble 00pa3yloTCsl BCIEACTBHE TOTO, YTO IIPO-
HCXOAUT CMSTUE U pa3pblB TOPLOB TPYOHBIX 3a-
TOTOBOK, a Takke 00pa30BaHHE TaK Ha3bIBAEMBIX
KO3BIpbKOB. Kpome Toro, orxomsl 00pa3yroTcs
M3-32 HEKPaTHOCTU TPyO MHpHU pPacKpoe HX Ha
MEpHBIE 3aTOTOBKH.

B nmanHOW paboTe OCYIIECTBISICTCS MOJIEITH-
poBaHue mpoliecca MPOTKKU yepe3 poroodpas-
HBI cepaeyHMK B cpene QForm, MOCKOIbKYy 3Ta
oIepanys SABISETCS OCHOBHOW U 00JaaeT psaoM
0COOCHHOCTEH: YBEIIMUCHUE THaMETPa 3arOTOBKH

-

Puc. 3. MNpoTtsixka KpyTOnsorHyToro otsoga ¢ nomoubio TBY
Fig. 3. Drawing a bent branch with induction heating

Puc. 4. Kanu6poBoyHbIi ctaH MO-837
Fig. 4. Calibration mill PO-837
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Puc. 5. OTxoAbl, nony4YyeHHble BCneacTBMe CMATUS, ropupoBaHus

nepBOM 3aroToBKW, C NOCIEAYOLWUM HacrloeHeM BTOPOI 3aroToBK1

Fig. 5. Waste resulting from crushing, corrugating the first workpiece,
followed by layering the second workpiece

B mporiecce AeGopMaIiu, 4TO TMOBBIIIAET BEPO-
SATHOCTH 00pa3oBaHUs A€(PEKTOB BILIOTH JI0 pas-
pBIBa 3arOTOBKHU; CKOJBKEHHE 3arOTOBKU 10 HH-
CTPYMEHTY, YTO TaKXKE MOXXET CTaTh MPUYHHON
JeeKTOB Ha TIOBEPXHOCTH 3arO0TOBKH; MPOTaII-
KHWBaHHE BJIOJIb CEPACYHHMKA 3arOTOBKH 3arOTOB-
KOH, YTO MOXET TMPHUBECTH K JcGopMaIii KOH-
TaKTHPYIONIUX TOPIIOB 3arOTOBOK.

[Iporpamma QForm xopomio 3apeKOMeHII0-
Baya ceOs MpY MPOCKTUPOBAHUH PA3TIMYHBIX TPO-
[1eCCoB 00pabOTKH METAIIOB AaBleHueM [4-9].

Lens MomenupoBaHUs: OIpeJelicHHE Tapa-
METPOB TIPOIIECCca U3TOTOBICHHS OTBOJA KPYTOH-
3oraytoro 426x 10 MM u3 TpyOHOW 3aroTOBKH
377 x 12 mm, crans — 0912C.

MogaeanpoBaHue

[Tockonpky B mpolecce MPOTSHKKU TOJKA-
Tenb TIpecca HEMOCPEACTBEHHO BO3JIEHCTBYET
JUIIb Ha KPalHIOKO 3aTOTOBKY, a T€, B CBOIO OYe-
penp, Ipyr Ha apyra, TO IEPBOHAYANBHO AJISl MO-

JeNupoBaHus ObLIM BBIOpaHBI caM porooOpas-
HBII CepJEYHHUK M JIBE€ 3aroToBKHU (puc. 6). Ilpu
3TOM BTOpasi 3aroToBKa (Ha puc. 6 pacHoiokeHa
JieBee) BBICTYIAJIa B POJIM MHCTPYMEHTA.

bruto mpoBeneHo MoenupoBaHue mpolecca
MPOTSKKK C Pa3HBIMH 3HAUYCHUSMHU HaydalbHOMN
TeMmeparypel 3arotoBkn — 800, 850, 900 wu
950 °C.

