Cexuis 2. Pecypcosbepiratodi npouecu nnactmiHoi o6pobku matepianis
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Annomayun: CosepuieHcmeosanue pasiuiHblX MexHOI02Ull U320MOGIEeHUA MO20 Ul UHO20 muna oemanei
ABNACMCA HACYWHOU NOMPEOHOCMbI0 HAPOOHO20 Xo3sticmea. Cpedu aKmyaibHbix 3a0ay nepeod UHMCeHepaMu
U Uccredo8amensimMu CIMosim maxue, KaKk YMeHbUleHUe 8PEMEHHbIX U MAMEPUATIbHBIX, d COOMBEMCIMEEHHO U
ueNoBeUECKUX, 3AMPAm HA NPOEKMUPOBAHUe, U320MOBICHUE U HATAOKY NPOYECCcO8 U320MoeieHus: Oemdiell.
Hmenno npoyeccol obpabomxu memannos dasnenuem (OM/]), npu npumerenuu ux 6 CepuiiHoM U Macco8om
npouseoocmee, AGNAOMCA MAKUMY, KOMOPble NO360NAION  YMEHbUWUMb IKOHOMUYECKUe NOKA3ameni
npou3eo0cmea 6 NoN0dCUMenbHoM Hanpaeienuu [1]. B KoOHCcmpykyusx nooaeisiowezo Oonbuuncmed
MeXaHusMo8 NPUMEHSIOMCs ocecummempuynble u mpybuamele oemanu. B pakemocmpoumensroii ompacau
U ABUACIPOCHUU UMEION WUPOKOe NPUMEHEHUE dIeMEHMbl 0CeCUMMEMPUUHBIX KOHCMPYKYULl ¢ KOHUYECKOU
uacmoio. Tlosmomy mvl cuumaem memy UCCIE008AHUS U COBEPUIEHCIBOBAHUS NPOYECCO8 MNONYYEHUs
KOHuueckux Oemanei axmyanvhou [2, 3]. Hmenno makxue demanu payuoHaibHO NOAY4amv Cnocobamu
XONOOHOU 06BEMHOU U TUCOBOU UMAMNOBKU.

Kniouesvle cnosa: npoyecc pasoauu;, mpyouamas 3a20moeKa; paoudibHuiii noonop; obpabomka
Mamepuaiios 0asnenuem; agudacmpoeHue; TUCMosas WMamnoska,; 00beMHas WmMamnosKka

Paznaua TpyOuarhix aAeTaneil xapakTepusyercs KOI(GQUIMEHTOM pa3gadd - OTHOLICHHE
Auamerpa nedopMupoBannoi yactu TpyGe D, k auametpy sarotosku D: K, =D, /D.

Ipu oTkpeITOl cXeme pa3znaun (Puc. 1.) BHEIIHSS YacTb 3arOTOBKM HE HAarpy)kKe€Ha CHJIaMH, a
yZenbHOE yCHIIE HA MOBEPXHOCTH KOHTAKTa ITyaHCOHA M 3arOTOBKH, KaK M CHJIBI TPEHHS MEXIy
HUMHU TIpU MaJIO OTHOCHTEJILHOM TOJIIIMHE HE3HAYHUTCIIbHBI. HO3TOMy HaIps’KEHHOE COCTOsIHUE B
ovare aed)OpMaIMi XapaKTepH3yeTCsl OJHOOCHBIM PACTSDKCHHEM B OKPY)KHOM HAIIpaBICHHH, a
HANPsDKEHUSIME B MEPUIMOHAIBHOM U HOPMAJIbHOM HAIIPaBJISHUH MOXHO MpeHeOpeys.

JlonmycTiMeblii KO3()(UIEHT OrpaHHMYMBACTCS MOSBICHUEM TPEIIMH Ha OTKPHITOH KPOMKE.
VYuuThIBask CXeMy HAIPSHKEHHOTO COCTOSIHHS JIOIYCTHMBIN KOI(OULHEHT pa3naul MOXKHO OLICHHUTH
[0 OTHOCHUTEIIbHOMY YJUIMHEHHIO Op IPH HCIBITaHMM MeTawia Ha paspeiB Kp = (1 + dp). B
OOJIBIIIMHCTBE CIIyYaeB ero 3HaYeHHe HaxoauTes B mpenenax 1,12...1,15.

VYBenMMuUTh JOMYCTHMbIH KOX(D(GUIMEHT pa3fayd MOXHO IyTeM H3MEHEHHsl CXEMBI
HANpPsHKEHHOTO COCTOSIHUS Ha Oojee OJIAaronpHsATHYIO CXeMy JUlsl IDIacTHYecKod nedopmanmm,
HaIpuMep, pazaadeil ¢ paanaIbHBIM HOAIOPOM.

C »9TOH UEeNnpl0 POCCMATPHBACTCSI COBMECTHAs C 3aroToBKOW aedopMmanus yIpyro-
IUTACTHYIECKOT0 KOJIbI[a HAPECCOBAHHOTO HA OTKPBITHIIN Kpail 3arOTOBKH.

