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Kniouegvie crosa: onTUMaNIbHBIN 3a30p; HAPSDKEHHS U Je(opMaluy IpH pe3ke; pasAenuTeIbHbIe Olepalin; oopaso-
BaHME TPELINH.

Annomayua: B cratbe paccMaTpuBaeTcs MEXaHNU3M 1e(OPMUPOBAHKS NIPH PE3KE TOHKOJIMCTOBOTO MaTepHaia ¢ LENbI0
MIPOTHO3UPOBaHMS KauecTBa Mpoduiisl pe3a IMyTeM palruoHAIBHOTO BhIOOpa 3a30pa U MOKa3areNeil CHCTeMBI «3aroTOBKa —
CEKIIMOHHBIA pabo4YMii MHCTPYMEHT». 3a/ladd MCCIENOBAHUS pPEIlaIUCh ISl IUIOCKOH JedopMaluu ¢ HCHONb30BaHUEM
KOHEYHO-3JIEMEHTHOW MOJIeNIN Ipolecca pe3k. Ha ocHOBaHMM pe3ynsTaToB pacueTa BBINOIHEHO ONMHUCAaHUE HAMPSHKEHHO-
Je(OpPMUPOBAHHOTO COCTOSIHUSI MaTrepraja B 30HE pe3a JUIsl YeThIpeX cTaaui mporecca. OnpeneneHsl MmoKa3aTean Harpsi-
JKEHHO-/1e()OPMUPOBAHHOTO COCTOSIHUS M YCIIOBUSI B MaTepHale, KOTOpbIe IIPUBO/ST K 00pa30BaHUIO TPEUIMHBI. BrImonHe-
Ha OIICHKa CTETNEeHH BIHMSHUS YCHIHNS Ne(OPMHUPOBAHHUS U MPKMMA Ha BEJIMUMHBI YIPYTHX Ie(OpMalii CEKLIUI 1 3Hade-
HHE 3a30pa. YCTaHOBJICHO 3HAYEHHE PACHHPAIOLIETO YCHIINS, KOTOpoe cooTBeTcTByeT Benmauue ot 10 mo 30 % ot makcu-
MaJIbHOTO YCHIINS Pa3IeluTeNbHON onepanun. B paboTe oTMeueHo, YTO 3HAUUTENFHOE BIMSHIE HA N3MEHEHNE BEITHMIHHBI
3a30pa MEXIy PeXYIIMMH CEKLIMSIMH OKa3bIBaeT OOKOBOE pacmuparolee ycuine. BeIsBIeHO, YTO U3MEHEHNE BEIHIHHBI
3a30pa MOJ BIMSHHUEM YIPYTHX AehopMaruii BEpXHEH U HIDKHEH CEKIIMM HEBEIMKO W HAXOAUTCS B Mpenesax JOoIycKa pe-
KOMEHIyeMoro 3a3opa. [IpennoxkeHo ycioBue moay4eHus KaueCTBEHHON ITOBEPXHOCTH Npoduiis pe3a, KoTopoe odecredn-
BacTCs B CIlyyae COBIAJCHUS HANPaBICHHUS pPACIpPOCTPAHEHHs TPEIIUHBI C HANpPaBICHHEM, COCAUHSIONNM PEXYIINe
KPOMKH Ha CEKLHUAX BepxXa W HH3a. YCTAHOBJICHO, YTO ONTHMAJBHBIN 3a30p Ui 3HAYEeHUI mapaMeTpoB, UCHOIb3YEMbIX
B pabote, cocTaBisieT 5 % OT TONIMHBI MaTepHala, 9To COINIacCyeTCsl C MPOU3BOACTBEHHBIMU pe3yibTaTaMu. AHaJIN3 pac-
Npe/ieNieHus Mojiel TIaBHBIX HOPMAJIbHBIX HANpPSDKEHUH B odare aedopMaliy MO3BOJHI YCTaHOBHTH, YTO HAIPSHKEHHMS,
Oy/ydH pacTsArUBalOUIMMH, CIIOCOOCTBYIOT PACKPBITHIO CKAJIBIBAIONINX TPELIMH, BO3HUKAIOIINX B CJIOSIX 3aTOTOBKH, PacIio-
JIO)KEHHBIX BOJIM3U OT PEXKYIINX KPOMOK. B cTarhbe 0TMEUEeHO, 4TO pacpOCTPaHEHUIO CKAJIBIBAIOIIEH TPEIIMHBI OT PexXy-
el KPOMKH BEpXHET0 MHCTPYMEHTa CIIOCOOCTBYeT OoJbliiee 3HaUYCHUE Pe3yIBTHPYIONIEH BETMYMHBI TIIABHOTO HOPMAJhb-
HOTO PacTATHBAIOIIETO HANPSDKEHUS B odare Je(opManuy y BEPXHEr0 WHCTPYMEHTA, YeM y PEXyIleH KPOMKH HU)KHETO

WHCTPYMEHTA.

