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MOJEJIIOBAHHSA ITPOIECY BUJABJTIOBAHHS
MNOPOXHUCTUX KOHIYHUX JETAJIEA

SIMULATION OF THE EXTRUSION PROCESS HOLLOW CONICAL DETAILS

Y pobomi npedcmasneno pezynomamu MoOent08aHHs npoyecy OmpuMants oemaneu muny Ko-
HIYHULL CTAKAH KOMOIHOBAHUM MEMOOOM XOA00H020 00 €EMHO20 UMAMNYB8AHHA. 3 BUKOPUCMAHHAM
CYYACHO20 NPOSPAMHO20 NPOOYKIMY HA OCHOBI MemoOd CKIHYEHUX eneMeHmis OO0CNiONCEHO CUNOBUl
pedicum npoyecy 360POMHO-NPAMO20 GUOAGTIOBAHHA MA 0COOAUBOCMI HOPMO3MIHU 3420MOBKU 3d
cmadiamu. 3a po3noodiniom iHmeHcusHocmi 0eghopmayii OYiHeHo NPONPAYOBAHHS CIPYKINYPU MEMALY
XON00HOI0 NAACMUYHOIO Oehopmayiero no nepepizy cminky ma 0OHHOI yacmunu oemani. Ilpoananizo-
8AHO 6NIUG hakmopy mepms HA KOHMAKMHUX NOBEPXHAX 3 THCIMPYMEHMOM Y KOMOIHayii 3 makum na-
pamempom K GIOHOUIeHHS padiyca mopyst NYaHcoHa 00 padiycy OHA NOPOACHUNHU Mampuyi Ha Xapa-
Kkmep meuii memany i hopmoymeopenns 3acomosku. OyiHeHO MOICIUBICMb GUHUKHEHHS Oepexmis.
Ilpogedeno 0ocniodcenHs Gniugy Kyma HAXuLy mopys nyaHCcoHy Ha po3nooill IHMeHCusHocmi oegop-
Mayii y 3aeomoeyi ma Ha nponpayroganus memany. Haeeoeno O0aHi excnepumeHmanbHo2o0 00Ci-
00iCeH s, W0OO BUOABTIOBAHHS KOHIUHUX CIMAKANIE 3 antoMiniceo2o cnuagy. OKpecieHo nepcnekmueHi


mailto:igramaliev@gmail.com
mailto:igramaliev@gmail.com
mailto:goldangel271@gmail.com
mailto:payharies@gmail.comt
mailto:kristina.v.goncharuk@gmail.com

148 Maremartiune moaemoBanHs Ne 1(48) 2023

HAnPAMKU MOOENI08AHHSL NPOYECi8 00 EMHO20 UWMAMNYBAHHSL 8iCECUMEMPUUHUX NOPONCHUCTIUX Oemd-
Jetl MemoOoM 360POMHO-APAMO20 GUOABTIOBANHS.

Knirowuoei cnosa:. xouiunuti cmaxau, 6UOAGIIO8AHHS, KOMOIHOBAHUL npoyec, 0eqhopMysanHs,
Odegexm, Koeiyichm mepms, Memoo CKIHUEHUX eleMeHMIE.

Hollow parts such as cylindrical and conical cups and sleeves are very common in the modern
fields of instrument building and mechanical engineering. Extrusion processes make it possible to
obtain high-quality parts with increased operational properties that practically do not require
finishing by mechanical processing methods. The factor limiting the technological possibilities of
extrusion processes is the high level of forces and pressure of metal deformation. Combining
traditional reverse and direct extrusion methods in the manufacture of hollow parts increases the
efficiency of stamping processes due to fewer technological transitions, lower energy consumption and
increased productivity. The purpose of the work is to determine the parameters of the process of
combined reverse-direct extrusion of a hollow conical part using the finite element method (FEM).
During the MSE simulation of the combined reverse-direct extrusion process, it was established that
the change in the extrusion force is uneven and three stages of the extrusion process can be
distinguished: the non-stationary stage, the quasi-stationary stage and the reverse extrusion stage.
With relatively small values of the friction coefficients on the matrix and punch, the movement of the
metal occurs mainly in a straight direction, and at the same time it is possible to increase the thickness
of the bottom compared to the thickness of the original conical workpiece. Increasing the length of the
inclined forming matrix also affects the deformation process, and the smaller the length of the contact
line of the workpiece with the forming matrix, the more the extrusion process becomes similar to the
stamping process, which is characterized by drawing the workpiece into the cavity of the matrix
without reducing the thickness of the bottom of the workpiece. The analysis of the shape change of the
workpiece also showed that the deformation of the metal according to this option, when the combined
extrusion of the metal is kept until the completion of the shaping of the hollow part, is quite possible.
The effect on the shape change of the workpiece of the conditions of contact friction is also related to
such a parameter as the ratio of the radius of the face of the punch to the radius of the bottom of the
matrix cavity. With values of this parameter in the range from 0.4 to 0.8, an increase in the value of
the coefficient of friction on the punch has a greater effect on the level of strength characteristics of
the extrusion process, and with values not included in this range, on the peculiarities of the forms of
the workpiece change. When the values of the coefficients of friction on the matrix and the punch are
minimal, during the process of extrusion, the line of separation of the flow of the metal is shifted
higher by the height of the semi-finished product. This leads to the appearance of such a defect as a
gap between the bottom of the part and the working end of the punch. The influence of the angle of
inclination of the face of the punch on the distribution of the intensity of deformations during
combined reverse-forward extrusion was studied. A decrease in the value of this angle leads to an
increase in the zone of maximum deformations with an improvement in the working of the bottom of
the part. A comparison of the results obtained by MSE modeling with the data of experimental studies
on the extrusion of conical glasses from aluminum alloy with tools with inclination angles of 10°
showed a satisfactory correspondence of the nature of the shape change of the workpiece at successive
stages of the extrusion process. Prospective directions for MSE modeling of the processes of combined
reverse-direct extrusion of hollow conical parts are the study of the influence on the process of the
rate of deformation, the temperature factor, heat release in the process of deformation, as well as the
expansion of grades of materials for blanks.

