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Annomayua. B craTbe NpuBENEHBI PE3yJbTAThl MCCIEAOBAHUS HAIPSHKEHHO-IE(OPMUPOBAHHOTO H
TEeMITEpaTypHO-CKOPOCTHOTO COCTOSIHUM ciiaBa AMr6 npu cBoOoaHOH ocazke. UNCICHHbBIE SKCIIEPUMEHTHI
ocanku obpasmos auamerpoM 15,0; 20,0; 25,0 u 30,0 MM Ha mTockux Oo¥Kax mpoBeneHbI B makete QForm.
B xonme skcmepMMEHTANIBHBIX HCCICHOBAHUHA BapbUPOBAIUCH cKopocTh ocanku — 0,1; 0,5; 1 u 5 mm/c
u Temreparypa 3arotoBku — 20, 130, 260 u 390 °C. Pe3ynpTaThl UCCIeIOBaHUIN MMOKA3alIM, 9YTO OOKOBAS
MOBEPXHOCTh 00pa3lia sBJISIETCS 30HOI MaKkCHMalbHBIX CPEIHUX HANpsDKeHUH, a nepudepus KOHTAKTHOM
MOBEPXHOCTH 00pasma ¢ OOHKOM — 30HON MUHHUMAJIBHBIX CPEJHHMX HAIPSHKCHWH MPU CBOOOJHOM Ocajke.
MakcumanbHbIe 3HaUeHHs MHTEHCUBHOCTH KacaTellbHbIX HANPSDKEHUH pacroiararoTcsi Ha nepudepun KoH-
TaKTHOW MOBEPXHOCTU oOpasia c OoiikoM. [TokazaTenp HanmpskeHHOTO cocTostHus 6/T, XapakTepu3yomuit
MUHHMAJIbHYIO IUIACTHYHOCTH 00pabaThIBAEMOTO MaTepHaja, MPH OCaJKe MaKCHMalbHbIE 3HAUYCHHS MpH-
HUMaeT Ha OOKOBOIl TpaHu 00pasla U ¢ U3MEHEHHEeM TeMIIepaTyphl HarpeBa He M3MEHSET CBOETrO MOJI0XKe-
Hus. [ToBeIeHne TemmepaTypsl 00pasia Mpy 0caaKe MPUBOAUT K CHIKEHHUIO CPETHUX HAIPSHKEHUH W WH-
TCHCUBHOCTH KacaTeJIbHbIX HAaNpsDKEHUH, HO 3aKOHOMEPHOCTH paclpeeNIeHUs] NX MaKCUMAaJIbHBIX 1 MUHH-
MaJIbHBIX 3HaYEHHH COXPAHSIOTCS IPH U3MEHEHHH TEeMIIEPaTyphl 00pasia. YBeIn4eHHe CKOPOCTH OCAIKH
¢ 0,1 mo 5 Mm/c pUBOAUT K He3HaYUTEIbHOMY, Ha 15-20 MIla, MOBBIIICHUIO HHTCHCUBHOCTH HAIpsDKe-
HUH. JleopManoHHBII pa3orpeB CyIIeCTBEHHO 3aBUCHUT OT CKOPOCTH OCAIKH M OT Ha4aJlbHOW TeMIlepary-
pBl 00pasiia. MakcHUMasbHbIH 1e(hOPMAIIMOHHBIA PAa30rpeB JOKATU3YETCS B ICHTPAIbHONW 4acTH 00pasia.
CKOpocTh eOpMALIMH IIPH 0CAZKE CO CKOPOCTBIO 5 MM/c He mpessimaet 1,1 ¢ '. Pacnpenenenue ckopo-
cTel nedopmMariuy 1o ceYeHuIo HepaBHOMEpHOeE. B mporiecce ocagku cHavana MakCUMaIbHbIE HAPSYKCHUS
BO3HHKAIOT B IIEHTPE 3arOTOBKH, 3aT€M BO3PACTAIOT U PACIPOCTPAHSIIOTCS [0 KOBOUHOMY Kpecty. IIpu cre-
nenu aedopmammu 6omnee 50 % MakcUMallbHBIE 3HAUEHUS TIEPEXOIAT Ha mepudepruro KOHTakTa obpasia ¢
OoifKaMH M OCTAIOTCSI TaM J0 3aBepIICHUs AeopMaIy. Y CUIHS OCaIKU B OONBIICH CTETIEHU OMPEIeIsIoT-
csl pa3MepoM 00paslia, TeMIepaTypoil ero HarpeBa, YIpOYHEHHEM B Ipoliecce XOJOAHOH nedopmannu u
HE3HAYHUTENLHO 3aBUCST OT CKOPOCTH OCAJIKH.

Knrwouegvie cnoea: csobonmHas ocanka, AMro, ckopocts aehopManuy, HarpsKeHHO-AehOpPMHUPO-
BaHHOE COCTOSIHUE, KOMIIBIOTEPHOE MOAEINPOBAHUE, YUCICHHBIN KCIIEPIMEHT
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Abstract. The article presents studies of the stress-strain and temperature-velocity states of the AMg6
alloy during free-die forging. Numerical experiments on free-die forging of samples with a diameter
of 15.0; 20.0; 25.0 and 30.0 mm were carried out in the QForm program. During the experimental studies,
the free-die forging speed was 0.1, 0.5, 1 and 5 mm/s and the workpiece temperature was 20, 130, 260 and
390 °C. The research results showed that the side surface of the sample is a zone of maximum average
stresses, and the periphery of the contact surface of the sample with the die is a zone of minimum average
stresses during free-die forging. The maximum values of the shear stress intensity are located at the periphery
of the contact surface of the sample with the die. The stress state indicator 6/T, which characterizes the mi-
nimum plasticity of the material being processed, during free-die forging takes on its maximum values on
the side face of the sample and does not change its position with a change in heating temperature. An in-
crease in the temperature of the sample during free-die forging leads to a decrease in the average stresses
and the intensity of the tangential stresses, but the patterns of distribution of their maximum and minimum
values remain unchanged when the temperature of the sample changes. Increasing the free-die forging
speed from 0.1 to 5 mm/s leads to a slight increase in stress intensity by 15-20 MPa. Deformation heating
significantly depends on the free-die forging speed and the initial temperature of the sample. The maximum
deformation heating is localized in the central part of the sample. The deformation rate during free-die for-
ging at a rate of 5 mm/s does not exceed 1.1 s™'. The distribution of strain rates over the cross section is
uneven. During the free-die forging process, first the maximum stresses arise in the center of the workpiece,
then they increase and spread along the forging cross. When the degree of deformation is more than 50 %,
the maximum values move to the periphery of the contact of the sample with the dies and remain there until
the deformation is completed. Free-die forging forces are largely determined by the size of the sample,
its heating temperature, hardening during cold deformation and slightly depend on the forging speed.
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Beenenne