BBEJIEHUE

HccnenoBanue xapakrepa paclpenesieHus] HarpsyKeHU
B JehopMUpyeMOM Marepuaie HeoOXOIUMO Kak s Oolee
IIOJIHOT'O BBIABJIICHUS MEXaHH3Ma }Ie(bOpMI/IpOBaHI/Iﬂ B pasae-
JIMTCJIBHBIX OIE€paluax XOJ'[OJ]HOf/'I JINCTOBOM IITAaMIIOBKH, TaK
W JUISl YCTaHOBJIEHHS! CIIOCOOOB YIIPaBJIEHHS ITPOLIECCOM pa3-
JICITICHNSI C TIEJIBIO TIOTyUYEHHS JIeTalei BBICOKOTO KauecTa.

W3ydyeHuro pasneuTenbHbIX ONepaliid Ipu pe3ke TOH-
KOJINCTOBBIX 3arOTOBOK MOCBSIICHO 3HAYUTENBEHOE KOJHYe-
CTBO paboT. B OCHOBHOM B Ipomecce aHajIM3a pa3/ieiu-
TEJIHBIX ONepanuii paccMaTpHBAIOTCS HaIpsHKEHO-1edop-
MHpPOBaHHOE COCTOSHHE MeTaiuia [1-3], CHIOBBIE PEKUMBI
TEXHOJIOTHYECKOTO TIporiecca [4; 5], MEeTOmuKH ompexnee-
HUS KPUTEPHs pa3pyIIeHus: Marepuana [6; 7], a Taxke pas-
Mepbl U (opma uHCTpymMeHnta [8—10], obecreunBaroriye
MOJyYeHHe KaueCTBEHHOW MOBEPXHOCTH Cpe3a JUlsl pa3iind-
HBIX MECTAJIJIOB.

3Ha4YMTENBHBIA BKJIAJ] B pa3BUTHE METO/IOB aHAIN3a Tpo-
LIECCOB Pa3/eNIUTEBHBIX OIepaliii BHECIU paboThl, OCBS-
IIEHHBIC HCCIIE0BaHNUAM 0COOCHHOCTEH MexaHu3Ma aedop-
MHPOBaHHs Marepualia TpH BBINOIHEHUN DPa3IelUTEIbHBIX
onepauuii JucToBod wwTamnoBku [11; 12], meronam Teope-
THYECKOTO aHaJM3a M AKCIEPUMEHTAIBHOTO HCCIIEIOBAHNUS
nporeccoB pe3ku [13], pa3paboTkam, OTHOCSIIIMMCS K OITH-
CaHUIO HANPSDKEHHO-A€(OPMHUPOBAHHOTO COCTOSHHS B 30HE
pesa [14], mapameTpam pa3pymenus [15] u T. 1.

B Hacrosmiee BpeMsi Bce dallle MCCIEJOBaHME MpoLec-
COB PE3KH METAIJIOB OCHOBBIBACTCS HA HCIIOIb30BAaHUU
METOJIOB YHCIICHHOTO MOJEJIMPOBaHUS C HPUMEHEHHEM

MPOTPAaMMHBIX CHCTEM, B OCHOBY KOTOPBIX 3aJI0KEH METOI
KOHEYHBIX 3eMeHTOB [16; 17]. Heo6xomumocTs mprMeHe-
HUS TPOTPaMM HHKCHEPHOI'O aHAIM3a Ui HCCICIOBAHUS
MPOIECCOB 00PaOOTKM META/UIOB JaBJICHHUEM CBs3aHA C HX
BO3MO)KHOCTSIMH B 00JaCTH MOJACTMPOBAHUS  CIOKHBIX
MPOIECCOB CO 3HAYUTEILHBIMHU IJIACTUYCCKUMU JiehopMa-
LUSMH U pa3pylieHneM Matepuaios [18].

