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NEPEMELLEHNA U AE®OPMALINA
NMPU NMPECCOBAHUUN TPYBHOU 3AIrOTOBKU

FO.H. JloezuHoe, H.®. Kocmoycoea
Ypanbckuli gpedeparbHbit yHUsepcumem, 2. EkamepuHbype

Llesnblo paboOTHI SIBISETCS OIpeeICHHIEe IIepeMeleHHI 1 e opMalii TPy TopsiueM IIPECCOBaHUK TPYOHOM
3arOTOBKH C pa3iInyHON (opmoii oOpasyromieii MaTpunbl. B kadecTBe Marepuana IpH MPOBEJCHHU PAacueTOB
HCTIONB30BaH TUTaHOBEIA crmaB BT6, temmeparypa mpeccoBanus 1000 °C. BRMHACIUTETBHBIA SKCIIEPUMEHT
BKJIIOYAJ IPUMEHeHne nporpammuoro kommiekca QFORM, a B kadecTBe criocofa peleHus: IpUMEeHEH METOJ
KOHEUHBIX 2JIEMEHTOB. PelieHne kpaeBoii 3aiauu 1Mokasano BIMsSHHE KOH(UTypanuu odara aedopMaiiy IpH
NPECCOBAaHUM Ha pacrpeleieHne HanpshkeHHd u nedopmanuii. [IpoaHanu3npoBaHbl cpeHHE HANpsOKEHHUS,
CKOPOCTH U CTEIeHH JehopMarui. AHAIN3 STHX [APaMETPOB IO3BOJSCT BBIBUTH IPUYHHBI HEOHOPOJHOCTH
MEXaHHYECKUX XapaKTEPHCTUK B MPECCYEMBIX MONy(adpuKarax, a TakKe BO3MOXHOTO AedeKTooOpa3oBaHus.
CraenaH BBIBOJ 00 OTCYTCTBHM MEPTBBIX 30H IPHU yIjie HAKJIOHA oOpasyromiel matpuilsl 45 ©. CymiecTByeT 00-
JIaCTh MOBBINICHHBIX CKOPOCTeH NedopMary, NpUMBIKaloNas K MOBEPXHOCTH MaTpPHUIbI, B KOTOPO# paspyiie-
HHE MeTaJula MajJoBeposTHO. HanboJbIie cKUMAIOINe HaPsHKCHNS JIOKATH30BaHbl BIOJb CTCHKU KOHTEHHE-
pa ¥ BI10JIb paboyeii MOBEpXHOCTH npecc-1aiiopl. CpeHIe HAIPSHKCHUS CHIDKAIOTCS OJIMKe K BBIXOJY U3 oyara
nedopmaruu. [TosToMy 067acTH MeTasIa Ha BBIXOJIE M3 o4ara JAe(hOopMaliy MOTYT ITOJIBEPraThCs Pa3pyILCHHUIO
C TMOSIBIICHHEM MHKpPO U MakpoTpenuH. O0NacThio NPUMEHEHHs Pe3yJIbTaTOB pabOThI SBISETCS TEXHOJIOTHYe-
cKkoe obecriedeHre paboThI IPECCOBBIX LIEXOB, a TAKXKE UCCIIEA0BATEIbCKUX OpraHU3alvii.

Knrouesvie cnosa: npeccosarue; deghopmayuu, HANPAXCEHU, Y201 MAMPUYbL.

[IpeccoBanue sBisSeTCS TJAaBHON 3arOTOBUTEIb-
HOHM omepanueil B TEXHOJOTHH IPOU3BOJICTBA 3ar0TO-
BOK M3 I[BETHBIX METAJUIOB U CIUIaBOB. B GonbIIMHCT-
BE CIIy4aeB 3TOT MeTOJ 00pabOTKM INpenonpenesseT
YpOBEHb CBOWMCTB nedopmupyemoro meramna [1-4].
CoBpeMeHHbBIE MOAXOJbl K aHaIM3y HalpsoKeHHO-
e opMHPOBAaHHOTO COCTOSHHS IIpoliecca IpeccoBa-
HUSL WCIONB3YIOT aHAINTHYECKHe pemeHus [5],
a TaKKe YHCIICHHbIE METOJBI PEIIeHHs 3a/1a4 TEOPUH
TIaCTUYIHOCTH [6].

