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PaCCMOTpCHO TNOHATHUE PASHOTOJIIMHHOCTU IMPHUMEHUTEIBbHO K JCTAJIAM ].[PUIPIHI[pH‘iCCKOfI (I)OprI N3 TUTAHOBLIX U
AJITOMMHUEBLIX CILIaBOB ITPU HHCBMO(I)OpMOBKe. Onpe,ueneHa 3aBUCUMOCTb YTOHCHU S netajien HHHHH,HDH‘ICCKOﬁ (I)OpMLI
OT OTHOCHUTEJIbHOW BBICOTBHI U paguyca. ﬂaHbI PEKOMCHIAIMN 1JIdd ONPEACICHUSA ONITUMAJIbHBIX ITapaMETPOB. P €3yJIbTaThbl
pa60TLI MIPUMEHUMBI TIPU TIPOCKTUPOBAHUM MAHEJEN C AYEUCTHIMU 3AIIOJTHUTEIIMU B aBUALIMOHHON 1 paKCTHOﬁ TIPOMBIII-

JICHHOCTHU.

Karouesoie caosa: nuctoBasl MTaMIIOBKA, MTHEBMOTepMUYeckast (popMOBKa, YyTOHEHHUE.

ITaeBmMoTepmudeckas popmoBka (ITTAD) — TexHO-
JIOTHYECKUIA TIpoLiecc, B KOTOPOM (hopMOoOpa3oBaHme
JIETAJIA OCYIIECTBIISIETCS 3a CUET YTOHSHUST CBOOOTHOM
YaCTH JINCTOBOM 3arOTOBKU IO JIEWCTBHEM M30BITOY-
HOTO JaBJICHUS Ta3a MPU COOOICHNN ONTUMAIbHBIX
TEMIIepaTypPHO-CKOPOCTHBIX TTapaMeTpoB e opMarin
(puc. 1). OnTUMaIbHBIMU CYMTAIOTCS TTApAMETPHI, TIPU
KOTOpPBIX Y MaTepHalia MpOSIBIISICTCST CBOMCTBO CBEpX-
TUTACTUYHOCTH.

OCHOBHBIMU TTPENMYIIIECTBAMU TTPOLIECCa SIBIISTIOT-
coL:

1) BO3MOXHOCTh TTOJYYEHUS ACTajieil CIOXHOMN
(bopMBI 32 OIMH INITAMIIOBBIN ITEPEXO;

2) OTCYTCTBHME TTOBOJOK W TIPYKUHEHUS;

3) TIpocTas M AelieBast TEXHOJIOTHUYECKast OCHACT-
Ka (OTCYTCTBHE KECTKOTO ITyaHCOHA).

HenocraTtku 1ipoliecca: sipKo BbIpaXkKeHHasl pa3Ho-
TOJIIIIMHHOCTD, CBOMCTBEHHAS TIpolieccy (POPMOBKH B

Puc. 1. Cxema npolecca MHEBMOTEPMUYECKON (HDOPMOBKMU:
1 — npuwxuMm; 2 — HarpeBaTeJbHbIN OJIOK; 3 — 3aroToBKa;
4 — marpuua; p — gaBjieHue Gopmyoliero raza; Q — ycu-
JIie TIpyKuMa
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1IeJIOM, ¥ IUTUTEILHOCTH Ipoliecca (hOPMOBKH, KOTO-
past ucuucisiercss MuHytamu [1].

TexHOIOTHIO ITHEBMOTEPMHUUYECKOM (POPMOBKH Iie-
JIECOO0pa3HO TIPUMEHSTH B CICMYIOIINX CIIyJasix:

1. UzroroBneHue aetaneit CioxKHOMI (hopMbI ¢ OOJIb-
MU cTeneHsMu aedopmatiu. [pu rcrionp3oBaHUT
TPAaIULIMOHHBIX TEXHOJIOTUN M3TOTOBJICHUE NETalu
BKJTIOUAET HECKOJIBKO IIITAMITOBBIX ITePEX0I0B, IIPOME-
KYTOUHYIO TepMOOOPaOOTKY, CIeCapHYIO TOBOIKY.