B mporecce pa3paboTKu KOHCTPYKIIHIA Pa3IeIUATEIbHBIX
IITAMIIOB TOCIeAoBaresibHOro AeiictBus [19-21] otnmens-
HOC BHHMAaHHE YHETSICTCS MpoOiIeMe Ope/eNieHust H 00ec-
TICYCHUST ONTUMAIBFHON BEIMYHMHBI 3a30pa MEKAY pabodnm
WHCTpyMEHTOM. HeBepHO momoOpaHHAs BeNMYMHA 3a30pa
TIPUBOAMT K CHIDKEHHIO Ka9ecTBa MPOQUISL pe3a 3a CUeT I10-
sIBTICHUS IePEeKTOB B 30HE pa3/ieneHus MaTepraia [22; 23].

Br100p BennUMHBI 3330pa 3aBUCHT OT BHA M TOJIIHHBI
Marepuana. J{ins BeIpyOKM KpYHNHOTraOapUTHBIX 3arOTOBOK
tomuuHOK 0,8 MM n3 cramu 08HO OCB, npeaHa3HauYeHHBIX
JUIS aBTOMOOWJIBHOM TMPOMBIIIJICHHOCTH, BEIUYMHA J[BYX-
CTOPOHHETO 3a30pa COCTaBIsET B cpenHeM oT 4 1o 16 % ot
TONIMHBI [24-26]. BennunHa 3a30pa B yka3aHHBIX paboTax
pa3iuyHa U MOXKET BapbHpOBaThes B Ipeaenax ot 20 %.

[NoBrImeHne TpeboBaHM K Ka4eCTBY KpyIHOTaOapHT-
HBIX TOHKOJIUCTOBBIX JI€TaJIell Ky30Ba COBPEMEHHOTO aBTO-
MOOWISI M TPOOIEMBI, CBS3aHHBIE C €ro OOECIIEYeHUEM,
OTIPEIEIISIOT 00IaCTh HACTOSIIIETO HCCIESIOBAHMS.

OcCHOBHOM 3aiadell UCCIeNOBaHMS SBISETCS MPOTHO3H-
poBaHue KauecTBa MPOGHIS pe3a TOHKOJMCTOBBIX 3aroTo-
BOK Ha OCHOBE PallMOHAIBHOTO BBIOOpA 3a30pa M MOKa3aTe-
JIeH CHCTEMBI «3ar0TOBKa — pabOYHii HHCTPYMEHTY.
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Hens paboThl — COBEPIICHCTBOBAHUE Pa3lCIUTEIBHBIX
ormepanyii UIsI TOHKOJIHMCTOBOTO MaTrepuana KpymHorada-
PHUTHBIX 3arOTOBOK ITyT€M palMOHAIBLHOTO BbIOOpa 3a30pa
U TIOKazarelneil CHCTeMbl «3aroToBKa — pabouuil MHCTPY-
MEHT».

METOIUKA ITPOBEJEHUSA NCCIEJOBAHUSA

PanmonanbHas BenM4MHA 3a30pa HAXOAUIACh HA OCHOBE
YHCIEHHOTO MOJICIIUPOBAHMS TIpOIiecca pa3IeUTeNbHON
oreparuu. Cxema HampsHKEHHO-IE(GOPMHUPOBAHHOTO CO-
CTOSIHUSI B 30HE pe3a NPHHUMAIACh ILUIOCKO-Ie(GOopMHpPO-
BaHHOM. YcIOBHE Iepexoja Tella B IUIACTHYECKOE COCTOS-
HHE 3a/[aBaJIOCh 3aKOHOM XWJUIa IJIsi OPTOTPOIHOTO Tela.
B xauecTBe KpHuTepHs pa3pylLIeHUs HCIIOIB30BAJICS HOPMH-
poBanHbI MHTerpaibHbiid 3akoH Cockcroft-Latham. 3azop
MEX]y CEKIIMOHHBIM PabOdYMM HHCTPYMEHTOM aHaJIH3HPO-
Bajcd B JONyCTUMOM MHTepBane 3HadeHudt ot 0,03
J0 0,065 mMm. MuHMManbHbIE pa3Mepbl KOHEUHBIX JIEMEH-
TOB B 30HE 3a30pa cocTaBisuii 5...7 MkM. OOrmee yucio
KOHEYHBIX 351eMeHToB gocturaio 21000.