Lenbio paboTHI SIBIATIACH OICHKA HANPSKEHHO-
JneopMHPOBAaHHOTO COCTOSIHUSI TIPU  NPECCOBAHHUU
TpyOHBIX 3arOTOBOK C pasMU4HON (popmoii obOpa3zyro-
meit MaTpunbl. B kauecTBe MHCTpyMeEHTA IS aHAU3a
UCIIONIE30BaH IporpaMMHBIH mpoaykT QForm2D/3D,
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KOTOPBIN pa3zpabaThIBacTCAd M MOANCPKUBACTCS KOM-
nanneir Ksantop®opm (Poccus). [MompobHas mocta-
HOBKA 3314 TPECCOBAHUS B YIIOMSIHYTOH MpOTpam-
M€ OIMcaHa B cTaThe [7].

B kadecTBe MoOIENHpPyeMOro MaTepualia IpH
MPOBEACHUN PACYCTOB HCIIONB30BAaH TUTAHOBBIN
cmuiaB BT6, temneparypa npeccoBanus 1000 °C. Tlpu
IIOCTAHOBKE 3aJja4i HCIIOJNB30BAIM 3aKOH TPEHUS II0
A.H. JleBanoBy ¢ ¢akropom tpenus p = 0,3. Mcnoib-
3yeMBbIe B pacdeTe pa3Mepbl 3arOTOBKH U MHCTPYMEH-
TOB.: Dy = 169 MM u D| = 86 MM — BHEIIIHHUIA JUAMETP
3arOTOBKH COOTBETCTBEHHO 10 U IIOCJIE MPECCOBAHMUSA,
Dy =46 mm — nuameTp urdbl, So=61,5 MM u S;=20 mm —
TONIIIMHA CTEHKH 3aroTOBKH COOTBETCTBEHHO A0 H
nociie npeccoBanusi, L = 170 MM — AsiuHa 3aroTOBKU
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Puc. 1. PacnpegeneHue cteneHu gedopmMaumm npy npeccoBaHMy NONON 3aroToBKu:
cetka MK3 1 obnacTtu paBHbIX ypoBHel (a), TMHAN paBHOTO YpPOBHs (6)
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JI0 TIOJIX0Ja K IOBEPXHOCTH MaTpHLbl, o = 45° — yroa
HaKJIOHA MaTpHUIBI (Yroll Mexay oOpasyromei pado-
Yei TTOBEPXHOCTH MATPHIEI U OChI0 cuMMeTpun). Ko-
s¢duupent Temmonepenaun 30 Br/m*-rpan, kodbdu-
[UCHT BBITSDKKH PaBEH S5, YTO COOTBETCTBYET CTEIICHU
nedopmanuu € = InS = 1,6.

Ha puc. 1 n3o0pakeHa cxema IpeccoBaHUsA, a 00-
JACTMHM PAaBHOTO YPOBHSA IIOKA3aHO pacIpeiesieHue
neopmanuu B oyare aedopManui U B TOTOBOM H3Jie-
JIMW TIPH NIPUMEHEHHH KOHMYECKOW MAaTpHLBI C YIJIOM
HaKJIOHA oOpasyroreii 60°. Onucanue HepaBHOMEPHO-
CTH pacrpeieleHus AeopMallii B 3TOM CIIydae Ipec-
coBaHus OoJtee moAPOOHO PUBEACHO B CTaThe [§].