IInactuueckas nmedopmanmsi SBISIETCS HE
TOIIBKO CHOCOOOM (POPMOM3MEHEHHS METAILIOB H
CITABOB, HO U UX CTPYKTYpO- U CBOWCTBOOOPA30-
BaHus [1-4]. [IpumeHeHrue XOJOIHOM MiIacTHYe-
CKOM nedopMariu 00ecreunBaeT CyInIeCTBEHHOE
YIPOYHEHHE CIUIABOB, YTO 3a4acTyiO SBJSETCS HE
TOJBKO OJHUM M3 3(Q()EKTHBHBIX CIIOCOOOB CYIIE-
CTBEHHOT'O TIOBBIIIICHUS MPOYHOCTHBIX CBOWCTB

CIUTaBOB, HO €IMHCTBEHHO BO3MOXKHBIM. K uncmiy
TaKHX CIUIaBOB OTHOCHTCA AMr6, KOTOpbIi He
CHOCOOCH YIPOYHATHCS MPHU TEPMHUUYECKON 00pa-
6otke [5]. CrmaB AMro6 — 310 MarHajiui BBICO-
KOHM MIaCTHYHOCTH, HO cpefaHel mpodHocTH. [lo-
3TOMY Ul JaHHBIX CIUTABOB B OCHOBHOM IIpHMe-
HSIOT TUIACTUYECKYIO Je(hOpMalrio U UCTIONb3Y-
IOT B HarapToBaHHOM (CTENeHb JeopMaIun
80 %) u mosyHarapToBaHHOM (CTEmeHb aedop-
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mamu 40 %) cocrosHusx [6]. B tex cmyuwasx,
Korga ot ciuiaBa AMr6 B COCTOSHUM IMOCTaBKU
TpeOYIOTCS BBICOKHE IUIACTUYECKHE CBOMCTBA,
€ro MOoJBEPraroT OTKHUrY [7].

lopsvas mactuyeckas aedopmanus conpo-
BOXKJIAETCSI IByMsI KOHKYPHUPYIOIIUMHU TIpoIiecca-
MU — YIIPOYHEHHEM, BBI3BAaHHBIM OOpa30BaHUEM
U HaKOIUICHWEM Je(eKTOB KPHCTAIUIMYECKOTO
CTPOEHMSI, U PasylIpOYHEHUEM, CBSI3aHHBIM C aH-
HUTWJISILMEN NHUCIOKalUMi TpU TEMIIEpaTypHOM
Bo3zeiictBun [8]. B orcyrcTBue da3oBeIx mepe-
XOJIOB Pa3ylpOYHEHHE B CIUIaBE NMPOMCXOIUT 3a
CYeT JAMHAMHUYECKOTO BO3BpPATa, MOJUTOHU3ALUU
U pexkpuctaumzanuu [9]. B HeKoTOphIX crutaBax
NIpH ONPEIENEHHBIX TEMIEPATyPHO-CKOPOCTHBIX
ycnoBusix aedopmanuu obecreuyuBaeTcsl JUHA-
MHUYecKoe OJIIOKMpOBaHWE CBOOOJHBIX TUCIIOKA-
LUH IPUMECHBIMUA aTOMAaMHU U BKIItoueHusimu [10],
YTO HNPUBOJUT K POCTY HANPSDKEHUS Ae(hOPMHUPO-
BaHUsA. JTOT 3(pPeKT Ha3bIBACTCA TUHAMHYCCKUM
nedopmaronssiM crapernueM (JJC). s Bo3-
aukHOBeHUs [IJIC HeoOXomuMbl ompeereHHbIe
TEMIIEPAaTypHO-CKOPOCTHbBIE YCIIOBHS, KOTOpBIE
3aBUCAT OT TEXHOJOTHYECKHUX MapaMeTpOB IMPO-
necca nedopmaruu [11].

CmaB AMr6 nocTaTo4Ho 4acTo UCCIeAyeT-
Csl TIPH Pas3iMYHBIX BUAAX O00pabOTKH METaIoB
nmasienueM [12-14]. Umerotcst paboThI, KOTOpBIS
ONMCBHIBAIOT €ro MOBEACHHWE INPH HHTEHCHBHOMN
acTuiyeckor nedopmarmu [15], accumerpuu-
Hoii mipokatke [16]. IIpu ropsiaeit mtactudeckoit
JeopMaliy 3a cYeT YMEHBIICHUS] CONPOTUBIIE-
HUsL  gedopMalMi  CYIIECTBEHHO CHIDKAIOTCS
SHEPTOCHJIOBBIE TapaMeTphl TmpormeccoB OMJ]
[17]. dns pacdera TeMnepaTypHoO-aedopMaon-
HBIX W SHEPTOCHIOBBIX HapaMmeTpoB 00pabOTKH
MaTepuaioB, B TOM 4YHCIE W aTIOMHUHHEBBIX
CIUIABOB, pa3padOTaHbl MaTEeMaTHYECKHE MOACIH
[18-21]. Ompenenennoe BHUMaHue OBLIO yaele-
HO W HCCIENOBAHUIO HAINpPsHKEHHO-IEPOPMUPO-
BaHHOTO COCTOSIHMS CIUIaBOB IIPH OCAaJIKE, KOBKE,
mramMnoBke, BojoueHun 1 PKVYII [22-25].