UmncneHHBIH aHAIHM3 Ipomecca pe3Kd OBUT pearn30BaH
¢ nomombo nporpaMMmsl DEFORM-2D.

AHAJIM3 NIOJIYYEHHBIX PE3YJIBTATOB

YncneHHOe MOAGNUPOBAHUE IOKa3ajo, YTO HPH pas-
JIMYHBIX TEXHOJIOTMYECKHX 3a30pax M0 Mepe YBEIHYCHUS
Harpy3Kl pacrter odar aedopManui W KOHIIEHTpauusl Ha-
HNpsOKeHUH y pexymux KpoMok cekmuii (puc. 1). ITo mepe
nepeMelIeHsT BepXHeH CEKLIUH MHTEHCUBHOCTH HampshKe-
HHUH pacrpocTpaHsercst BIyOb odara nedopmanun. Mak-
CHMaJbHBIE TVIaBHBIE AedopMaly B 30HE pe3a pacipese-
JISIFOTCSI HEPAaBHOMEPHO, YTO CBHJETENIBCTBYET 00 MX HEOA-
HOPOIHOCTH (pHC. 2).

Stress - Effective (MPa

R N

N

: o

[ -‘i | L— § | 206

Puc. 1. Veenuuenue ouaza depopmayuu
no Mepe ygenuuenus Hazpy3Ku
(napamemp — UHMEHCUBHOCTb HANPAICEHULL)

AHanu3 HanpsbKeHHO-1e()OPMUPOBAHHOTO  COCTOSIHUS
Martepuana B 30HE pe3a ObLT OCYIIECTBICH IS YEThIPEX
cranuii mporecca (puc. 3):

1 — ynpyrast nedopmarrus,

2 — ynpyro-tiactuueckas aedopmarus,

3 — ynpyro-miactTuueckas CTajusi U Hayajao paspy-
IIEHUS,

4 — pactipoCTpaHEHHE TPEIIMHBI, BEAYLIEe K pa3py-
HICHUIO.

YpoBHM BBIOOpa JAaHHBIX pacmofiokeHbl ¢ marom 0,15
JUIsL 00JIaCTH MCCIIEAOBAaHMS PAaBHOW TOJILIMHE Marepuana
(S) (puc. 4).

[onyuenHsle naHHBIE, PEICTaBICHHbBIE B BUE Tpadu-
KOB, IIO3BOJIMUIM BBINOJIHUTH OIMCAHWE HANpPSDKEHHO-
Je()OPMUPOBAHHOTO COCTOSIHMSI B 30HE pe3a MaTepuaa.
AHanmu3 MakCUMaJIbHBIX IVIaBHBIX HamnpspkeHu B Touke 71
MOKa3aJl, YTO HauOoJIbIIee 3HAYCHUE HANPSHKEHHUS HaOIIo-
JIaeTcsl TOJ TIPXUMOM BBHJLy M3rn0a Marepuaia 3aroToB-
ku (puc. 5). B Touke 72 rpaguieHT HanpsDKEHHH MaKCHMa-
JIEH B 3a30p€ MEXIy MHCTpyYMEeHTOM. JliIst cTanuu mpouecca
B Touke 73 HaOonaercsl yBelnuieHne HanpsHkeHHH B 3a30-
pe I MaTepHaja cO CTOPOHBI CEKIIMM HH3a UM TaJeHHE
HanpsDKeHUI, COOTBETCTBYIOIINX Hayally pa3pyIleHHs Ma-
Tepuaa oT pexylleld KpOMKHU CeKIIUU BepXa.

AHanmu3 MaKCHUMalbHBIX IVIaBHBIX JeQopManuii Mmoka-
3aJ1, 4YTO BO BCEX TPEX TOUKAX MPOUCXOAUT POCT IpaueHTa
IIaBHBIX JAedopManii B HANpaBICHUH PACIPOCTPAHEHUS
TpemuHsI (puc. 6).

CxopocTh aedopMany Takxke MaKCHMalbHa IS yda-
CTKOB 3arOTOBKH TOJ CeKiuer Bepxa (puc. 7). B Touke 73
MIOKa3aHO 3HAYMTEIbHOE YBEIMYEHHUE CKOPOCTH Aedopma-
LIUH, OTHOCSIIEeCs K (HOPMHUPOBAHUIO YCIOBHI B MaTepHa-
Jie JUI ero pa3pylIeHHus, a TaKkke MaJeHHe CKOPOCTH IS
Y4YacTKOB BOJIM3H PEXyIIeld KPOMKH CEKIIMU Bepxa, B KOTO-
PBIX y’Ke MOJTy4YrIIa pa3BUTHE TPEIUHA.