Keywords: conical cup, extrusion, combined process, deformation, defect, friction factor,
finite element method.

IHocTanoBka mpo0JjemMn
[MoposkHHKCTI AeTai TUIY UMTIHAPUYHUX 1 KOHIYHUX CTaKaHIB Ta Tiib3 QyXe IMOMIMpPEHi B ra-
Ty34X NpuiIagoOyayBaHHs Ta MAIIMHOOYAyBaHHs. [l BATOTOBJICHHS IIMX BUPOOIB eeKTHUBHI Mpolie-
CH XOJIOZHOTO Ta rapsyoro BunasmoBanHs [1—3]. [Ipomecu BuiaBitOBaHHS T03BOJISIOTH OTPUMYBATH
JieTati BUCOKOI SKOCTi Ta 3 MiABUIIEHHUMH €KCIUTyaTaliiHUMU BJIACTHBOCTSMH, IO MPAaKTHYHO HE MO-
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TpeOYIOTh JOOIPALIOBAHHS METOJaMHU MeXaHI4HOi 0OpoOKu. JInsi TEXHONOTiH XOJIOIHOIO BHIABIIO-
BaHHS XapaKTepHe palioHalbHEe BUKOPUCTAHHS MaTepialy Ta BUCOKAa MPOMYKTUBHICTh. B octanHi po-
KH TEXHOJIOT11 BUAABIIFOBAHHS JIEMOHCTPYIOTh CTIHKY TEHACHIIIFO 10 30UIBIICHHS 00CSTiB BUPOOHUIIT-
Ba, PO3IIMPEHH HOMEHKIIATYpH AeTaseil Ta MaTepialliB i CTBOPEHHS HOBUX CIIOCO0iB (hOpMOYTBOpEH-
Hs [4—6].

dakTopoM, 110 OOMEXYE TEXHONOTTUHI MOKIIMBOCT] BUIABITIOBAHHS], € BUCOKHI PIBEHb CHJI Ta TH-
cKy nedopmyBanHs Metany [2, 5—8]. KoMOiHyBaHHS Tpa MIiitHUX CIIOCOOIB MO3/I0BKHBOTO (3BOPOTHOT'O
Ta NPsIMOr0) BHIABIIIOBaHHS 3 HOBUMH CXEMaMH TOINEPEYHOro (paiaibHOro Ta G0KOBOI0) BU/IABIIOBAHHS
NPY BUTOTOBJIEHH] OPOXKHUCTHX AeTalel migBuIlye eeKTUBHICT MPOLECIB ITAMITyBaHHS 33 PaxXyHOK
MEHIIIOr0 YKCJIAa TEXHOJIOTTYHMX TEPEXOiB, 3HIKEHHSI eHEPrOEMHOCTI Ta 30UIbLICHHS! POILYKTHBHOCTI.
KombinoBaHe BHIaBIIOBaHHS 13 pO3Aavero JO3BOJISIE 3HM3UTH CHEPrOEMHICTE TpoLecy AedOopMyBaHH 3a
PaxyHOK 3MEHIIIEHHS )KOPCTKOCTI CXEMHU HAIPYKEHOro CTaHy B ocepenky nedopmarii [1, 5, 9]. Edexrus-
HICTB Ipolecy KOMOIHOBaHOTO PamialIbHO-TIPSIMOTO BUIABIIOBAHHS I OTPUMAHHS TJIMOOKUX TiIb3 00Y-
MOBJICHA, TIEpIII 33 BCe, HOro mepediroM B ONTUMAIIBHOMY CHiioBoMY pekuMi [5, 7, 10]. Tomy Taki HOBI
criocobu nehopMyBaHHS 3 KOMOIHOBAHOIO TEUIi€I0 METally IPUBEPTAIOTH Jiefaii Olblly yBary JOCIiTHU-
kiB. Tak, Hanpuknan, y pooori JIi 5. C. (Y.S. Lee) [11] npeacraBineHO CHIIOBI XapaKTEPUCTHKH TPOLIECY
KOMOIHOBaHOT'O ITOCIIIOBHOTO BHJIABITFOBAHHS 3aJICKHO BiJl TAKMX ITAPAMETPIB, 5K JlIaMeTp OMpPaBKH, Pali-
yc MaTpHLi Ta Koe(illieHT TepTs.