OnHako OTCYTCTBYIOT palOThHI, B KOTOPBIX
KOMIUIEKCHO TPOAaHAIN3UPOBAHBI HANPSKEHHO-
Ie(OpMUPOBAHHOE U TEMIIEPATYPHO-CKOPOCTHOE
cocTosiHMe cruaBa AMr6 mpu pasiuyHBIX TEXHO-
JIOTUUYECKUX TapameTpax cBoboquon ocamku. [Ipo-
Be/IeHHE TAaKOTO aHaJIM3a TMO3BOJIUT Jy4Ile MOHH-
MaTb OCOOEHHOCTH Ae(OPMALMOHHOTO TIOBEACHHS
cruiaBa AMr6 nipu cBOOOTHOM OCajKe U UCIIONIB30-
BaTh 3TH 3HaHWS TIPH BBIOOPE CIIOCOOOB 00pabOTKH
1 TIPOEKTHPOBAHHU PECYPCOCOEPETAIONINX PEKH-
MOB jedopMaliK U3IETHNA C PErjIaMeHTHPOBAH-
HBIM YPOBHEM 3KCILTYaTallHOHHBIX CBOWCTB.

Lenbto HacToAwIeH pabOTHI SABISETCS HCCIIe-
JIOBaHHE HAIPSLHKEHHO-1e()OPMUPOBAHHOTO U TEM-
TIepaTypPHO-CKOPOCTHOTO COCTOSIHUS cIlaBa AMr6
mpu cBOOOJHOM Ocagke B 3aBUCHMOCTH OT TE€M-
nepaTypbl HarpeBa M pa3mepa 3aroTOBKH IPH
Pa3IUIHON CKOPOCTH Je(POPMUPOBAHUSI.

Marepuajabl 1 METOAbI HCCJIETOBAHUA

Jns mpoBeneHus] YUCIIEHHBIX 3KCIIEPUMEH-
TalbHbIX HCCIIEIOBAHUI HCIOIb30BAIN LIMIMHI-
pudeckue oopasisl quamerpom 15,0; 20,0; 25,0 n
30,0 MM w3 cmiaBa AMr6 (91,1-93,68 % Al,
5,8-6,8 % Mg). [Inuna oOpasioB onpeaesiach
B 3aBHCHMOCTH OT JHMaMETpa IO COOTHOIICHHUIO
[=2d.

YuciieHHbIE SKCTIEPUMEHTHI CBOOOTHOM Ocaj-
KM Ha IUIOCKMX OOHKax MPOBOJAWIMCH B IPO-
rpamme QForm 9.0.10 [26] (puc. 1). B xone skc-
MEPUMEHTANBHBIX MCCIIEIOBaHUA BaphbUPOBAINCH
nuameTp oOpasua, ckopocTh ocaaku — 0,1; 0,5; 1
u 5 MM/c u Temneparypa meramia — 20, 130, 260
n 390 °C.

0.25

0.20

0.15

0.10
Makc: 0498448
Mun: 00703904

Puc. 1. NMpumep mopgenupoBaHus ocagku
B nakete QForm
Fig. 1. Example of open-die forging simulation
in the QForm program

Peonornyeckre cBOMCTBA CIIaBa MUCIOJIB30-
Banuch u3 oubmmorexku QForm. 3aroroBka u nH-
ctpyMeHT (0OMKM) pa3OUBaIUCh TETparoHalb-
HBIMU KOHEYHBIMU DJIEMEHTAMU HU3IIETO HOPsI-
Ka, UMCIOIIMMU 4 y37a AJi allpoKCUMAalUU TO-
Jedl CpelHUX HaANpsHKEHUM W 5 y37I0B U MOJIA
CKOpOCTEH (TIATHIN y3€I SBJISIETCS] TOMOIHUTEh-
HBIM M HaXOAWTCSA B LEHTpe Terpa’npa). MHcT-
PYMEHT Ha MOBEPXHOCTH KOHTAKTA C 3arOTOBKOM
pa3buBaeTCsT Ha SJIEMEHTHI C Pa3MEpoOM CETKU
0,6 mm. CeTka B 3aroToBKE uMeeT pasmep ot 0,6
0 2 MM, pa30pOoCc MUHUMAIEHOTO ¥ MaKCHMallb-
HOTO pa3Mepa 3JeMEHTOB OOYyCIIOBJIEH MOJEINH-
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pOBaHMEM 3aroTOBOK pa3IMYHOTO auamerpa. Ko-
3¢ (UIMEHT TPEeHWUS Ha KOHTAaKTE 3aroTOBKH C
uHCcTpyMeHToM paseH 0,05.

B Xoze 4MCIIeHHBIX KCIIEPUMEHTOB aHAIH-
3WpOBAII BIMSHUE BapbHUPyEeMBIX (haKTOPOB Ha
CpelHHE HaNpsDKCHUS, WHTEHCHBHOCTH HAaIpsi-
KEHUH, CKOPOCTh JedopMaluu, TeMIepaTypy
MeTaJljla ¥ yCUITUE OCAIKH.

Pe3yabTarhl M X 00CyKAeHUE

OpHUM U3 OCHOBHBIX (D)aKTOPOB, JIMMHUTH-
pYIOIIUX TIPUMEHEHHE TIPOIECCOB XOJOTHOU
TUTACTHYECKOH JieopMaliny, SIBISIETCS pa3pylie-
HHE MeTaula. B HacToAImuMi MOMEHT HE CyLIECT-
ByeT OOIIeNpPU3HAHHOW METOIWMKHU IIPOTHO3HPO-
BaHUS pa3pylmIeHUS METa/UIOB TPHU OONBIINX
rractTrdeckux aedopmanusx. OTeuecTBEHHBIMU
YYEHBIMH CO3/IaH IENbIH Psaa KPUTEpUEB paspy-
menns. Hanbomnkliiee pacrpocTpaHeHUe MOIydn-
nu kputepun B.JI. Konmoroposa, A.A. boratoga,
B.A. Oropognaukosa u I'. 1. Hems [27].