Jlng HaxoXJeHHs pallOHAJIbHON BETMYMHBI 3a30pa He-
00XOIMMO Y4ecTh W OLEHUTH BIMSHHE Je(opMaliu HHCT-
pymenTta. ComnpspkeHHasl 3aada ONpeieNeHus YIpyTrux Je-
(opManuii H”HCTPYMEHTa, BBINOIHEHHOTO U3 cTaimu Y 10A,
MI03BOJIMJIa YCTAHOBUTH CTENICHb BIWSHHS YCHIUS Jedop-
MHUPOBaHMS W TPIKMMa Ha BEIUYUHBI YIpPyroil aedopma-
I[N BEPXHETO M HIDKHETO PadOYero MHCTPYMEHTA M 3Hade-
Hue 3a3opa (puc. 8, 9). IlonydeHHOE 3HAUEHHE pacIHparo-
IIETO YCHJIMSI COOTBETCTBYET PacyeTHOMY HHTEpBaiy, CO-
IJJACHO KOTOPOMY BEJIMYMHA TOPU3OHTAJIBHON CHIBI CO-
crapmsieT ot 10 10 30 % OT MakCMMaIbHOTO YCHIIHS pa3Jie-
JIUTETILHOM ONepariy.

CoBMeCTHOE BIHMSHUE YNPYrHX jAedopMaiuii BEpXHEro
U HWXHETO MHCTPYMEHTa MPUBOJUT K U3MEHEHHIO BEIUYU-
HBI 3a30pa B Ipefenax ero aomycka [26]. Bemnuuna cme-
LIEHUS IO, IEMCTBUEM YNPYTUX cuil coctasisieT ot 20,2 1o
32,8 % nmomycka Ha BEIMYMHY 3a30pa, MOM BIUSHUEM MpU-
kuma — ot 3,3 10 4,3 %.

Pe3yneraTel pacueTra TMoKas3aiH, 4TO OOJbIIEE BIIHSHHUE

Ha M3MEHEHHE BEJMYHMHBI 3a30pa OKa3bIBaeT JIeHcTBHE 00-
KOBOTO PacHHpPAroIlero YCHINS Ha BEPXHUH MHCTPYMEHT 3a
cueT OOJNBILIEH TUIOMIAZAM KOHTaKTa MaTepHaia 3aroTOBKH
U UHCTPYMEHTa. 3Hau€HHE TOPU30HTAIBHOTO CMELICHHUS
BEPXHETO WHCTpyMeHTa Ha 14 % Bbllle, 4eM BeIUYMHA
CMEILEHUS] HUKHETO MHCTPYMEHTA.
CMeleHne pexxynmx KpOMOK HHCTPYMEHTA, a TAK)KE BEJH-
YHMHa 3a30pa (GOPMUPYIOT PA3IMYHbIEC YCIOBUS pa3pylIeHUs
TOHKOJINCTOBOTO Marepuaia. UNCIeHHBI pacyeT B yCIOBH-
SX CMEUICHUs] paboduero MHCTPYMEHTa IOKa3al, 4TO IpH
3a3opax 0,03 u 0,06 MM TpaeKTOpHsI Pa3BUTHS TPEIIUHBI
BHa4ajJie UMeeT QYrooOpa3HBI XapakTep, a MPH BETHIHHE
3a3opa 0,04 MM IPOXOIUT IO MPAMOIUHEHHON TpaeKTOpUH
(puc. 10). Takum obpazom, mpu BenudauHe 3a30pa 0,04 Mm
HaOJIFOIaeTCsl TOYHOE COBIIA/ICHUE CKAJBIBAIOLINX TPELIVH,
UAYLIIHMX OT PEXKYIMX KPOMOK.
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Strain - Total - Max principal

0,990
0,866 I

i 0,743

0,619

0,495

0371

0.248;

0,124

o

0,000
Puc. 2. MakcumanvHole enaguvie oepopmayuu: a — 0,1S; 6 — 0,19S; 6 — 0,235

a 6

T2

—
w
(=]