3HaueHHe paJuaIbHBIX C)KUMAIOMINX HAINPSHKEHHH Ha KOHTAKTHOM MOBEPXHOCTH IyaHCOHA
CJIElyeT WCIIONb30BaTh Ul ONpPEICICHUs TPEHUS Ha KOHTAKTHOW ITOBEPXHOCTH IPH pacyere
yCHIMs pPa3fadd KECTKMM ITyaHCOHOM. B nanmpHeiilieMm pacrnpenelieHue HamnpspKeHMH B odare
nedopManuy MOKHO YTOYHUTb, YUUTHIBAs Ae(OPMAIIMOHHOE YIIPOYHEHNE Ha KaXKIOM Y4acTKe U B
Pa3IMYHBIX CEYSHHSAX TPYOUaTON 3arOTOBKH.

BoiBoabl. B pabore ycoBepiieHCTBOBaH HpolecC pa3fadd Julsl TPyO4aThIX AeTaleld u3
TpyzaHOAeOPMUpPYEMBIX ~ MaTepuanoB. lIpeyiokeH HOBBI  crmocod  pasmaud  TpyO U3
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TpyaHOAe(HOPMHUPYEMBIX MaTepHanoB. Pe3ynbTaThl YHMCICHHBIX PacyeTOB IMO3BOJISAIOT IOIYYHTh
pacnpejeneHue pecypca IUIACTUYHOCTH, HaNpsDKeHWH, aedopMmanuit M JApyrux IapamerpoB
TpoIecca pa3fadd, YTo MOMOXKET B JATbHEHIIEM COBEPIICHCTBOBAHHIO PaOOYMX MHCTPYMEHTOB H
Ipolecca pa3iaud BLEIOM.

Determination of the basic parameters for the process of dilation the open edge at tubular
workpiece with a radial support
Skotar R.O., Kholyavik O.V., Skorik A.V., Steblyuk V.I., Boris R.S., Chetverikov A.V.

Abstract. The improvement of various manufacturing technologies of one or another type of parts is an urgent
need of the national economy. Among the urgent tasks for engineers and researchers are such as reducing the time and
material, and accordingly human, costs of designing, manufacturing and commissioning of parts manufacturing
processes. It is the processes of metal forming, when applied in serial and mass production, are those that can reduce
the economic performance of production in a positive direction. In the designs of the vast majority of mechanisms,
axisymmetric and tubular parts are used. So even in the rocket industry and aircraft industry elements of axisymmetric
structures with a conical part are widely used. Therefore, we consider the topic of research and improving the
processes for obtaining conical parts relevant. Precisely such details need to be produced by cold forming and sheet
stamping methods.
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BuszHaueHHsI OCHOBHHX napaMeTpiB AJIA 1pouecy posnaqi Bi}IKpHTOFO Kparw prﬁ‘laCTO.l.
3aroTOBKH 3 pafiaibHUM MiAMOPOM
Ckorap P.O., Xoassik O.B.1, Ckopuxk A.B., Credmok B.1., Bopuc P.C., YerBepukosn A.B.
Anomayia. Yoockonanenns mexHono2ill BU20MOGNIEHHS DI3HUX Munie Oemaneii € HACYWHOIO NPOOGIEMOIO
exonomiku. Ceped akmyanbHux 3a0ay nepeo iHxiceHepamu ma OOCIOHUKAMU CIOANMb MAKI, K HANPUKIAO, 3MEHUIEHHs
4acosUX Ma Mamepianbiux, a GiON0GIOHO [ TOOCLKUX, 3AMpam HA NPOEKMY6ANHs, GU2OMOGNEHHS MA HANA200HCEHH
npoyecie gueomogienna pisnux munie oemanei. Came npoyecu 06po6Ku Memanie MUckoOM ni0 4ac 3aCMOCY6AHHA iX 6
MAco8oMy ma CepiiiHoMy GUPOOHUYMEAX, € MAKUMU, WO O0360NAI0Mb 3MEHWUMU BAXUCIUG] eKOHOMIYHI NOKAZHUKU
BUPOOHUYMBA V  BUSPAWHOMY Ol eKOHOMIKU HanpsiMKy. B koncmpykyii nepesasicnoi 6inbuiocmi Mexawizmie
3acmocosylomocs ocecumempuyni mpyouacmi demani. Hagimo y asiabydysanni ma paxemoOyoieHiil eanysi maiomo
wupoKe 3acmocyganns demani 3 KoHiuHol uacmurow. Tomy mema OO0CHiOJNCenHs Ma 600CKOHANEHHA NPOYecie
BUPOOHUYMBA KOHIUHUX Oemanell € akmyanbHolo. Buwe nazeani Ooemani payionaibHO OmMpuMyeamu cnocooami
JIUCMOB020 MA XONOOHO20 00'€MHO20 WMAMNYBANHSL.
Kurouosi_cnosa: npoyec posdaui; mpyéuacma 3a2omogka; padiaibhutl nionip; oopobka mamepianie muckom,
UCMO8e WMAMNY AN, 00'€MHe WMAMNY8AHHS
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