Crenenp nedopmanuu 1,6 mocturaercs OMmke K
LCHTPY 3arOTOBKH, Ha MEpUPEPHA MaKCUMYM CTCIICHH
neopMali OKa3bIBaeTCs paBeH 2,6, YTO MPUMEPHO
Ha 60 % BbIIIe, yeM oOecreYnBaeTCsS PacyeToM depe3
K03 (OUIMEHT BHITSHKKH U 9TO OOBACHSETCS IOTIONHU-
TEJEHBIMU CIBUTaMH BOJH3H MTOBEPXHOCTH MATPHIIBL.
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Puc. 2. BekTopbl ckOpocTen nepemeLleHnin Npy npeccoBa-
HUMM NONOMW 3aroTOBKM (M3OMMHMM OTOGpaxalrT cTeneHb
nedopmanmm)
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Ha puc. 2 ¢ moMOIIbI0 BEKTOPHOTO OTOOpasKeHUs
MPUBEACHO MOJIe CKOpOocTell mepemMeniennii. Moaynb
BEKTOpa OTpaXxaeTcs JUIMHOH COOTBETCTBYIOIICH
CTPEJIKH, a HalpaBJICHUE CTPEJIKU TOBOPUT O HArpas-
JIEHHOCTH BekTopa. M3 puc. 2 BUIHO, YTO HAMMEHb-
miee nepeMenieHre CBOMCTBEHHO O0JIacTsIM MeTala,
MPUMBIKAIONUM K TIpecc-I1aibe, HanOoNbIINe MOIY-
JIM OCTUTAIOTCS Ha BBIXOJE U3 oyara aedopMariui.
BumHOo Takxke, 4TO HMMEIOTCS 30HBI Pa3peKEHHOCTU
BEKTOPOB, T. €. TC pailoHBI, I/Ie MOIYJIb BeKTOpa Onu-
30K K HYJIIO, 3Ta 30HA CYLIECTBYET OKOJIO MECTa CTHIKA
BTYJIKM KOHTEHHEPA ¢ MaTpULIEH.

CrymeHnue BEeKTOpOB HaOitomaeTcs OJrmKe K BbI-
X0y M3 MaTpuipl. BOIM3n KoHHYeCKOW MOBEPXHOCTH
MaTpHILBl BEKTOPHI HAIllpaBJIEHBI BJOJIb TOH IOBEpX-
HOCTH, YTO TOBOPHUT 00 OTCYTCTBHMHM XXKECTKOH (MepT-
BOM) 30HBI. TakuMm 00pa3oM, 3aaHHbIC YCIOBUS Tpe-
HHUS ¥ KOH(QUrypauusi HHCTpyMEHTa B 3TOM Clydae
00ecreynBarOT PEKUM CKOJBKEHHUSI.

Ha puc. 3, a 0oToOpaxxeHbl M30JMHUU CKOPOCTEH
nedopmanuu. BumHO, YTO CyIIECTBYET 001acTh IMO-
BBIIIICHHBIX CKOpOCTeil neopMay, ¥ OHA IPUMBIKA-
eT K MOBEPXHOCTH MaTPHUIBL. DTOT 3(PPEeKT BOZHUKALT
BCJICICTBHE TOPMO3SILETO NCHCTBUS CHJI TPEHHS Ha
9TO MOBEPXHOCTH.

HanumeM 30HBI HOHIDKEHHOW CKOPOCTH Jiedop-
MaIlil MOXHO OOBSCHHUTH () (HEeKT MUHUMYMa 00BEM-
HOW JI0JIM PEKPHUCTAJUIM30BAHHBIX 3€peH, Halmronae-
MBI IpU NPECCOBAaHUM ATIOMUHHEBBIX CIUIaBOB [9].
Takum 00pa3oM, 3TO KOCBEHHO MOATBEP)KIAET aleK-
BaTHOCTh IOJIyYCHHOTO pellieHus. BiusHue ckopoctu
nedopmanuy Ha CTPYKTypHBIE HapaMeTpbl Mpeccye-
MOTO M37eNus ToKa3aHo B ctaThsx [10, 11].