T1

110

90

Ycunune onepaumm, H/mm

30 | 1 2 3 4

[
Y

0 0.0 0.1 0.15 02 0.23
nepeMELLl.eHV‘E WMHCTPYMEHTa, MM

Puc. 3. Ananu3z HanpsaicenHo-0eQopMUpo8aHHO20 COCMOAHUSL MAMEPUAa
8 30He pe3a OJi Yuemblpex cmaouti npoyecca

Puc. 4. Yposnu ananusza HanpajcenHo-0e@popmuposaHno20 cOCMOAHUL MAmepuald 8 30ne pesd

°

=]
8

Hanps:eHus rnasHble
MaKkcumanbHble, MIMa
HanpsaeHus rnasHble
MaKcumanbHbie, MMa
HanpAeHus rnasHole
MaKcumanbHble, MMa

2
]
38
8
3

[OuanasoH obnactn, mm AunanasoH obnacti, mMm [uanasoH obnactn, mm

Puc. 5. Maxcumanvnvie enasuvie HanpsaxceHus
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0,16
0,14
0,12

01
0,08
0,06

0,04

rnasHble, MM/MM

0,02

[Ledopmaunm MakcumabHble

02

i
L
04

0,6
AuanasoH cBaacty, Mm

LedopmaLyn MakcumanbHble

rnasHble, MM/MM
€ = R =R 8 B
5 S ESE £ B

o

OunanazoH obnact, MM

rnasHble, MM/MM

02

03 04 05 06 0,7 08

Nedopmauumn makcumanbHble

OwanasoH obnactn, Mm

Puc. 6. Maxcumanvhoie enagnvle degpopmayuu

N a5 N 60 N 180 ‘ T3 ‘
2 40 ‘ T 3 ‘ 2 = 160 :
¥ 1 X = ]
g 0 2 40 g {
2, g 25w
& = & 20 2=
0= 0 0 = &5 w
= 15 T2 20 S
o= a = T3 0
b2 6Z, TEC R,
8. 5 / 8_ — g_ 20
] s 2 o o 0
= 0 02 04 06 w5 0 02 04 06 o8 |5 0 02 04 06 03
[unanasoH obnactu, mm [wnanasoH obaactu, mm [OwanasoH obnactv, Mm
Puc. 7. Ckopocmw dechopmayuu
48,5 0,0035 CmelleHmne cekumii Bepxa
B 2
«a,_ 48 2 0,003
(]
Q £ 0,0025 —
8 1 475 o _‘__“,,s-‘*""“'"i
s 2 0,002 =
O = A7 = CMelLeHne CeKLMM Hn3a
g3 G 0,0015
o Y =
o > 46,5 o 0,001
o
) 3 0,025 0,035 0,045 0,055 0,065
s 46 [
I} g 3asop, Mm
45,5 :
0,025 0,035 0,045 0,055 0,065 0,075
3asop, Mmm Puc. 9. I'pagpux 3asucumocmu genuyunsl
CMeujeHUsl PeXCywux cekyuti
Puc. 8. 3asucumocmsv seruuunvi 60k06020 om eeluuUHbL 3a30pa
pacnuparowie2o YCuius Om eIudUHbl 3a30pa 100 deticmeuem pacnupaouux cui
a o 6
Puc. 10. Hanpasnenus pazsumus mpewjuHvl npu pasiuyHol eeludune 3a3opa.:
a— 0,03 mm; 6 — 0,04 mm; 6 — 0,06 mm
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Puc. 11. Hanpasnenue pacnpocmpaneHus mpeujuHul

7

6
= 5
as e
[ - —
g4
=
53 }
= .
!

1 1

0 i Zont

0,025 0,035 0,045 0,055 0,065

3azop, MM
—VYrona -—--Yronq@

Puc. 12. 3uauenus yanos o u ¢ 015 paziuyHbIxX 3a30pP08
€ UCNONL308AHUEM PE3VTIbIMAMOE KOHEUHO-3]IeMEHMHO20 AHANU3A

3a3op OymeT omTHMAaJCH, KOTJa HAampaBICHUE pPaclpo-
CTpaHCHUS TPEUINMHBI COBIANACT C HAIPaBICHUEM, COCIH-
HSIOIIUM PEXYIIHE KPOMKH UHCTPYMEHTOB ([IHaroHaIbHAs
muans) (puc. 11) [1]:

0=0,

I7Ie 0. — YTOJl paclpoCTPaHEHHs TPEIUHBL;
() — YroJl HaKJIOHa OTPe3Ka, COEANHSIIONIETO KPOMKH Pexy-
IIEr0 HHCTPYMEHTa B MOMEHT 3apOXK/ICHHUS TPELIHHBI.