2. M3rotoBieHue aetaneit cioxHO (OpMBI ¢ Ma-
JILIMU CTeTieHs MU aedopmarvii. [1py ncnoab3oBaHUN
TPaTULIMOHHBIX TEXHOJOTMUECKHUX TPOIIECCOB CEPhe3-
HOI Ipo06JIEMOIA SIBJISIIOTCS YIIpyTrHe aechopMaltiu (1py-
>KMHEeHUe) aetanu. PaccuuTarh NMpy:KMHEHUE MPaKTH-
YECKM He TPEICTABIIICTCS BO3MOXHBIM M3-3a JTOIYC-
Ka Ha MEXaHMYeCKHUe CBOMCTBA MaTepuaia. DTo MpH-
BOJIUT K HEOOXOIMMOCTH MOPAOOTKU INTAMIIOB M K
MpaBKe JeTajieil TTociie IMTaMITOBKH.

Hau6onbimii a¢phekT OT NMpUMEHEeHUST TEXHOJIOTUH
JOCTUTACTCSI MPU (POPMOBKE TUTAHOBBIX M BBHICOKO-
MPOYHBIX ATFOMUHMEBBIX CILIABOB B MEJIKOCEPUITHOM
MMPOM3BOJICTBE. B aBMa- 1 pakeToCTPOSHUU C MpUMe-
HEHUEM JTaHHOW TEXHOJIOTUM M3TOTaBJIMBAIOT: TEILIO-
BBIC 9KPaHBI IS 3aIIUThI 3JIeMEHTOB KOHCTPYKIIUU OT
CTpyii JBUTATEJIbHBIX Ta30B (puc. 2,a), pasJInyHbIC
JIIOUKH, TOTUIMBHBIE 0aku (puc. 2,6), naHeau (puc. 2,6),

Tennosoit chopublit HKpaH

Puc. 2. Ipumenenne texuojoruu [1TO

3JIEMEHTBI TOHIIOJ IBUTATeNIei (HOCKHM BO3MyX03a0op-
HUKOB), Psil KOHCTPYKTUBHBIX 3JICMEHTOB XBOCTOBOI
yacTtu (ro3ensika, ootekatenu (puc. 2,2) u ap.

HMMeHHO sIpKO BhIpaxkeHHasT pa3HOTOJIIMHHOCTh
SIBJISIETCSI OTPaHUYMBAIOIIMM (haKTOPOM IPUMEHECHUS
TEXHOJIOTUM B TIPOM3BOJICTBE JICTATEIbHBIX allllapaToB.

YTOoHeHUe MaTepuayia TPy IMTHEBMOTEPMUUIECKOM
(cBepxrutacTU4eckoit) (hOpMOBKE paCCMOTPEHO B psijie
paboT OTEUECTBEHHBIX U 3apyOeskHBIX aBTOPOB [2, 3].
PaGoThl 3T HOCST B OCHOBHOM 3KCTIepUMEHTAIBHBIN
XapakTep M He comepkaT peKOMEHIAIIWA Mo pacueTy
M3MEHEHUs TOJIIMHBI 3aTOTOBKHM B ITPOIIECCE IIITaM-
TTOBKM.

[Ipu onTMMaNbHOI TeMIiepaType Ul OMHOW Map-
KM MaTepuaja yTOHCHHME 3aBUCHUT OT COOTHOIICHMUS
TEOMETPUUYECKMX ITapaMeTPOB JIETau, B TIEPBYIO OYe-
pellb OT OTHOCUTEJIEHOI BBICOTHI JAETaIM W PallyCOB.
CyILecTBYIOT METOIMKM pacyeTa pacIpeneICHUsT TOJI-
IIWHBI AeTaneit cpepudeckoit popmul. PacueTs! ms ne-
Tajiel MUIMHAPUYECKON (HOPMBI HOCST TIPUOJIMKEH-
HBII XapakTep. AHAJIUTUIECKMIA pacueT pacIpeneIcHUs
TOJIIIIUHBI TSI HEOCECUMMETPUYHBIX JeTaell He TIpe/i-
CTaBJIIETCS BO3MOKHBIM.