PesynpraTel MOAETUPOBAHUS MPOTSKKU TPU
HadanbHOW TeMneparype 3arotoBku 800 u 850 °C
OKa3aJIUCh OJWHAKOBBIMHU — COIIPOTHBIICHUE Jie-
(dbopManuu MeTasia 3ar0TOBKH OKa3aJloCh CIIHII-
KOM OOJIBIIBIM, YTO TIPUBENIO K OCTAHOBKE 3aro-
TOBKH M CMATHUIO €€ 3aJHET0 KOHIA (CM. puc. 6).
[MosTOMYy OBUIO TPHHATO pPEUICHHUE TOBTOPUTH
MozenupoBanue s temmepatypsl 850 °C, npu
3TOM YCTaHOBHTBH TEMIIEpaTypy porooOpa3HOro
cepaeunuka B 200 °C a1 MEHBIIETO OXJIAXKICHU
3aroTOBKH, a TAaK)K€ HCIOJIh30BaTh TOJIKAIOILYIO
3aroTOBKY C TOH K€ TeMIIepaTypoil 1 YMEHbBIIINUTh
CKOPOCTh Ipecca MPOTSHKKH.

Puc. 6. Mogenb npoTsxku
Fig. 6. Broach model
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IIpouecc AEHCTBUTENBHO MOIIEN, U 3arOTOBKA
MEJJICHHO IPOXOAWa 4epe3 MHCTPYMEHT, HO II0-
CKOJIbKY 3aroToBKa Oblia HarpeTa jmiib 10 850 °C,
TUIACTHYHOCTH METaJlIa OKa3aJIoCh HEJ0CTaTOYHO,
YTO MPHUBEJIO K PA3pPbIBY 3ar0TOBKH (puC. 7).

Ha ocHOBaHMUW TOMYYEeHHBIX JAHHBIX OMBIT-
HBIX TIPOTSDKEK OBLTM CJHIeNaHbl COOTBETCTBYIO-
LIMe BBIBOABI, U MOJEIMPOBAHUE TpoLEcca Mpo-
TSOKKH Ul TeMIeparyp 3arotoBkd ao 950 wu

900 °C, mpoBOIMIOCE CO CKOPOCTBIO MPOTSHKKH
150 mm/c u ycunmmem 155 MH, a cam mpomecc
nedopMaly MOJCIUpoBaics 0e3 ydera Terlio-
BBIX IpOIECcCOB (puc. 8).

Ha puc. 9 u 10 mokazaHsl pe3ynbTaThl MOJE-
JUPOBaHMS Tpolecca NPOTHKKU. Kak BHIHO,
MPOTSHKKA MPOIJIa MPaKTUYECKH YCIEIIHO, KPo-
Me HeOOJBIIOro 3aBEPThIBAHMS Kpasi, YTO HE SIB-
nsiercst mpoOIeMol, UCXOIs M3 TOTO, YTO 3aro-

Puc. 7. Pa3pbiB 3arotoBku
Fig. 7. Rupture of the workpiece

Puc. 8. MogenupoBaHue npouecca NpoTsXXKU Npu HavyanbHOM TemnepaType 3arotoBku 950 °C
Fig. 8. Simulation of the broach process at an initial billet temperature of 950 °C

Puc. 9. FoTOBbIN KPYTOU3OrHYThIN OTBOA
Fig. 9. Finished bend

Puc. 10. TopueBoe ceyeHne rotoBoro orsoaa
Fig. 10. End section of the finished bend

BecTtHuk KOYplY. Cepus «<Metannyprus».
2023. T. 23, Ne 3. C. 59-67

63



O6paboTka meTannoB gaBneHneM. TeXHONOrMM N MalunHblI 06pPaboTKN faBrneHueM
Metal forming. Technology and equipment of metal forming

TOBKa OblJJa HM3HAYaJbHO BBHIOpaHa C 3amacoM
CTPOUTENILHON JIMHBI B 5—6 % | 3TOT Kpail oT-
Boja Oy/leT OTpe3aH He B yIIepO CTPOMTEIbHON