TouHoe coBmajgeHUE TPEIINH, KOTOPBIE paclpoCTpaHs-
IOTCSI OT PEXYIIUX KPOMOK, 0OECIIEUMBACT KAaueCTBEHHYIO
MIOBEPXHOCTH pe3a.

3HavyeHHsl YIJIOB o U (@ OBUIM PacCUMTAHBI JUIS Pa3JINy-
HBIX 3a30pOB C HCIIOJB30BAaHHEM pPE3YJBTaTOB KOHEYHO-
AIIEMEHTHOTO aHanm3a (puc. 12). OnTuManbHBIA 3a30p IS
3HAuUCHUH MapaMeTpoB, MCIONb3yEeMbIX B 3TOH paboTe, co-
crapisier 5 % OT TONIIUHBI MaTepHaia, 4To COINIacyeTcs
C IPOU3BOACTBCHHBIMU PE3YJIbTaTaAMU. HOJ’Iy‘-ICHHBIe 3Ha4Ye-
HUS YIJIOB B II€JIOM COOTBETCTBYIOT MHTEpPBAJly 3HAYCHUH
YIJIOB pacrpoCTPaHEHHs TPEUIUHBI, ITPEACTABICHHBIX B pa-
Ootax [14; 24].

B pesynbrare YHCIEHHBIX OSKCIIEPHMEHTOB IOJyYEHO
3HAYEHUE yIa PacIpOCTPAaHEHUs] TPEIIMHBI (IS CTalM
0810 OCB Ttommunoit 0,8 MM), TpH KOTOPOM 3a30p ONTH-
MaJieH, oHO paBHO 3,4°. HaiineHHas BelWuyMHA yIiia He3Ha-
YUTETHHO MEHBIIE HIDKHETO 3Ha4eHus uHTepBana (oT 4
10 6°) U3MEHEeHUs 3a30pOB. B 3aBHCHMOCTH OT TUTACTUYIHO-
CTH MeTaJlla TalKe HaOMogaeTcs W3MEHEHHe I'PaHULl MH-
TepBaja yIjla pacipoCTPaHEeHHs TPEILUHBL

XapaxTtep pacrpeneneHus 1mojel TaBHBIX HOPMaJIbHBIX
HanpspKeHui B odare jnedopmanuy mokasan (puc. 5), 4To
HanpspKeHus,, OyAydd pacTATHUBAIOLNIMMH, CIHOCOOCTBYIOT
PACKPBITHIO CKAJBIBAIONINX TPEIINH, BOSHUKAIONINX B CJIO-
SIX 3aTOTOBKH, PAcIOIOKEHHBIX BONM3M OT PEXYIIMX KpO-
Mok. [lonydeHHBIN pe3yabTar sBISETCS MOATBEPIKACHHEM
THIIOTE3 O HAMpaBICHUH PACIPOCTPAHEHHS TPELIMHbI,
Ipe/CTaBIeHHBIX B paborax [1; 11; 12].

bnaromapsi KOHIEHTpalM HaNpsHKEHUH B YCThE Tpe-
LIMHBI, MOCEAHsAsT OBICTPO pa3BUBAETCSI B TOJIIMHY 3aro-
TOBKH W TIPH BCTpeUE TPEIIWH, UIYIIHX OT PEXYIIHX KpPO-
MOK HaBCTpEdy JpYT IPYTY, MPOIECC pa3/iesieHHus 3ar0TOB-
KM 3aKaHYMBaETCSl.

Pesynerupyromas BeIWYMHA IVIABHOTO HOPMAJIBHOTO
PaCTATUBAIOIIETO HANPSDKEHNS OOJBIIE y PeXyIiel KpOMKH
BEPXHETO, YeM y HIDKHETO MHCTpYMEHTa (puc. 5), 4To CHo-
coOCTBYeT 00pa30BaHMIO U PACIPOCTPAHEHUIO CKAaJbIBAIO-
LIel TPEUIMHBI OT BEPXHEr0 HHCTPYMEHTA.

