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AHHOTaums: I'Ipep,no»(eH HOBBbIN TEXHOSTOrMYEeCKni npouecc n3rotoBrieHnA NOKOBOK C ITIy6OKVIMVI nonocTaAMm
MeTogoMm ropﬂqe|7| LUITaMMOBKW, MO3BOMSOLLNA CHU3NTb Harpes n yaeribHble YCUnna Ha MHCTPyMeHTe, a Takxke
NOBbLICUTb €ro CTOWMKOCTb. Pa3pa60TaHHa;| TEXHONOIrM4a BKIo4YaeT onepaunn ocagku MCXOAHOW 3aroTOBKM,
ropﬂqeﬁ LUITAaMNOBKN HaAPYXHOro I'IpOCbI/I.I'IFl I'IOJ'Iy‘-IGHHOVI NOKOBKW, BblaaBlIMBaHUA BHyTpeHHeI7I NOoJ10CTU
onpaBkn n OTKprTOIz LUTaMNOBKN 3a4HEro KOHNYeCKOro y4acTtKka ornpaBKu.

KnioueBkle cnosa: MogenvpoBaHue, nporpamma QForm, ropsiuee o6bemMHoe (hOpMOM3MEHEHME, LUTaMI.
I. BBEOEHUVE

CnOXHOCTb NPOMBILUSIEHHOrO UCMOJSIb30BaHUS TEXHOMOMMU FOpsYelt LUTaMMOBKM MOKOBOK C rAyGOKMMMU
MONoCTAMM HebOnbLUOrO CeyvYeHusl CBsA3aHa C TSHKeNbiMWM YCNnoBuAMM paboTbl M HU3KOM CTOWKOCTbLIO
WMHCTPYMeHTa ANs BblAaBnNuBaHMSA Takmx nonocTtewn. VMlccnegoBaHMs TEXHONOrMYECKMX MPOLLECCOB ropsyen
LUTaMNOBKM MOKOBOK C rMyBOKMMM MOMOCTAMM MOKa3blBalOT, YTO MYaHCOH ANS BblAaBNMBaHMA MNOSIOCTU
ucnblTeiBaeT Oonblive ygenbHble ycunusa (>1000 MIla) npyu 3Ha4MTENbHOM TEMNfIOBOM BO34ENCTBUM.
Temnepartypa No ce4YeHuIo NyaHcoHa B Hanboree Harpy)XeHHOW HXKHE YacTn HaxoauTes B npegenax ot 400
(B ueHTpe) go 800 °C (Ha noBepxHOCTH). NpUMEHEHNE TEMMOCTONKNX MHCTPYMEHTarbHbIX cTanen (4X2B5SMo,
5X3B3M®, 2X6B8M2K8 u pgp.) He nos3BonsieT pewuTb 3Ty npobnemy. Lenb HacTosiwen pabotbl —
pa3paboTka HOBOro TEXHOMOMMYECKOro npoLecca ropsyen LTaMrnoBKU NMOKOBOK TUMAa OMpaBOK MPOLUMBHbIX
CTaHOB M3 Tensno- M >KapoCTOMKMX cTanewn, obecneyvBalollero MOBbILEHNE CTOWKOCTM LUTaMnoBOro
WMHCTPYMEHTA.

II. MOOENNPOBAHWE TEXHOJNOIMMYECKOI O MPOLIECCA

AHanu3 M3BECTHbIX TEXHOJSIOTMYECKMX MPOLIECCOB rOpsYei LUTAMMOBKM OMPAaBOK MPOLUMBHBIX CTaHOB
nokasblBaeT, YTO HaubonbluMe yAenbHble YCUIUSA, PasorpeB M HU3KYID CTOMKOCTb MMEET MyaHCOH Ans
BblOABNNBAHNSA BHYTPEHHE NMOMOCTU ONpaBKu.

PucyHok 1. TexHonormyeckue nepexodbl ropsyei WTamnoBKM NOKOBKM TUMa OMNpaBKX MPOLLMBHOIO CTaHa:
a — WTamnoBKa HapyxHoro npocuns; 6 — npegBapuTensHoe BblAaBvMBaHME NOMOCTY; B — LUTaMMOBKa
BHYTPEHHEN NOMOCTY ONpaBKK; I — LUTAMMNOBKa 06paTHOro KoHyca