Ha puc. 3, 6 moka3aHo pacmpe/esieHne CpeIHero
HalpspKkeHnst 1o o0beMy 3arotoBkd. OOmacTu Ham-
OonpmuX CcXMMarmMX HanpsokeHud (mo 930 MIla)
JIOKAJIN30BaHbl B/IOJIb CTEHKH KOHTEHHEpa W BHIOIb
paboueii moBepxHOCTH mpecc-maiopl. CrenoBaTeib-
HO, 37IeCh TPYJHO NPEACTaBUTH cebe HaJlMdue 30H
paspyuenust Metamia. CpeHHe HAINpsHKEHUsSI CHIDKa-
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Puc. 3. PacnpeaeneHue ckopocTu AedopmaLMm U cpeaHero HanpsikeHusl Npy NpeccoBaHUM Moo 3aroToBKU
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OGpaboTka meTannoB AaBleHNEM

foTCsl Ouvbke K BBIXOMY W3 ouara jpedopmanmu. [lo-
3TOMY 00JacTH MeTala Ha BBIXOJE M3 odara Jedop-
MAaIMi MOTYT IOJBEPraThcs PaspyLICHHUIO C TOSBIE-
HHEM MHKpPO U MaKpOTPEIINH, YTO YacTO HaOJIF0aeT-
cs B peanbHOM Ipou3BoacTse [12]. Kpome ymomsHy-
TeIX 3¢ dekToB, moas aedopMaii U CKOPOCTEH me-
(opMarmif B COBOKYITHOCTH C TEPMHUYECKUM BO3AEH-
CTBUEM CO3JAI0T YCJIOBHUA IJId UBMCHCHUSA CTPYKTYPhI
U TEKCTypooOpa30BaHUs B METaJUIE, YTO CKa3bIBACTCS
Ha MEXaHUYECKUX CBOMCTBAX MPOAYKIUH.

BriBog

B xone pemeHns 3agaduM rpeccoBaHMs TPYyOHOMH
3arOTOBKM METOJOM KOHEYHBIX JIEMEHTOB MOKa3aHbI
pacrpezesieHlsi B IJIACTUYECKOM 30HE CKOpPOCTEH,
JeopManuii ¥ CpeIHUX HOPMAJIbHBIX HAIPSKCHHM.
AHanus 3THX mapaMeTpoB IMO3BOJISICT BBIABUTH IIPH-
YUHBI HCOJHOPOAHOCTH MEXAHUYCCKHUX XapaKTCpH-
CTHK B IIpecCyeMBIX Nosrypaldpukarax, a TakxKe BO3-
MOKHOTO JiepeKkTo00pazoBaHusl.
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DISPLACEMENT AND DEFORMATION
DURING TUBE BILLET EXTRUSION

Yu.N. Loginov, j.n.loginov@urfu.ru,
N.F. Kostousova, omd@urfu.ru

Ural Federal University, Ekaterinburg, Russian Federation

The aim of this work is to determine displacement and deformation during hot tube billet extrusion with
various die shapes. Calculations were performed for extrusion of titanium VT6 alloy at 1000 °C. Computational
experiments involved the use of the finite element method realized in the QFORM software complex. The solu-
tion of the boundary value problem shows the effect of the configuration of the deformation zone during extru-
sion on the distribution of stresses and strains. The average stress, strain rates and strains are analyzed.
The analysis of these parameters allows to identify the causes of heterogeneity of mechanical properties in ex-
truding semi-finished products, as well as possible defect formation. Conclusion is made about the absence of
dead zones at the die angle of 45°. A region of increased strain rates exists near the die surface in which metal
fracture is hardly probable. The greatest compressive stresses are localized along the container wall and along
the work surface of the pressure pad. Average stresses decrease towards the exit of the deformation zone, there-
fore, these regions of metal may be subjected to fracture due to micro- or macrocrack formation. The scope of
the results is technological support of the work of forging workshops, as well as research organizations.

Keywords: extrusion, strain; stress; die angle.
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