PE3YJBTATbBI 1 BBIBO/IbI

[pencrasnennas MeToaMKa YHUCIEHHOTO MOIEIUPOBAHUS
pa3ieNuTeNbHbIX OMNepalyii Ha OCHOBE PacueTHOW KOHEYHO-
9JIEMEHTHOM MOJENN Tpoliecca Pe3KH TOHKOJIHMCTOBOTO Mare-
pHaya TIO03BOJSIET NPOTHO3MPOBATh KAaYECTBO IOTyYaeMBbIX
3aTOTOBOK C y4ETOM 0COOEHHOCTEH JIehopMHUPOBaHHS.

AHanu3 HONyYeHHBIX PE3yJIBTAaTOB IOKa3al, 4To yIpy-
roe cMelieHne paboyero HHCTPYMEHTA HE BBIXOIWT 3a Tpa-
HUIIBI JOIyCKa TEXHOJIOTUIECKOTO 3a30pa.

YcTaHOBIEHBI BEIMYMHBI YOPYTHX AepopMaluil WH-
CTPYMEHTa, BO3HUKAIOUINE B MPOILECCE PA3ACIUTEIBHOMN
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orepany TOHKOJIMCTOBOTO Marepuaiyia. BBIIBIEHO, 4TO yII-
pyroe ropu3OHTAJIBFHOE CMEIICHHE Ha BEpPXHEM HOXE OO0Jb-
1€, YeM Ha HUKHEM Hoxe, Ha 14 %.

Onucan MexXaHU3M BSI3KOTO Pa3pyIlICHUs sl pas3eiu-
TeIbHBIX omnepauuid. HalineHo nmoaTBep:xaeHUE TUnoTe3bl
0 HAIIpaBJICHUU PACIPOCTPAHEHUs TPEIIMHBI, KOTOPOE CBSI-
3aHO C JEWCTBHEM MAaKCHUMAaJbHBIX I[VIaBHBIX PacTITHMBalo-
LIUX HaNpPsDKEHUH.

ITo pe3ymprataM YHCICHHBIX JKCIIEPUMEHTOB OMpEe-
JICHBI TPAHUIIBI ONTHMAIBHOTO TEXHOJOTHYECKOTO 3a30pa.
ITokazano, 4to Ass pyJIOHHOU XosonHoKaraHou ctanu 0810
tommuHOK 0,8 MM 3HaYeHHE ONTHMAIEHOTO 3a30pa COCTAB-
€T 5 % OT TOJIIMHEL.
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SPECIAL CHARACTERISTICS OF THE DEFORMING MECHANISM
DURING STAMPING SHEARING OPERATIONS
© 2018
P.N. Shenberger, senior lecturer of Chair “Welding, pressure materials treatment and related processes”
Togliatti State University, Togliatti (Russia)

Keywords: optimal gap; stresses and deformations when cutting; shearing operations; crack formation.

Abstract: The paper considers the deformation mechanism when cutting thin sheet material to predict the quality of
a cut profile by the rational choice of a gap and the indicators of the “workpiece — sectional working tool” system.
The research objectives were solved for flat deformation using the finite element model of a cutting process. Based on
the calculation results, the author described the stress-strain state of the material in the cutting zone for four stages of
the process and determined the indices of the stress-strain state and the conditions in the material leading to the crack for-
mation. The degree of influence of the deformation force and pressing on the values of the elastic deformation of sections
and the gap value is estimated. The study identified the bursting force value which corresponds to the value of 10 to 30 %
of the maximum force of a shearing operation. In the work, it is noted that the lateral bursting force influences considera-
bly the variation of a gap between the cutting sections. It is found that the gap size variation under the influence of elastic
deformations of the upper and lower sections is small and is within the permitted recommended gap. The author offers
the condition for the production of a qualitative profile surface of a cut which is provided in the case of coincidence of
the crack propagation direction and the direction connecting the cutting edges on the top and bottom sections. It is deter-
mined that the optimal gap for the parameters values used in the work is 5 % of the material thickness, which is consistent
with the production results. The analysis of fields’ distribution of the main normal stresses in the deformation region al-
lowed determining that the stresses, being the stretching, contribute to the opening of shearing cracks occurring in the lay-
ers of a workpiece located near the cutting edges. The paper notes that the value of the resultant of main normal tensile
stress in the deformation region of the upper tool greater than that of the cutting edge of the lower tool facilitates the shea-
ring crack propagation from the cutting edge of the upper tool.
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