AHnanizy nedexkroyrBopeHHs, HanpyxeHo nedopmosanoro crany (HJIC) ta TennoBuaiieHHs y
mpolecax BUIABIIOBaHHS MPHUCBIUCHO poOOTH, BUKOHAHI 13 3ayd4eHHIM METO/IB BEPXHBOI OLIHKU Ta
CKiHYeHUX eneMeHTiB [6, 9—12]. ¥V pobori [9] po3risiHyTo MOKIMBOCTI €HEPTeTHYHOTO METOIY Bep-
XHBOI OL[IHKH JJIsl MPOTHO3YBaHHSA BUHUKHEHHS Ae()EKTIB y BUIIAL yTSHKUH y TOHHIN YacTHHI cTaka-
Ha MpH HOT0 BUAABIIOBAHHI.

o crocyeTbesl BUAABIIOBAHHS MOPOKHUCTHX KOHIYHHUX JIETaled, TO CrociO 3BOPOTHOTO BU-
napmroBaHHs (puc. 1, @) € HAWOUIBII EHEPrOEMHHUM IIPOLIECOM, IO OOYMOBIICHO IHTEHCHBHOIO OJJHOC-
NPSMOBAHOIO TEYI€I0 METally B YMOBaX BCEOIYHOrO CTHCHEHHsI Ta 3Ha4HOro Tepts [2]. ¥ mpomy mpo-
IIeCi CTIMKICTh 3aTOTOBKH HENOCTATHS, IO MPU3BOAMTH JIO MOSBU Pi3HOTOBIIMHHOCTI CTIHKH OTpUMa-
HOI meranti.

Gﬂ /
il Iox | Y
// P // % ol ////// . o % X, .II_ i || {
7 VS NG VL 3
0% /) ll"ll -8
/7 /// I_) L nge—
P A \\\\\\\\I/ // L -

a o 8

Puc. 1. Cxemu BUIABIIIOBaHHS TOPOKHUCTHX JIeTajlel TUITY KKOHIYHUH CTaKaH»

[TpsiMe BUIABIIOBaHHS 3 PO3Jaycio KOHIYHUX feraneit (puc. 1, 6) yepe3 pi3HO3HAKOBY CXEMY
HAIPY>KEHOTO CTaHy morpedye MeHImX cui nedopmysanns [2, 13]. Tomy i gedopmoBaHicTh 3aroro-
BOK MOKe OyTH HU3BKOIO Uepe3 Te, 10 Ha KPOMIIl AeTalli Ji€ OKpY>KHE HampyKEHHS pO3TATYBaHHSL.

[lepcrieKTHBHUM METOOM MITAMIYBAaHHS KOHIYHHX AeTasieil Moke OyTH KOMOiHOBaHE 3BOPO-
THO-TIpSIME BUJIABJIIOBAHHS, 1110 JJO3BOJISIE TIOMITHO 3HU3UTH €HEPrOCUIIOBI BUTPATH Ha mporec aedop-
MYBaHHS, IOCATTH HAWOUIBII TOYHHX PO3MIPIB 1 MOKPALIMTH SKICTh BUPOOIB, MO OTpUMYIOTH [14].
IcHye Takox cxema 3 BUKOPHCTaHHIM (DacOHHOI 3aTOTOBKH, II0 PO3MILIYETHCS Y BEPXHiM YacTHHI MO-
poxxanHu Matpuli. [Ipu nedhopmyBaHHi Takoi 3aroTOBKM BEpXHid Topelb AeTali GopMyeThes 3a pa-
XYHOK PO3/1adi, 10 YHEMOKJIMBITIOE MTOJaIIbIIIE KaiOpyBaHHSI.
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JI71st HOBO1 cXeMH KOMOIHOBAaHOTO BHIABIIIOBAaHHS XapaKTEpHO PO3MIILIEHHS BUX1THOI KOHIYHOI 3a-
TOTOBKH y BEPXHIH yacTuHi mopokHUHU Matpuui (puc. 1, ¢) [15]. BuxigHy 3arotoBky 1 BCTaHOBJIEHO B
MaTpuli 2, B sKiil po3mimieHud BUIITOBXyBad 3. JlehopMyBaHHS BHKOHYETBHCS 32 PaxyHOK CHIIOBOTO
BIUTMBY ITyaHcoHa 4. B pe3ynbTati oTpuMyroTsh Bupibd 5. [Ipn mboMy cuim TepTs, 10 BUHUKAIOTh MK ITya-
HCOHOM 1 3aroTOBKOIO, CHPHAIOTH MPSIMOMY BHIOABIIOBAHHIO, a MDK MAaTpHILEI0 Ta 3aroTOBKOI0 —
3BOPOTHOMY.