W3NS COOTBETCTBYET FE€OMETPUN YepTexKa.
Ha BTOopom »3Tame ObIO HCClIEZOBaHO Ha-
npsHKEHHO-Ie(POPMUPOBAHHOE COCTOSIHHAE 3aro-

JUIMHE TOTOBOro wms3nenus. B wutore reoMeTpus
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Puc. 13. NloToBbLIM OTBOA NO 3a4aHHOW TEXHONOIMMu,
obpazeu 3

Fig. 13. Ready branch according to a given technology,

sample 3

Puc. 14. Nl'oToBbLIM OTBOA NO 3a4aHHON TEXHONOrMu,
obpazew 2

Fig. 14. Ready branch according to a given technology,

sample 2

Puc. 15. l'oTOoBbLIM OTBOA NO 3a4aHHOM TEXHONOrMM,
obpasey 1
Fig. 15. Ready branch according to a given technology,
sample 1

W3 puc. 11 u 12 BUAHO, YTO MaKcHUMaIbHAS
WHTEHCUBHOCTh HAIIPSDKEHUN B 3arOTOBKE paB-
Ha 129 MlIla (cm. puc. 11) u ono ObuIO Ha
BHYTpPEHHEM paJyce MpOTATHBaeMOro OTBOAA.
W3 puc. 11 u 12 BUAHO, YTO cambIM OOJIBIIAM
HaINpsOKEHUSIM  TIOJIBEP’KEHbl MMEHHO BHYTPEH-
HUM U BHEIIHMA JAWaMETphl OTBOJA, a 3HAYMT,
3/eCh HamOoJiee BEPOSTHO BO3HUKHOBEHHE Jie-
¢dextoB. Takxe, UCXOAS U3 TIOTYYSHHOTO OIIBITA,
MOKa3aHa BBICOKAs YyBCTBUTEIHHOCTH TIpOIlecca
K TeMIlepaType MeTajia OTBO/a.

Ha ocHoBanWM NaHHBIX, MOJNyYEHHBIX B pe-
3yJbTaTe KOMIBIOTEPHOTO MOJCITUPOBAHUS, OBI-
U ONpeJiesieHbl TEXHOJOTHYECKHEe IapameTpsl
MPOM3BOJCTBA KPYTOM3OTHYTOTO CEpJIEYHHKA, B
COOTBETCTBUM C KOTOPHIMH TPOBEICHA OIBITHAS
MPOTSKKA HA TPEX 3arOTOBKAX, U MOJYYEHBI TOJI-
HbIe OTBOJBI (puc. 13—15).

Ha puc. 15 BugHO, 94TO TpH MIEPBON MPOTSIK-
K€ OTBO/I TIOTHOCTHIO COOTBETCTBOBAJ F€OMETPHUHU
TIOJTy9MBIIETOCS OTBOJ[A B KOMITBIOTEPHOM MOJIE-
nupoBanuu (cM. puc. 9). Ha puc. 13—15 BugabI
JeQeKThl Ha TOpIax OTBOJIOB, aHAJIOTHYHBIE TIO-
JYYEHHBIM MPU MOJCITUPOBAHUH.

3akii0ueHue

[lo uroram pabOTBI MOXKHO CZENaTh BBIBOJ O
TOM, YTO MPUMEHEHHE MPOTPaMMHOIO KOMILIEKCa
QForm Ha npeanpusITHsX, MPOU3BOISIIIX KPYTOH-
30THYTHIE OTBOJIBI TPYOOIPOBO/IA, MIPEACTABIISIETCS
BeChbMa I1e71€CO00pa3HbIM, ITOCKOJBKY TIO3BOJIHT
COKpaTUTh CPOK BBOJIAa B TPOHM3BOJICTBO HOBOTO
W3/ICNUSI, COKPATUTh W3ACPKKH Ha TPOHM3BOJCTBO
OIBITHOM TIAPTHUU U TOJITOHKY TEXHOJIOTHH, COKpa-
TUThH PACXO]] METaJIa ¥ TIOMOXET ONTUMHU3UPOBATH
MIPOW3BOICTBEHHBIN MPOLIECC MPEIIPHSTHSI.
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