C pacrmpocTpaHeHUEM IS OLEHKH Hamps-
KEHHO-e(OPMUPOBAHHOTO COCTOSTHUSI TaKHX
makeroB, kak DEFORM, MSC.SuperForge,
ABACUS, QForm u apyrux, B OCHOBE KOTOPBIX
JISKUT METOJT KOHEYHBIX JJIEMEHTOB, B Ka4eCTBE
MOKa3aTeNs IUIACTUYHOCTU CTajld MPUMEHATh
MOKa3aTeNb HanpspkEHHOro cocrostaus o/ T, Ko-
TOpBIA  OmpenesieTcs OTHOIICHHEM CPEIHEro
HOPMAJIbHOTO HaIpsbKeHus (puc. 2a) K WHTCH-
CHUBHOCTH KacaTelIbHBIX HampsbkeHui (puc. 2b).

Makc: -63.183

Mun : -197.889

a)

[InacTHYHOCTH METANIOB YMEHBIIAETCS C YBEJIHU-
yenueM nokazatens o/T [28]. 3Hak «MuHyC» IpU
nokasarese /T TOBOPHUT O TOM, YTO MPEBAJIHUPY-
0T HAINPSDKEHHST COKATHSA, «IUTIOCY TIOSBIISETCS
TP HATTPSDKEHUSAX PACTIKSHHSL.

CornacHo puc. 2 mpu ocanke ¢ 40 mo 20 mMm,
T. e. ipu crerneHu aedopmanuu 50 %, ¢ TOUKH
3penust HJIC Ha moBepxHOCcTH 00pasma obOpa3y-
ercs 3 KpUTHYECKHE TOUKHU. Pacuer mokasatens
HaNPSHKEHHOT'O COCTOSIHUS TIOKa3bIBAaET, YTO MU-
HUMaJIbHOE €ro 3HaueHHe

o/T =-197,889/303,442 = -0,65
HaxoJWTCSI B MeCTax Imepexoaa OT JedopMu-
pyeMoii K HeaepOopMUPYEMOI YacTH 3aroTOBKH
110 KOBOYHOMY KpecTy (cM. puc. 2). B nByx npy-
TUX KPUTHUYECKUX TOYKAX MOTYYEHBI 3HAUCHUS
o/T = —0,22 (6okoBasi MOBEPXHOCTh 00pasia) u
o/T =-0,36 (Ha KOHTaKTe ¢ OOHKOM).

Kak m3BecTHO, Ipu 0cajke MIACTHYHBIX Ma-
TEpUaJIOB HauOoJiee BEpPOATHO 0Opa3oBaHUE
TpemmH Ha OOKOBBIX Tpansix. [Ipu ocaake ke
XPYNKHX MaTepuaioB pa3pyLICHUE NPOUCXOAMUT
noa yriaoM 45° ot nepudeprur KOHTAKTHOM I10-
BEPXHOCTH C OOWKOM M0 KOBOYHOMY KPECTY.

[loBpimieHne TemmepaTypbl o0pasua 10
390 °C npuBOIUT K YMEHBIICHUIO 3HA4YEHUI
CPEHUX HOPMAIBHBIX HANPSHKCHUH W UHTCHCHUB-
HOCTH KacaTeJbHBIX HampsbkeHud (puc. 3) mo
CPaBHEHMIO C OCAIKOW 3arOTOBKM IMpPHU KOMHAT-
HOH TemmepaTtype (cM. puc. 2). DTO CBSI3aHO CO
CHIDKCHHEM COTPOTHBIICHHS IedopMalnu CIuia-
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b)

Puc. 2. PacnpeneneHune cpegHUX HopMarnbHbIX HanpsiXXeHUN (a) ¥ MIHTEHCUBHOCTU KacaTesibHbIX HanpsikeHuw (b)
npu ocapke Ha 50 % obpasua J20 mm co ckopocTbio 5 Mm/c npu 20 °C
Fig. 2. Distribution of mean stress (a) and effective stress (b) after open-die forging of a sample 20 mm
by 50 % at a speed of 5 mm/s at 20 °C
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Maxc : -10.6595

a)

b)

Puc. 3. PacnpeaeneHue cpegHUXx HOpMarbHbIX HanpsikeHW (a) U MTHTEHCUBHOCTU KacaTeNbHbIX HanpshkeHun (b)
npu ocapke Ha 50 % obpasua &20 mm co ckopocTbio 5 mm/c npu 390 °C
Fig. 3. Distribution of mean stress (a) and effective stress (b) after open-die forging of a sample &20 mm by 50 %
at a speed of 5 mm/s at 390 °C

Ba MpH IMOBBIIICHUH Temreparypbl. Ha GokoBoit
nosepxHoctd o/T Bo3pociao xo —0,12, a Ha KOH-
TaKTHOM MOBEPXHOCTH ¢ OoiikoM ynaino g0 —0,74.

W3menenue cpegHero HampspKEHUS TIpU
ocajike 00pa3loB, HATPETHIX JIO Pa3HBIX TeMIIe-
patyp, nokazaHo Ha puc. 4. [IpumeHenue obuien
IITKaJIbl TIO3BOJISIET HAM HATJISTHO OIEHUTDH BIIHS-
HUE TeMIlepaTypbl Ha MaKCUMaJbHbIE HaIpshKe-
HUS1, BO3HUKAOIIUE ITpU AeopMaluy.