DopMyTIOBAHHS METH JT0CTIKEHHSI

MaremaTiyHe MOJIEIIOBAHHS MPOLIECIB 1a€ MOMIIMBICTD PO3IIILY OLTBIIOI KiTBKOCTI BapiaHTIB,
IO IKaBJIATh, U1 3HAYCHb MapaMerpiB mporecy 0e3 J0JaTKOBUX BUTpPAT HA BUTOTOBJICHHSI IITAMIIOBOI
OCHACTKH 1 3aroTOBOK. Pe3ynpraTyt MonentoBaHHs A03BOJLSIIOTH OOTPYHTYBAaTH BUOIp Gopmu Ta po3Mmipis
BUXIIHOI 3arOTOBKH, BU3HAUUTH CHJIU Ae(pOPMYyBaHHS Ta OTPUMATH PO3MOJIIT THCKY Ha IHCTPYMEHT [2, 5].
[Tpu bomy metox ckindeHux esemeHTiB (MCE) Mae HU3KY mepeBar y MOpIBHSHHI 3 IHIIMMH aHATITHYHU-
MH METOJAMH, 1110 3aCTOCOBYIOTH B 00pPOOLI THCKOM: MOXKIIMBICTH TOKPOKOBOTO PO3PAaXyHKY €HEpIrOCHIIO-
BUX TNapaMeTpiB Ta HABaHTAKECHb HAa IHCTPYMEHT; PO3PaxyHOK MapaMeTpiB HaNPY:KEHO-IeOpMOBAHOTO
CTaHy 3aroTOBKHU Ta BIICTEXEHHS iX 3HAU€Hb MO X0y Mporecy AedopMyBaHHS; MOXKIIUBICTD Bi3yasizawii
KIHEMaTHKH TPOLIECY Ta BUSBICHHS MOXIIMBHX ACPEKTIB AeTaji, 0 BUHUKAIOTH MPH IIACTUYHOMY Je-
(dopMyBaHHI.

Meroro poOOTH € BUSHAYCHHS 32 JIOTIOMOTOK0 METOy CKiHYCHHX EIEMEHTIB IMapaMeTpiB Mmpo-
1ecy KOMOIHOBaHOTO 3BOPOTHO-TIPSMOr0 BUAABIIOBAHHS TIOPOKHUCTOI KOHIYHOT JIeTai.

Bukisiax ocHoBHOrO MaTepianay

s BUpillIEHHS MOCTaBJIEHOI 3a/ladi TEOPETUYHOrO aHajli3y BUKOPUCTAHO METOJ CKIHYEHUX
eNIEMEHTIB, 110 Peani3yeTbes B mporpamMaomy komriekci QForm 2D. I'pannyHi ymoBH 1 CKiHYEHO-
eJIEMEHTHOT0 aHami3y: Marepian 3aroroBkd — AJ[31; momyns FOura — 70 000 MIla; koedimienT I1y-
accona — 0,33; [louarkoBa Temnepatypa 3aroroBku — 20°C. Po3Mmipu 3aroToBku: OLMbLIIHMNA TiaMeTp
KoHIuHO{ 3arotoBku d; = 56 MM; BrcoTa 3aroroBku h; = 30 MM; KyT Haxmity koHyca o = 10°. Po3mipu
OTpPUMaHOI Jeraji: ToBIMHA AHA h, = 17 MM; TOBIIMHA CTIHKM S = 7 MM; 3arajbHa BHCOTa JACTalli
H=73mm.

Jns ommcy TOBENIHKM 3aroTOBKH Y Tmporeci AedopMyBaHHS BHUKOPHCTOBYETHCS B’SI3KO-
IJIACTUYHE CEPEOBUIIE. Y MOBH KOHTAKTHOTO TEPTsI 33/IaHO 3TiAHO 13 3akoHOM 3i0ens. B skocti Oa-
30BOT0 BapiaHTy TEXHOJOTIYHOr'O MPOILECY, IO MOJCIIOETHCS, TPUIHATO BapiaHT 3 PO3TAIlyBaHHSIM
3arOTOBKM Yy BEpXHiil 4acTuHi MaTpulli (IuB. puc. 1, ) 1 koedillieHTH TepTs Ha MOBEPXHIX MATPHLI i
nmyaHcoHa, piBHi us = 0,08.

VY pesynbTari JOCHIKEHb IMpolecy KOMOIHOBAHOTO 3BOPOTHO-IPSIMOTO BHIABIIOBAHHS OyIo
BCTAHOBJICHO, 1[0 3MiHA CHJIM BUJIABJIIOBAHHS HEPIBHOMIPHA 1 MOXKHA BHJIUTMTH TPH CTa/Iii MPOIIECY BU/IA-
BIOBaHHs. Ha mepiuiit HectanionapHiit crafii (3 xomom myancona S = 30% Bix 3arajbpHOT BETMYMHHU XOY)
BiIOYBa€THCsl pO3IIPECyYBaHHSI 3ar0TOBKY Ta iIHTEHCHBHE 3POCTaHHS CHJIH, 10 BUAaBmtoe. Ha apyriid cranii
(3 xomom rmyaHcoHa S = 65 %) mporec MOKHA BBaKaTH KBa3HCTAI[IOHAPHUM, OCKLUTBKU 30UIBIICHHS CHIIN
BUJIABITIOBaHHS BiIOYBa€ThCsI MJIaBHO. TpeTst cTazist mpoLecy HacTae, KOJIM HIDKHIN Topels HamiBhaOpu-
KaTy MOYMHA€ KOHTaKTyBaTH 3 TOPLEM KOHTPIIYaHCOHA 1 XapaKTepH3YEThCS Pi3KMM CTPUOKOM CHIIOBHX
napaMeTpiB 3a PaXyHOK IIEpeXOIy Bi KOMOIHOBAHOIO Tedii IO eTaIy 3BOPOTHOIO BUIABIIOBAHHS.