IlocraBieHa 3amaya ompeneIeHUusT 3aBUCUMOCTE i
MaKCHMaJIbHOTO YTOHEHHUSI MaTeprajia OT TeOMeTprUec-
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KHX TIapaMeTpOB MPU ITHEBMOTEPMUYECKOM (HOPMOB-
Ke JTeTajieil pa3IMYHbIX TUTIOBBIX (POPM.

B HacTosmIel craThbe MpUBEACHBI JaHHbBIE, TTOY-
YeHHBIe TIPH UCCIeIOBAaHNN (POPMOBKU AcTayeil 11~
JIMHIpUYecKoi (popMbl. Takue geTann XxapaKTepu3yloT-
Cs CIIEAYIONIUMU TeOMETPUUYECKUMU TapaMeTpaMu
(puc. 3): H— BbIcOTa BHITSDKKU; R — paauyc IUJIUH-

R

Puc. 3. Kondurypanus muainHIpoB

apa, SO — HCXOJHadA TOJIIMWHa 3aroTOBKN (HpI/IHI/IMa—
€TCA, YTO 3aroTroBKa paBHOTOJIIIIMHHA BO BCEX TO‘IKaX);
Smin — MMWHUMaJIbHasA TOJIINHA 3aroTOBKHU ITOCJIC d)op—
MOBKU; r — pagnyC B OCHOBAHUWU HUJIWHIAPA, I"Kp —

paauyc MaTpulibl (TpUHUMaeM Fep = 25y).

......

Thickness

Py SNINNINININININIY

835406
| fgeic]
05615472

Min= 0.615472
Max = 2.045042

Puc. 4. Pesynbrar mogenupoBanusi B PAM STAMP 2G

JIist pellieHUsT TIOCTaBJAEHHON 3agayy MPOBEICHO
MaTeMaTU4YeCKoe MOJeIMPOBaHUe LIMJIMHAPOB pa3iny-
Hoit koHpurypauuu (puc. 4) u3 cruiaa BT20 B npo-
rpamMmMHoOM Komriuiekce PAM STAMP 2G. ([JanHas
paboTa BBITIOJIHSIIACh COBMECTHO ¢ ['pyrinoii komraHuii
«I1JIM ¥Ypan» —oduumanbHbIM TpeacraBuresiem ESI
Group Ha tepputopun P®.) Tutanosslii crias BT20
ObUT BBIOpaH M3-3a OonbIMX yminHeHuit pu [T
(tropsimka 800%), 4TO TTO3BOJIMIIO PACCMOTPETh KOH(PM-
rypaiyu HUWJIUMHIPOB, KOTOPbIE HEJIb3sl MOJIYYUTh U3
JPYruX CIJIaBoB. Bo3MOXHO NMpUMEHEHUE APYTUX Ma-
TEpUaJIOB — AJTIOMUHUEBBIX U MarHUEBBIX CIUIABOB.

I1Ipu MoaenMpoBaHUM MCHOJIB30BAIACh YITPOIIEH-
Hasi MOjieJib TIOBEJIeHUsI MaTepuaia B PexXrMe CBEepX-
TUIACTUYHOCTHU:

o=K¢",

rae K — koa¢hGUIIMeHT TponopLUUOHATBHOCTH;

¢ — CKOpOCTb nedopmanumu;

m — MOIYJTb CKOPOCTHOTO YIIPOYHEHMUS;

0 — HampsoKeHUe.

JInist MoaenMpoBaHUs ObUIM UCITOJIb30BaHbI CIIEIY-
rolue coiictBa crutasa BT20 [4, 6]:

1) K03hPUILIMEHT MPONOPIMOHAILHOCTHU
K=0,597488 TI'lla;

2) MonyJib CKOPOCTHOTO yrpoyHeHust m=0,42;

3) ckopocth aedopmanmu = 0,0016 c;

4) monynb FOura FE=112 I'Tla;

5) wiotHocTh P =4,5-10° kr/Mm3;

6) xoaddunment Ilyaccona Y= 0,333.