[Ipu xomomuoii medopmanuu (20 °C) mak-
cUManbHBIe HampspkeHust oxatwst (1o 240 MIla)
BO3HHMKAIOT CHa’aja Ha rnepuepuiHbIX ydact-
KaX KOHTaKTHOW oOmactu oOpasma c Ooifkamu, a
3areM Tpu creneHu Jedopmanun 84 % umeroT
MECTO U B IICHTPAJIbHOM yacTu oOpasiia (puc. 4a).
Ha OokxoBBIX rpaHsAX, KaK MOXXHO 3aMETHTh, Ha-
npsokerns Omm3ku kK 0. B HekoTopbx paboTax
yKa3bIBaeTCs Ha TO, YTO HA OOKOBBIX TPAHSIX MO-
TYT 00pa30BBIBATHCS PACTATHBAIOLINE HAMpPsSDKE-
HUS, KOTOPblE MOTYT CIYXHTh HNPUYMHON 00pa-
30BaHMs TPEIIMH Ha OOKOBBIX Tpansx [28]. B 3o0He
nepexona ¢ OOKOBOW TpaHU B KOHTAKTHYIO C
OolikoM HaOmIOmaeTcs pe3Koe M3MEHEHHE Bellu-
YUHBl WM AK€ 3HaKa HanpsokeHWd. MIMeHHOo B
9THX B 3THX MeCTaX Ha peaJbHbIX 00pa3nax mpo-
HCXOAUT HapylleHHe CIUIOMHOCTH MeTtama. [lo-
BBIILICHUE TEMIIEPAaTyphl HarpeBa oOpasloB Npu-
BOJIUT K CHM)KCHHIO MaKCUMAJIbHBIX HaIPsHKEHUI
¥ YMEHBIICHHUIO MX Jokanm3aruu (puc. 4b, c, d).
CKOpOCTh OCa/IKl HE OKa3bIBAET CYIIECTBEHHOTO

BIUSHUS HA BEJIMYMHBI CPEIHUX HANPSKEHUH U
WX pacmpelelieHHue 1Mo ceueHuto oOpasroB. Ha
WHTEHCUBHOCTh HANPSDKEHUH CKOPOCTH OCAIKH
OKa3bIBaET ONpEJIeIeHHOE BIUSHHE (pUC. 5).

Yeenuuenue ckopocTu ocanku ¢ 0,1 10 5 Mm/c
NPUBOAUT K He3HauuTedabHoMmy (15-20 Mlla)
MOBBIIICHUIO MHTEHCUBHOCTH HanpsbkeHuid. Ilo-
CKOJIbKY pasHUIla MEXIy MaKCHUMaJbHBIMH U
MUHUMAIIbHBIMA ~3HAYCHHSMA HWHTEHCUBHOCTH
HamnpsDKeHUH B cedeHHH 00pas3IoB OTIMYAIOTCS
Ha 10-15 MIla, To Ipu UCTIOIL30BAHUM IITKAJIKI,
oxBaThIBaronier guanazod ot 0 o 340 Mlla, sta
pa3HUIa HUBEIHMPYETCS W CTAHOBUTCS €/IBa Pa3-
nuurMa. [loBwllIeHWE TeMIiepaTtypbl, B CBOIO
oudepeib, OKa3bIBAET CYIIECTBEHHOE BIHUSHHS Ha
WHTEHCUBHOCTh HampspkeHui. HarpeB oOpasmos
1o 390 °C npuBOIUT K CHM>KEHHIO MHTEHCUBHO-
ctu Hampstxeruit ¢ 300 go 80 MlIla. 3uas cpen-
HUE HaNPsHKEHUS] © HHTEHCUBHOCTh KaCcaTEIbHBIX
HaIpsOKEHUH 0 CEYeHUI0 00pa3IioB, MOXKHO pac-
CYHTATh MOKA3aTeNlb HAMPSHKEHHOTO COCTOSHUS
o/T B mo0o# HHTEpECYIOIEH HaC TOYKE METaJlIa.
Jlnst onpeneneHus ke KPUTUIECKUX 30H C TOYKH
3peHus] MOTEepPH pecypca IUIACTHYHOCTH HY)KHO
eIle 3HaTh MOPOTOBbIe 3HAYEHHS, KOTOPBIE MOX-
HO TIOJIYYUTh B XOJ€ HATYPHBIX SKCIIEPHMEH-
TaJbHBIX UCCICIOBAHUMN.

[Momumo U3MEHEHUs HaNpsHKEHHO-1e(hOpMU-
POBAHHOTO COCTOSIHUASI Ocajika 00pa3IloB COMpPO-
BOXKJ1aeTcs AepopMaIOHHBIM Pa30rpeBOM CILIa-
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Ba. [Ipu aHamm3e MPUHATO, YTO TEMIEPATYPHI
OOWKOB M OKpY)KarOIIeH Cpebl paBHBI TeMIIepa-
Type 00pa3noB. BenmuuuHa nedopmaioHHOrO
pasorpeBa CYIIECTBECHHO 3aBHCHUT OT COIMPOTHB-
neHus nedopMariu, KoTopas, B CBOK OYepe/b,
oTIpeieNsIeTCsl TEMIIEPAaTypol HarpeBa oOpasIioB.
IMpu nedopmanmu co creneHnsro 50 % obpaser,
Harpetsiid 10 390 °C, 3a cuer nepopmManmOHHOTO
pa3orpeBa MOBBIMIAET CBOIO TEMIEPATypy BCETrO
Ha 19 °C, B TO BpeMs Kak MpH XOJIOJHON IIJIaCTH-
4ecKoi jaedopMannu pa3orpeB MeTaiia COCTaB-

{

!

|
[

O
o e

asier 51 °C (puc. 6). V3smenenue temmepaTypbl
IpH ocajke oOpasua O0 CTeneHu aedopMaunuu
84 % moxazaHo Ha puc. 7. XapakrTep pacmpene-
JICHUsI TEMIIEPaTyphl IO CEUYCHUI0 00pa3LoB aHa-
JIOTUYEH TNpuUBeAeHHOMY Ha puc. 6. I'paguenr
TeMIlepaTyp IO CEYECHHUIO oOpaslia MeHee BbIpa-
3UTEJICH 3a CUET N3MEHEHMS MacIITa0a IIKabl.
Ha puc. 8 moka3aHo BIMsSHHE CKOPOCTU OCa-
KA Ha Je(OpMAIOHHBII Pa3orpeB M BEIHMYUHY
MaKCHMaJIbHOM TeMmeparypbl B o0Opasle IpH
crenean aedopmarnuu 84 %. JledhopmarmoHHbIH

a)
-
il.