Ha puc. 2 npencrasieHo 3a1e)KHOCTI CHIJI BUAABITIOBAHHS, 1110 BUHUKAIOTh HA ITyaHCOHI, BiJ mepe-
MIILIEHHS IHCTPYMEHTY, 10 JeopMye, I pi3HMX cHOCOOIB BUIAaBIIOBaHHS. [l 3BOPOTHOrO BUIABIIIO-
BAHHS XapaKTepHO PiBHOMIpHE 3pOCTaHHs CHIM P MpoTsIrom yceoro mporecy. MakcumanbHa cujia BUIaB-
mroBaHHsA craHoBwia 303 kH. Ilpu koMOiHOBaHOMY BHIIABIIIOBAaHHI BilOYBa€ThCS MOCTYIOBE 3POCTAHHS
CHJIM TIPY TPONABIIIOBaHHI METally BHU3 MATpHUL 1 Pi3KKil cTpHOOK CHIIM MpHU Xofi myHcoHa 38,2 MM, Tak
K BiIOYBA€THCS KOHTAKT 3ar0TOBKH, 110 1e(OpPMYETHCS, 3 TOPLIEM KOHTPITYaHCOHA i IOYaTOK CTajii 3BO-
potHoro BuaaBmoBaHHs. CHila Ha MyaHCOHI Ha KiHIeBoMYy Kpoui craHoBwia 304 kH. [Ipsame Bunasmro-
BaHHS 3 PO37Ja4eiO XapaKTePU3YETHCS PI3KMM CTPHOKOM CHIIM Ha ITyaHCOHI B TIOYATKOBIH cTafil Ta HACTYy-
ITHUM PIBHOMIpPHHM XOZIOM Ipotecy aAedopmyBanHs. MakcumanbHa cuiia Prax = 209 kH.

®opmyBaHHs ocepenky Aedopmarii npu 3HaueHHsAX KoedimieHTiB TepTs Ha matpuui 0,36 i
0,08 Ha myaHCOHI 3HaYHOIO MIpOIO aHAJIOriYHE OcepenKy Aedopmarii y mporeci MpOHUKHEHHS, OIH-
caHoro y po6ori [14].
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Puc. 2. EHeprocuiioBi mapamMerpy BUIABITIOBAHHS TTOPOXKHHUCTOI KOHIYHOL IeTali: @ — 3BOpPO-
THOTO, 6 — KOMOIHOBaHOT0, 6 — TPSIMOTO 3 PO3a4CtO

dopmo3MiHa 3arOTOBKHM Ha OCHOBHIM cTaii mporecy KOMOIHOBAaHOTO BHaBIOBaHHS (puc. 3)
BiOyBa€THCs 32 CXEMOIO MOETHAHOT TeUil: MeTall MPOAABIIOETHCS BHU3 1 BUIABIIOETHCSA BrOPY B CTiH-
Ky JeTali 3a paxXyHOK BUHHKHEHHS aKTUBHHUX CHJI TepTs. IIpu NOCATHEHHI 3arOTOBKOIO TOPLS KOHTP-
MyaHCOHY BiI0yBa€ThCA MOYATOK CTaJil 3BOPOTHOI'O BUAABIIOBAHHS 3 TEUI€I0 METaIly TUIBKHA B 3BOPO-
THOMY HalpsAMKY B 3a30p, IO TIOCTIHHO 3BY>KY€ThCS, MK TyaHCOHOM 1 MAaTPHULIEIO.
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Puc. 3. DopmoyTBOpeHHsI KOHIYHOI JeTati 3a CTalisIMH B MPOLECi 3BOPOTHO-MIPSIMOTO BUAAB-
JIIOBAHHS Ta PO3MOALT IHTEHCHUBHOCTI e opmartii