MogenupoBaHe TTPOBOAUIIOCH TSI TPYIII IIUINH-
JIpoB ¢ paauycoM R= 50 MM u ToamuHoi S=1 MM,
a Takke ¢ paguycoM R = 80 MM U TOJIIMHONI S = 2 MM.
B pesynbpTare MomeampoBaHUS TOJYyYEHBI TUarpaMMbl

0,9
y=0,074x+ 0,618
0,8
y=0,59%+ 0,5698
07 v=0,4675x+ 0,5064
/‘ ﬁg,a%l +0,4324 —H'=1
0,6
y-(i),3319x+0,3587 —f—H'=0.9
05 | | /‘/ y=0,2693x+0,2949 ——H'=0.8
' - /( y=0,238%+0,2501
£0,2057x+ 0,2087
04 - L X e H'20.6
é —a—H'=0.5
0,3 .
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0,2 ?A%’*’A H'=0.3
H'=0.2
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0

0,00 0,20 0,40

R'

0,60

0,80 1,00 1,20

Puc. 5. 3aBucUMOCTh MAaKCMMAaJILHOTO YTOHEHMS OT T€OMETPUUYSCKMX IMapaMeTpoB LWIMHApPA I ciuiaBa BT20
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B ocsix §'/R’ mns pasznuunbix H' (puc. 5), tae §' =
= §/S§, — otHOocuTeNbHaAsA TomuuHa; R' = ry/R — or-
HocUTebHBIN paauyc; H' = H/R — oTHocuTenbHast
BbIcOTa (MIyOMHa (DOPMOBKU).

C MoMOIIbIO JIMHEHHOM anmnpoKCUMalMu MOCTPO-
€HBbI TIPSIMbIC, TOJIYyYeHbl KOB(MOULIMESHTH a U b 1s
aIrMpPOKCUMMPYIONIUX MPSIMbIX U TTOCTPOEHbBI COOTBET-
ctBytonue rpadpuku a(H') u b(H') (puc. 6, 7).

1,2

0,3
@ 0,6
0,4

0,2

0 0,2

0,4

0,6
H'

AHaJIOrMYHO OB MONY4YeHBI KOI(PPUIIMEHTHI a 1
b s anmpOKCUMUPYIOIINX MPSIMBIX U TTOCTPOCHBI
cootBeTcTBYyOLIME Tpadpuku a(H') u b(H') (puc. 9).
[MpubmmkeHHasT 3aBUCUMOCTD IUIST OTIpenelIeHUs
MWHUMAaJIBLHOMN TONIIWHBI CTEHKU Il IVJIMHIPOB C
R=80 mM u3 crutaBa BT-20 onuceiBaeTcst (hopmynoit

Sinin =5(0,1 846 H' OB R +0,9996¢ 17944

y=0,1832x103

0,8 1 12

Puc. 6. 3HaueHus KoabdUIIMEHTa ¢ YpaBHEHUS TIPSIMOIl B 3aBUCUMOCTU OT OTHOCHUTEIBHOW TJTYOUHBI BBITSIKKH
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Puc. 7. 3nauenus koaddunmenTa b ypaBHeHUS IPSIMOM B 3aBUCUMOCTH OT OTHOCUTEIBLHON IIyOMHBI BBITSIKKI

B cBoto ouepensb, kpuBbie a(H') u b(H') Obl1u an-
MPOKCUMHUPOBAHBI CTETIEHHON M 3KCIIOHEHUMATbHON
3aBUCUMOCTSIMU COOTBETCTBEHHO.