b)
-

<)

I. d)
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Puc. 4. CpegHee HanpsixxeHue (C) NO ceyeHMIO B NpoLiecce ocafKku co CKOpocTbio 5 mm/c
obpasuos J20 mm ¢ Temnepatyp: a — 20; b — 130; ¢ — 260; d — 390 °C
Fig. 4. Mean stress (o) over the cross section during open-die forging of samples &20 mm
at a speed of 5 mm/s at temperatures: a—20; b — 130; ¢ — 260; g — 390 °C
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1000 120 140 160 180 200 220 240 260 280 300 320 340

m, .
T, Mlla

Puc. 5. UHTeHCcuBHOCTL HanpsbkeHun (T) npu no ceyeHuto o6pasuoB &20 MM B npoLiecce ocagaku
¢ Temnepartyp HarpeBa 20; 130; 260; 390 °C npu ckopocTax ocagku 0,1; 0,5; 1; 5 mm/c
Fig. 5. Effective stress (T) during open-die forging along the cross-section of samples &20 mm
at heating temperatures: 20; 130; 260; 390 °C at speeds: 0.1; 0.5; 1; 5 mm/s

£%C
409
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407

Maxc : 71.0008 1 Maxc : 409.166 406

a) b)

Puc. 6. PacnpeneneHve TemnepaTypHoro nons npu ocagke Ha 50 % o6pasua 220 mm
CO cKopocTbio 5 MMm/c npu HarpeBe 3arotoBku Ao 20 (a) u 390 °C (b)
Fig. 6. Temperature distribution during open-die forging of a sample &20 mm by 50 %
at a speed of 5 mm/s when the workpiece is heated to 20 (a) and 390 °C (b)
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25 30 35 40 45 50 55 60 65 70 75 80 85 90 95 100 105 110 t,°C

Puc. 7. PacnpeneneHve TeMnepaTtypbl No ceuyeHuto o6pasua 20 Mm B npoLiecce ocagku o CKOPOCTbIO 5 Mm/c
Fig. 7. Temperature distribution over the cross section of a @20 mm sample during upsetting at a speed of 5 mm/s
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Puc. 8. 3aBucumocTtb Temnepartypsbl (a) 1 aechopmaumoHHoro pasorpeBa (b) oT ckopocTu ocagku ana o6pasuoB
@20 MM ¢ HayanbHoMn TeMmnepartypown 20, 130, 260 1 390 °C
Fig. 8. Dependence of temperature (a) and deformation heating (b) on open-die forging speed for samples 20
mm with initial temperatures of 20, 130, 260 and 390 °C
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Puc. 9. PacnpeneneHue ckopoctu aedopmauumn no ceyeHuto o6pasua &20 MM B npoLecce ocaaku
co ckopocTbio 5 Mm/c
Fig. 9. Strain rate over the cross section of a @20 mm sample during open-die forging at a speed of 5 mm/s

pa3orpeB CyIIECTBEHHO 3aBHCHUT OT CKOPOCTH
0CaJIKl M OT Ha4aJbHOW TEMIEepaTypbl oOpasia
(puc. 8a). s ompeneneHus MaKCUMaIbHOM
TeMIepaTypbl METAJIa B 3aBUCUMOCTH OT CKOPO-
CTH OCAQJIKH M TPEIABAPUTEIBHOTO HarpeBa 00-
pasoB METOJOM ANMpPOKCUMAITUA TONTYyYCHBI
YpaBHECHHUS, KOTOPBIE MOXKHO HCIIOJNB30BaTh IS
porHo3upoBanus (puc. 8b).

CkopocTb JedopMani — OYeHb BaKHBIN
noKasarenb NpU aHam3e 1eOopMalMOHHOTO T10-
BeJeHuss Metayuia. CpelHUe 3HAYCHHSI, KOTOPHIE
MPHUHATO OIICHUBATh B HMHXCHEPHBIX pacyeTax,
MOTYT CYIIECTBEHHO OTIMYATHCS OT MaKCHMAllb-
HBIX 3Ha4YeHul [24].

CkopocTh AehopManiy IpH 0Caake co CKO-
pocThio 5 Mm/c He mpesbimaer 1,1 ¢ (puc. 9).
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Pacripenenenne ckopocreir gedopmanuu mo ce-
YEHHIO HepaBHOMEpHoe. B mporecce ocaaku
CHavaja MaKCHMaJbHbIC HANpPsHKCHUS BO3HUKA-
IOT B IIGHTPE 3aroTOBKH, 3aT€M BO3paCTalOT H
pacmipocTpaHsfOTCs M0 KOBOYHOMY Kkpecty. llpm
crenenn nedopmarnuu 6onee 50 % maxcumanb-
HBIC 3HAYCHUS TMEPEeXOIAT Ha mepudeputo KOH-
TakTta oOpasna ¢ OOWKaMH W OCTAlOTCS TaM JO
3aBepIICHUS JeOpPMAIINH.

Jiist BBIOOpa 000pyIOBaHUS M pacueTa HHCT-
pPyMEHTa Ha MPOYHOCTh HEOOXOIMMO 3HATH yCH-
TS, KOTOpBIE BO3HHUKAIOT IPH IUIACTUYECKON
nedopMmal MeTauia. YCuiue, He00X0oIuMoe
JUTSL OCaJIK! 3arOTOBKH, KaK H3BECTHO, OTPEIelisi-
eTCS MEXaHWYECKUMHU CBOHCTBAMH MaTepuana u
pasMepaMu 3aroToBKU. MeXaHu4eCcKHUe CBOMCTBA,

400

€, K

Veun

0 10 20 30 40 50 60 70 80 90
Crenenb pedopmanyu, %

a)