[IponpantoBanHsl CTPYKTYpH METaly XOJOAHOIO TUIACTHYHOIO JedopMaliero 1o mnepepisy cri-
HOK Ta JJOHHOI YaCTUHH BUPOOY MOXHA OL[IHUTH 32 PO3MOALIOM iHTEHCUBHOCTI Aedopmallii y 3aroro-
BIIl TIICJI BUJABIIIOBaHHS. Po3monin iHTEHCUBHOCTI JedopMariii moka3aHo 3a CTaisIMU YIS BiJIIOBi-
HUX 3HAa4YCHb MepeMilieHHs myancoHa S (auB. puc. 3). CTIHKH AeTajiell MaloTh Kpalle IMpOoIpaIfoBaHHs
CTPYKTYpPH MeTally, 1 30Ha MaKCHMaJIbHOI IHTEHCUBHOI TUTACTUYHOI Jedopmaliii 3HaXOAUThCs 3/1e0i-
JBIIOTO Y BHYTPILIHINA YacTUHI cTakaHa. J[I1 BEpXHBOIO TOPLS CTIHKH JAETalli Ma€ Miclie MEeHIIe Mpo-
npamroBaHHsa. OJHAK, HE3BaXKAIOUM HA I1i HEOMHOPITHOCTI Y PO3MOALUII iHTEHCUBHOCTI Jedopmariii,
U1 KOMOIHOBAHOT'O BUAABIIIOBAaHHA XapaKTePHE JOCTATHLO PIBHOMIPHE IPOMPAIIOBaHHS CTPYKTYPH 3
BiZTHOCHO HEBEJIMKOIO 30HOI0 MaKCUMaJIbHOI IHTEHCUBHOCTI Aeopmalrtii.

[pn manux 3Ha4eHHSX KOoe(illieHTIB TepTs Ha MaTPHLI Ta IyaHCOHI Tedis MeTalry BinOyBaeThCs
MEPEBKHO Y MPSIMOMY HAPSIMKY 1 TIPH LIbOMY MOYKJIMBE 301TbILEHHS TOBILMHM JHA MOPIBHSHO 3 TOBLIU-
HOIO KOHIYHOI BHXiIHOI 3arOTOBKH, PO3MIILIEHOI B CepeiHil YacTHHI MOPOKHIUHU MaTpHLli. 30UTbIICHHS
JOBKMHM TTOXHJIOT TBIpHOI MaTpHIi TaKOXK BIUIMBAE Ha Xi mporecy. YuM MeHIIa JOBXKHWHA KOHTAKTHOI



152 Maremartiune moaemoBanHs Ne 1(48) 2023

JIHI 3arOTOBKHM 3 TBIPHOIO MAaTpHLI, TUM OUIbIIE MPOLEC BUAABIIOBAHHS CTA€ CXOKMM Ha MPOLIEC ILTaM-
MyBaHHS, SIKMH XapaKTepU3yEThCsl BTATYBAHHSAM 3aIOTOBKH B NOPOKHUHY MaTpHii Oe3 3MEHIIEHHS TOB-
IIWHM JTHA 3aTOTOBKH.

Amnainiz popMO3MiHN 3arOTOBKH TAaKOX MOKa3aB, 10 AeGOpMyBaHHS METajly 3a TAKUM BapiaH-
TOM, KOJM KOMOIHOBaHa Tedis MeTaiy 30epiraerbes 10 3aBepLIeHHS (OPMOYTBOPEHHS MOPOKHUCTOL
Jeraii, IiTkoM MOXIuBo. B mpoueci aehopMyBaHHS! BUJHO, K MPHU 30UTBIICHH] CHIT TEPTS METamy 3
MaTpUIICIO 30BHIMIHS OiUHA MOBEpXHA HamiBpaOpuKaTy 3alMIae HA CTiHII MaTpHLi, BHACTIJOK YOO
HWKHIN Topeus fetaii HaOyBae OKpyriux (opM i 3'sBISETbCS OeeKT y BUIIISAA HE3alOBHEHHS KyTa
MOPOXKHUHU MaTpHlli (puc. 4, a).

a 9]

Puc. 4. Jlepextn y BUIIAO HE3aNOBHEHHS KYTOBHX 30H (@) Ta BHIICPEIDKCHHS MeETaly
3 IOSIBOIO 3a30py (YTSDKHH) ITijT TOpIieM IyaHcoHa (6)

BB Ha opMo3MiHy 3ar0TOBKM YMOB KOHTAKTHOTO TEPTS OB SI3aHMI TAKOX 3 TAKUM IapameT-
POM SIK BIJHOIICHHS pajiyca TOPL IyaHCOHA JI0 pajiycy AHA MOpOXHUHK Matpuili. [Ipy 3HaYeHHIX 1BOro
napamerpa B mianasoHi Bix 0,4 mo 0,8 30inbIueHHs 3HaueHHsT KoedillieHTa TepTsl Ha MyaHCOH1 OLIBLIO Mi-
POIO BIUIMBAE HA PIBEHBb CHIIOBUX XapaKTEPUCTHK MPOLIECY BUIABIIOBAHHS, a IIPU 3HAYCHHSIX, 110 HE BXOATh
B JIaHWH Jjana3oH — Ha 0cOOIMBOCTI ()OpM 3MIHHM 3arOTOBKH.