Ha ocHoBe KOHCTPYKTMBHO-TEXHOJIOIMYECKOro aHanmusa ocobBeHHOCTe OnpaBkuM W CYLLECTBYIOLLMX
TEXHOMOMMYECKMX MPOLIECCOB [J1si MOBbILEHNST CTOMKOCTM WHCTPYMEHTa MNpensioKeH TEeXHOMOorMveckuii
npouecc ropsiyel LITaMmnoBKM OMPaBKM MPOLLUMBHOIO CTaHa, BKIOYaOLWMIA onepauuy ocagkM WUCXOOHOM
3aroToBKW, ropsYyeit LITaMMNOBKN HApYKHOTO NPOdUMsA Nofy4aeMoi MOKOBKM, BblOaBrnvBaHWE BHYTPEHHel
MOSIOCTY ONpaBKK, OTKPLITON LUTAMMOBKM 3aHEro KOHUYECKOro yyacTka onpasku. MNpu aToM Ans yny4dlleHus
yCrnoBuiA paGoTbl 1 NOBbILLIEHUSI CTOMKOCTM MHCTPYMEHTa ONA BblAaBMUBAHUS BHYTPEHHEN NOMoCTM OnpaBKu
NPeanoXeHo rocre ropsYveil LITAMMOBKM HapyXHOro npoduns MNpou3BOAUTL MpeaBapuTenbHoe
BblOABNMBaHNE W OKOHYaTeNnbHO (POPMUPOBATL BHYTPEHHIOW MOMOCTb W 33AQHWA KOHUYECKU Y4acToK
onpaBku.
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I'Ipvl MogenupoBaHuu B nporpamme QForm onpenensanu nsHoc MHCTPYMEHTa OT HOpMalibHbIX N KacaTellbHbIX
HanpmkeHwZ C y4eTOM CKOpPOCTU AOBWXEeHUA MeTana 3arotoBKkM OTHOCUTENIbHO MHCTPYMEHTa, npenena
TeKy4yeCTn Mmatepuana, BpeMeHn KOHTaKTa 3arotoBk C MHCTPYMEHTOM.

PucyHok 2. BnusHne pasmepoB NyaHCOHa Ha TPETbLEM NepPEXoae Ha ero N3Hoc
. BAKJTIOYEHUE

WcecnenoBaHns n3Hoca MHCTPYMEHTa Ha TpeTbeM nepexofe NnokasbiBalT, YTO Npu BblAaBAMBaHUU MOMNOCTU
nyaHCOHOM, pa3 Mepbl KOTOPOro COOTBETCTBYIOT MOMOCTU TOTOBOW MOKOBKM, HaMbBONbLUUMA WN3HOC
HabniogaeTca Ha Hocuke nyaHcoHa 1 M B 30He nepexoda KoHyca B KOHyc 2. [Mpu 3aTom 3HayeHwue
KoadhpmumeHTa, XapakTepusyloLlero MHTEHCUMBHOCTb M3HOCA HOCMKA MNyaHCOHa 3a LUMKI LUTaMMOBKM,
coctaensaet 0,008-0,009, Ha nepexogHoun YacTtn 0,0004—0,0005. MNpwn ncnonb3oBaHuu ANs BblaBMBaHUS
NofocTW MyaHCOHa C YBENWYEHHbIM nonepeyHbiM cedyeHuem (R = 17,5 mm BmMecto r = 9,5 mm)
MaKCUMarnbHbI M3HOC HabngaeTcsa Takke Ha HUWXKHEN 4acTu nyaHCoHa 3HadeHue KoadpduumneHTa,
XapaKTepuayLero MHTEHCMBHOCTb M3HOCA HOCMKA MyaHCOHa 3a UMK LITaMMAOBKM B 3TOM Cy4ae,
coctaBnseT 0,004-0,0045, T. €. UHTEHCUBHOCTb M3HOCA MHCTPYMEHTA NMpU yBESIMYEHUN €ro pasMepoB
yMeHblwunacb B 2 pa3a. [lonyyeHHbIn pe3ynbTaT CBUAETENbCTBYET O LenecoobpasHocTu
NCNONb30BaHUSA MNPEeanoXXeHHOW TEXHOMOrMU Ans NOBbILEHUS CTOMKOCTM MHCTPYMEHTa Mnpu ropsiyen
LUTaMMNOBKEe MOKOBOK C rMyBOoKMMK MOSTIOCTSAMM.
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Abstract: A new technological process for manufacturing forgings with deep cavities by hot stamping is
proposed, which reduces heating and specific forces on the tool, as well as increases its durability. The
developed technology includes the operations of precipitation of the initial workpiece, hot stamping of the outer
profile of the resulting forging, extrusion of the inner cavity of the mandrel and open stamping of the rear conical
section of the mandrel.
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