B CBOIO OYepeab, ONPEHCISIOTCS XHMHUYECKUM
COCTaBOM CIIIaBa, €ro CHOCOOHOCTBIO K YNpPOd-
HEHHIO, TeMIlepaTypoil nedopmMaruu, KoTopas
OTIpEJIeNIICT BEJIMYMHY COMPOTHUBJICHUS Jedop-
Manuu. Kakoe-to BnusiHUE, BeposATHEE BCETO, Ha
yCHJIME€ OKa3bIBaeT TPEHUE Ha KOHTAaKTe ¢ Ooiika-
MH M CKOPOCTb OcCaiku. [l KOJIMYECTBEHHOU
OLIEHKH 3TOTO BJIMAHUS OBUIM NPOBEACHBI YHMC-
JICHHBIE JKCIIEPUMEHTBI, PE3yJbTaThl KOTOPBIX
npezicTaBiens! Ha puc. 10 u 11. Pazmep o06pa3nos,
KaK BHIIUM, OKa3bIBaCT CYILIECTBEHHOE BIMSIHUE Ha
BennuuHy ycwnus. llpu cremenu nedopmanuu
oonee 50 % ycunme ocaiaku obpasma D15 mm
coctaisier 55 kH, a y obpasma 30 mMm —
204 xH (puc. 10a). [loBblieHHe TeMIepaTypsl
HarpeBa o0pa3ioB 10 390 °C cHMXKaeT ycuiue.
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Puc. 10. 3aBucMMoOCTb ycunus ot cteneHu aecopmaumm npm ocagke co CKOpocTbio 5 mm/c
ansa obpasuos J15, 20, 25 n 30 mm ¢ HayanbHoln Temnepartypoun 260 (a) u 390 °C (b)
Fig. 10. Dependence of force on the deformation degree during open-die forging at a speed of 5 mm/s
for samples 15, 20, 25 and 30 mm with an initial temperature of 260 (a) and 390 °C (b)
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Puc. 11. 3aBMcuMMOCTb ycunusa ot cteneHu gedopmauunm ansa oé6pasuoB &30 MM Npu ocagke ¢ HavyanbHON
TemnepaTypo# 20, 130, 260 1 390 °C: a — ckopocTb ocagku 0,1 mm/c; b — ckopocTb ocagku 5 mm/c
Fig. 11. Dependence of force on the deformation degree for samples @30 mm during open-die forging
with an initial temperature of 20, 130, 260 and 390 °C: a — speed 0.1 mm/s; b — speed 5 mm/s)
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Tak, y obpasua 15 mm ono ymano no 32 kH, a
y &30 mm — 10 116 xH (puc. 10b). dnst Gonbreit
HATJSITHOCTH M KOJIMYECTBEHHOH OLICHKH BIIHSI-
HUS TEeMIIEpaTyphl 3arOTOBKM Ha YCHUIINE OCAIKH
ObUIM TIPOBEJCHBI YMCICHHBIC YKCIIEPUMEHTHI Ha
obpasuax &30 mm (cm. puc. 11). IIpu xomoaHoi
nedopmanuu (20 °C) ycunus mpu CTENEHH Je-
¢dopmaruu 50 % nocrurator 415 xkH. Harpes 00-
pa3LoB MO3BOJSET CHU3UTH ycunusa go 360 kH
npu 130°C, mo 204 xH — mpu 260 °C u no
116 xH — mpu 390 °C. CxopocTb ocaiku, Kak
MOXHO HaOmromaTh Ha puc. 11, oka3piBaeT Hecy-
LIECTBEHHOE BIUsHUME Ha ycunue. [loBblieHue
ckopoctu ocanaku ¢ 0,1 10 5 Mm/c ipu Temnepa-
Type obpasma 20 °C cumxaer ycuiue ¢ 419 go
415 xH. Pe3ynbraTel pacueTa MOKa3bIBalOT, YTO
npu ckopoctH ocanku 0,5 MM/c ycuiue BO3pOcCiIo
no 423 xH, a npu 1 Mm/c yXe CHU3MUIOCH IO
421 xH. Csa3ano 310 ¢ nedopMauoHHBIM pa3o-
IPEBOM MeTaijla U Kak CJICICTBHE — C yMEHbIIIe-
HUEM COINpPOTHUBJICHUS Nedopmaruu. [Ipu Temrie-
patype obpaszua 390 °C yBeauue€HHE CKOPOCTH
OCaZKH NPUBOIUT K IUIABHOMY POCTY YCHIHS
ot 85 mo 116 xH. Cs3aHo 3T0 ¢ TeM, 4TO TpHU
temmeparype 390 °C  nmedopMalliOHHBIN pa3o-
rpes He npespimaeT 30 °C B otmmume ot 80 °C,
KOTOPBI MMeeT MecTo OBITh MpPU XOJOAHOM He-
(dhopmartuu (cM. puc. 8a).

YucneHHble 3KCIIEPUMEHTHI ¢ IPUMEHEHHEM
MPOrpaMM, B OCHOBE KOTOPBIX HaXOAMUTCS METOX
KOHEYHBIX DJIEMEHTOB, SIBJISIFOTCS OYEHb d(deK-
TUBHBIM WHCTPYMEHTOM JUIS aHAJIW3a BIMSHUS
TEXHOJIOTHUECKUX MapaMeTpoB MpoLeccoB o0pa-
OOTKHM [aBICHHUEM Ha HaNpsKEHHO-Ae(GOopMupo-
BaHHOE U TEMIIEPAaTyPHO-CKOPOCTHOE COCTOSIHUE
obpabateiBaeMoro Metayia. llomyuenneie pe-
3yJIBTaThl, B OTJIMYME OT MHXCHEPHBIX PacyeToB,
MO3BOJISIIOT HE TOJILKO OTPEJIENIUTh CPEHUE 3HA-
4yeHus: jgedopMmaliui, TeMIepaTyphl, Hampske-
HUH, CKOpOCTH AedopManry, HO U UX pacrpeze-
JICHHE MO CEYCHUI0 U 00BEMYy 3aroToBKH. OTO,
B CBOIO OYepellb, MMO3BOJISET MOHMMATh OCOOCH-
HocTH mpoueccoB OMJI, ux mpUMEHUMOCTb AJIs
00paboTKH TPyAHOIAC(POPMUPYEMBIX MaTepua-
noB. OmnpenienieHue KPUTUIECKUX CEUCHUH U MeCT
JIOKaJHM3aliy HANpsHKeHUH U gedopManuidi mo-
3BOJIICT MPOEKTUPOBATH TEXHOJOTUH C yYETOM
3THX OTpaHUYCHHH, 4TO OyJeT crnocoOCTBOBATH
MOBBIIIEHHIO 3()(EKTUBHOCTH MPUMEHSIEMOTO
npoliecca, CHIKEHHUIO (HCKIIOYEHHI0) Opaka H
YIIy4YIICHUIO KauecTBa TOTOBOM MPOYKIIUH.