30inbIICHHS 3HaYCHb JUTS BiHOLIEHb paniyciB (i ctynens aepopmartii) go 0,8 i Oinblue criipu-
si€ IHTCHCUBHIN Tedii MeTaly 31 CTIHKM CTaKaHa B MPSIMOMY HAaIpsIMKY. J{JIsl MOZIeTIOBaHHS BiJHOILICH-
HS pajiyca IMyaHCOHa A0 pajiycy MaTpuii Oyno 30impmeno no 0,9, npu npoMy KyT HaXuily MaTpuIi
JOpiBHIOBAB KyTy Haxmity myancoHa a = 10°. ToBumuHa 3aroToBky OyJia NpUiAHATA PIBHOIO TOBILIMHOIO
JIHa TOTOBOI JeTaji. Y BapiaHTi, KOJHM 3HaUeHHs KOe(iLi€HTIiB TEPTA HAa MaTPHIL 1 TyaHCOHI CIPUSIOThH
OUIBII IHTEHCUBHIN Teuil MeTany B IpAMOMY HampsMKY, TOOTO. € MiHIMaJIbHUMH, IPOTATOM HPOLIECY
BUJABIIOBAHHSI JIIHIS PO3iNy Teuii MeTany 3MillyeThcsl HamiBpabpukaTtoMm Buie. Lle mpu3BoauTh 10
NOSIBH JeeKTy Y BUTJISIL 3a30py MDK JTHOM JAeTajii 1 poOoyuM TopueM IyaHcoHa (auB. puc. 4, 0).
MOXIUBICTD TIOSIBU TaKoro poay aedekty mpu AedhopMyBaHHiI 3arOTOBKH Yepe3 BHIICPEKAIbHE BU-
JABIIOBaHHS METaly B IPSMOMY HANpsIMKY 3a3Ha4€HO paHille i iHIIMMH JOCTiTHUKAMH.

[IpoBeneno mociimkeHHs BIUIMBY KyTa HaXWIy TOPIS IyaHCOHY f Ha PO3MOALT IHTEHCUBHOCTI
nedopmarii ¢ y CTiHII Ta JOHHIN YacTuHi BUpoOy (puc. 5). 31 3MEHILICHHSM BETMYMHU KyTa £ BiIOY-
Ba€ThCA 3MEHIICHHA 30HM MaKCHMAaIbHUX JAedopMalliii 3a BUCOTOO CTiHKU. OJHAaK 3a 3MiHM KyTa 3
£ =90° no f = 70° BinOyBaeThCs 30UIBIICHHS 30HM MaKCUMAIbHUX AedopMalliil 3a HIMPHUHOLO, LIO 110-
Kpalllye PONpaIlOBaHHs JHA JAETai.

Jns miaTBepukeHHsS pe3ynbTaTiB, orpuMmanux MCE, OyB mpoBeneHHid eKCIIEpUMEHT BHIAB-
JIOBaHHS KOHIYHUX CTaKaHIB MpU KyTaxX IHCTpyMeHTiB, piBHUX 10°. 3aroToBku OyJi0 BUTOTOBJIEHO 3
amoMinieBoro ciaBy AJI31 y ¢opmi 3pizaHoro koHyca 3 HaMiTKOIO Tif myaHcoH. [lo xoxy mpouecy
BilOyBa€ThCA BTATYBaHHS METaly B JHO 33 PAaXyHOK IOMITHO aKTHBHOI Tedii MeTaly y npsiMoMy Ha-
npsaMKy. 1le mpu3BoAUTE 0 TOTO, 110 HA MPOMDKHIN CTadii BiIOyBa€eThCs HE3HAUHE 30UTBIICHHS TOB-
IIMHU JTHa AeTaii, mo GopMmyeTscs. IIpu KOHTAaKTiI 3aTOTOBKM 3 TOPLEM KOHTpPIIyaHCOHA Ta MEPEXOAi
JI0 cTafii 3BOPOTHOrO BUAABIIOBAaHHS CIIOCTEPIra€ThCsl 3MEHILEHHS TOBIIMHU JIHA JeTani Ta 30i1b-
IICHHS BUCOTH CTIHKU cTakaHa (puc. 6).
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Puc. 5. BruiuB Kyta Haxuiry TOpL yaHCOHA f HA PO3MOALT IHTEHCUBHOCTI Aedopmarii & mpu
KOMOiHOBaHOMY BH/IaBIIIOBaHHI

h.Mm '
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"
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Puc. 6. I'padik 3minn Bucoru crinku (la — MCE, 16 — ekcriepuMeHT) Ta TOBLIMHH JTHA CTaKaHa
(2a— MCE, 26 — eKcriepuMeHT) TIOPOXKHHUCTOI KOHIYHOI IeTai

3 puc. 6 BuAHO, 0 B LUIOMY Xapakrep (OPMO3MIHM 3aroTOBKH, L0 MPOTHO3YETHCS MOJIEI-
JII0, MiATBEPKYETHCS €KCIIEPUMEHTAIBHUM JTOCTIIKEHHSIM.

[lepcniekTuBHUME HanpsMKamMu a1t mozentoBaHHs MCE npoueciB koMOiHOBaHOTO 3BOPOTHO-
MPSIMOTO BUIABJIIOBAHHS MOPOXHUCTUX KOHIUHUX JAETalIed € JOCHiIPKEHHs BIUIMBY Ha MPOLEC LIBHUI-
KOCTi eOopMyBaHHs, TeMIepaTypHoro (akropa, TEIJIOBUAUIEHHS B Ipoueci aedopmarii, a Takox
PO3LIMPEHHS MapOK MaTepiajliB 3arOTOBOK.