Jns moaTBepkKACHUSI PE3YJIbTATOB YWCIICH-
HBIX HMCCIEIOBAHUN IUIAHUPYETCS] MPOBECTH Ha-
TypHbIE J1TaOOpaTOpHBIE 3KCIIEPUMEHTHI, B XOJI€

KOTOPBIX OYIyT OMpEeNeHbl YCUIIU OCaIKi 00-
pasuoB auameTpoM 20 MM u3 cruaBa AMr6 B
3aBUCUMOCTH OT TEMIIEpaTyphl Harpena. AHaIu3
MakKpo- ¥ MHKPOCTPYKTYPBI 00pas3IiOB JI0 U MOCTIC
nedopMaIy Ipy pa3HbIX TeMIIepaTypax Mo3BO-
JUT CPaBHUTH TCUCHHE MeETallla ¢ HAPSHKEHHO-
JNe(OPMUPOBAHHBIM ~ COCTOSIHMEM, OIPEACIICH-
HBIM IPU KOMIIBIOTEPHOM MOJEITUPOBAHUH.

3akiaoueHue

HccnenoBanust HanpspKeHHO-1e(OPMUPOBAH-
HOTO M TEMIEPaTypHO-CKOPOCTHOTO COCTOSHHS
crutaBa AMr6 npu cBoOOAHOM ocajke, BBIMOJ-
HEHHBIE C IMOMOUIbI0 KOMITBIOTEPHOTO MOJEINH-
poBanusa B mporpamme QForm, mokasamu cie-
Jyrouiee.

1. BokoBast moBepxHOCTh OOpasla sSBISETCS
30HOM MaKCHUMAalbHBIX CPEIHUX HAIpPsDKEHUM, a
nepudepusi KOHTAKTHOW MOBEPXHOCTH 00pasia ¢
OOHKOM — 30HOH MHUHHMMANBHBIX CPEIHHUX Ha-
NpsDKEHUH TP CBOOOTHOM ocajike.

2. MakcuMasbHble 3HAYCHUS| WHTEHCHBHO-
CTH KacaTeNbHBIX HANpSDKEHUH pacriojiararoTcs
Ha nepugepuu KOHTAKTHON MOBEPXHOCTU 00pas3-
1a ¢ 60KoM.

3. MakcuManbHOE 3HAaUYeHHE NOKa3aTess Ha-
NPSOHKEHHOTO COCTOSIHUS /T, XapaKTepu3yIOLIero
MUHUMAJIBHYIO TUIACTHYHOCTh 00pabaThIBaeMOro
Marepuaia, Ipu OCaJIKe JOKAIU30BaHO Ha OOKO-
BOM rpaHu oOpasla u ¢ U3MEHEHUEM TeMIlepaTy-
pBI HAarpeBa HE U3MEHSET CBOETO TOJIOXKEHHS.

4. IloBplIeHHEe TeMIlepaTypbl obpasua mnpu
ocajike TPUBOAMUT K CHIDKEHHIO CPEIHUX Hampsi-
KEHUH M WHTCHCUBHOCTH KacaTelbHBIX Hamps-
JKEHHUH, HO 3aKOHOMEPHOCTH paCIpeeNeHusl ux
MaKCHUMaJIbHbIX W MWUHHMAIBHBIX 3HAYEHUH CO-
XPaHSIOTCA.

5. IloBeimenue ckopoctu ocaaku ¢ 0,1
0 5 MM/C TIPUBOJUT K HE3HAYUTEIHHOMY, Ha
15-20 MIla, noBBIIICHUIO MHTCHCHUBHOCTH Ha-
MpsOKEHUH.

6. IIpu ocaagke 00pa3loB MaKCUMaIbHBIN
neOpMalOHHBI  Pa30rpeB JIOKANMU3YeTCs B
LEeHTpaJIbHOI yacTu oOpasna. [edopmanroHHbIH
pasorpeB CyLIECTBEHHO 3aBUCHUT OT CKOPOCTH
OCaJIK{ ¥ OT HaYaJIbHOM TeMmepaTypsl oOpasia.

7. Ckopocth aedopmanvu OpU OCaIKe CO
CKOpOCTBIO 5 MM/c He mpeBbimaer 1,1 ¢'. Pac-
npesieNicHne CKOpPOCTel JieopMaluu 1o cede-
HHUIO HEepaBHOMepHoe. B mpouecce ocanku cHa-
yaja MaKCUMaJbHbIC HaNpsDKEHUS BO3HUKAIOT B
LEHTpE 3aTOTOBKH, 3aT€M BO3PACTalOT U PacIpo-
CTpaHSIOTCS 10 KOBOUHOMY Kpecty. Ilpu creme-
Hu paedopmanun Oonee 50 % MakcuManbHBIE
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3HAYEHHUS TMEePEeXOAsIT Ha TNepudepuro KOHTAKTa pexensieTcst pasMepoM o0pasiia, TeMIepaTypon

oOpa3ma ¢ OoWKaMH M OCTAIOTCA TaM JI0 3aBep- HarpeBa, YIOpOYHEHUEM B MPOLECCE XOIOTHOU

HICHUA Z[e(i)OpMaHI/H/I. IIE(bOpMaHI/H/I 1 HE3HAYHUTCIIbHO 3aBHCHT OT CKO-
8. Ycwius ocajku B OOJIBIICH CTEIIEHU OII- pOCTH OCaJKH.
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