BucHoBkn

1. MeTonoM CKiHYeHUX €IIEMEHTIB TPOBEICHO MOCIIOBAHHS MPOIECY KOMOIHOBAHOTO 3BOPO-
THO-TIPSIMOT'O BHJIABJIIOBAHHS MIOPOXKHUCTUX KOHIYHHX JIETaJIel Ta BCTAHOBIICHO 3aKOHOMipHOCTI ¢o-
PMOYTBOPEHHS IeTalieil Ta pO3BUTKY CHIIOBOTO PEKUMY Ha TPhOX XapaKTEPHHUX CTAifAX MPOLECy .

2. IlokazaHO MPUHIMIIOBY MOXXJIHUBICTH (POPMOYTBOPEHHSI MOPOKHUCTOI AE€Tajli B PEKUMI
KOMOiIHOBaHOI Teuii MeTairy 6e3 mepexoay 10 3BOPOTHOTO BUABIIIOBAHHS Ha 3aKIIOYHIN cTafii mpoie-
Cy 3a paxyHOK 30UIbIIEHHS CHJI TEpTsI METaly 3 MaTPUICIO Ha 30BHIMIHIN O1YHil moBepXxHi HamiBgao-
puxaty. [Ipu 1poMy BUSBJIEHO, 110 B TAKOMY BHUITaKy IPOSBISETHCS AePEKT Y BUIJIAI HE3aIOBHEHHS
KyTa MaTpHIIi.
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3. BcraHoBINIEHO, 1110 OCHOBHUMH IapaMeTpaMy, IO BINTMBAIOTh HA MPOLIEC 3BOPOTHO-IIPSIMOTO
BUJIaBJIIOBAaHHS KOHIYHHMX CTaKaHIB, € TEOMETPUYHI MMapaMeTpy IHCTPYMEHTY (ITyaHCOHA Ta MaTpHIIi)
Ta BUXIHOI 3aTOTOBKH, a TAKOK YMOBH KOHTaKTHOTO TepTs. IlokazaHo, 0 BiAHOLIEHHS pajiyca Top-
I TTyaHCOHA JIO Pajiiycy JTHA MOPOKHUHU Matpuii B piana3odi Bix 0,4 go 0,8 y xoMOiHatii 31 30i1b-
LICHHSM 3Ha4YeHHs Koe(illieHTa TepTs Ha MyaHCOHI BIUIMBAE OLIBIIOI0 MipOIO HA PIBEHb CUJIOBHUX Ia-
paMerpiB, a MpH CIIBBIAHOIICHHSX, 1[0 HE BXOJATh JIO Jiama3oHy — Ha 0COOIUBOCTI (hOPMOYTBOpPECH-
HS JeTal.

4. BcTaHOBJIEHO, 1O MPH 30UIBILIEHHI CHJI TEPTS METally 3 MaTpPHIICIO 30BHILIHS OiyHa HOBep-
XHsI HamiB(paOpuKaTy 3ajunae Ha CTIHILI MaTpHILi, BHACIIOK YOr0 HIXKHIA TOpeup AeTani HaOyBae
OKPYTJIHX (OpM 1 BUHHKAE eEKT y BUTIISAI HE3alOBHEHHSI KyTa MMOPOKHUHU MaTpuili (yTsokuHa). Y
CBOIO YEpTy 3HMKEHHS TePTA Ha TOBEPXHSAX MaTpPHULi Ta ITyaHCOHA CHPUsE IHTEHCUBHIN Teuii MeTary B
IPSMOMY HalpsIMKY, IO MOKE MIPU3BECTH 10 YTBOPEHHS 3a30py MK JHOM JETajli Ta TOPLEM ITyaHco-
Ha Ta AeeKTy Y BUTISIAI YTSDKUHH HA THI OPOKHUHU J1ETaI.

5. BusHaueHo, 1110 3MEHILIEHHS HaXUTy TOpIL MyaHCOHY f cripusie 30UIbIIEHHIO 30HH MaKCH-
MaJlbHUX AedopMaliil 3a IUPHHOIO, 1O MTOKPALIy€e MPONPAIIOBAHHS IHA ETaTi.

6. [lopiBHAHHA pe3ynbTaTiB, oTpuMaHuX moaemoBaHHIM MCE, 3 naHuMu ekcrepuMeHTalb-
HUX JOCTIKeHb 3 BUAABIIOBAHHS KOHIYHHUX CTaKaHiB 3 aJIIOMIHIEBOTO CIIaBy iHCTPYMEHTaMH 3 Ky-
tamu Haxwty 10°, mokaszano 3a0BUTFHY BiANOBIOHICTH XapakTepy (OPMO3MIHH 3aTOTOBKH Ha IOCHi-
JOBHUX CTalisIX MPOLECY BUIABIIOBAHHS.
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