HNmeem

a=0,1832H'""03; p=0,9275¢7163",

IToce moacTaHOBKY MOTyYeHHBIX 3HAYEHU N KO-
(pULIEHTOB B ypaBHEHUE TIPSIMOI MeeM TTPUOJTVKEH-
HYIO 3aBUCUMOCTb JIJIs OIpeAeaeHUsT MUHUMAIbHOR
TOJIIWHBI CTEHKH IS LVUIMHAPOB MEPBOM TPYIITBI C
R=50MMmu S=1 mMm:

Smin = S0(0,1832H'_]’03R' +O,9275e-1,631H').

s BTOpoii rpynnbl UUMAUHAPOB (R= 80 MM u
§'=2 MM) moay4yusu puc. 8.

[MpubmkeHHasT 3aBUCUMOCTb IIJISI OIIPEACICHUS
MMWHMMAJIbHOM TOJIIUHBI CTEHKU JUISI LIVJIMHIPOB C
R=80 MM u3 crmaBa AMréM omnuceiBaetcst hopmy-

JIoM
S i =8,(0,1824H' PR +1, 0263¢71926H").

Kak BugHO 13 1OJIy4eHHBIX 3aBUCUMOCTEN, KO3(-
(uureHThl NPSAMBIX TTPUOJIUKEHHO PaBHbBI, YTO AAET
HaM TIpaBO PAcIPOCTPaHUTh 3Ty 3aBUCMMOCTD Ha JIpy-
TUe TPYIIbl HUIUHIPOB.

TTocne aHanu3a pe3ysibTaTOB MOJEIMPOBAHUS LI~
JIMHJPOB ObLI COCTaBjieH rpadUK-peKoOMeHAalus T0
noaodopy (GpopMbl UIMIMHAPOB B 3aBUCUMOCTU OT Tpe-
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Puc. 8. 3aBucumMocTh MAaKCMMAaJIbHOTO YTOHEHMSI OT T€OMETPUUYSCKMX ITapaMeTpoB LWIMHApaA 11 ciiaBa BT20
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Puc. 9. 3naueHus1 Ko3hGUIMEHTOB a U b ypaBHEHMS TIPSIMOI B 3aBUCMMOCTHU OT OTHOCHUTEIHHON TTYOMHBI BBITSIKKU

Oyemoro yronenus — [5/8;] x 100% (puc. 10). JaHHbI#
rpauK SIBJSIETCSl peKOMEHAAeH 11 KOHCTPYKTOPOB
U TEXHOJIOTOB, MO3BOJISIOIEN YIIPOCTUTDH TTPOEKTUPO-
BaHUE JeTajeil, UMEIOIUX ONTUMAJIbHbIE MAaCCOBBIC
XapaKTepPUCTUKU, COKOHOMUTHL BpeMsl Ha pa3pabOTKy
JeTasieid, 3Hasl, K KaKoil 00J1acTU OTHOCUTEIbHBIX Ma-
paMeTpOB JOJDKHA MTPUHAJIEXATh AeTallb. [locne rpu-
MEPHOW OILIEHKW YTOHEHWI KOHCTPYKTOPY HEOOXOIM-
MO CMOJIEIMPOBaTh Pa3pabOTaHHYIO ACTab.

BbiBoab!

,Z[J'[H TWJIMHAPHUYCCKNX JIeTaJIel ONTUMAaJIbHbIMU
CUUTAIOTCA CIICAYIOIIME COOTHOIICHNMA:

1. s 30HBI ¢ yToHeHNEeM >78% 11eiecoobpa3Ho
MPUMEHSITh OOBIYHYIO (DOPMOBKY JIMOO BBITSIKKY.

2. 3ona ¢ yroHenuem 45—78% (0,1<H '<0,75 u
0,05<R’'<0,7) HanboJjiece ONTUMATbHA TSI IPUMEHEHUS
texHonoruun [TO.

3. 111 30HBI ¢ yToHeHWEeM 25—45% peKoMeHIyeTCs
MpeaBapuUTeNIbHAS BBITSIKKA JIJTT Habopa MaTepyaia u3
30HBI (hJIaHIIA ¢ TTOCTIeAyYIONIel ITHeBMO(OPMOBKOIA [5].

4. 1151 30HBI ¢ yToHeHUeM 16—25% (g neraneit
¢ H' >0,8 m R'<0,5) nciomp3oBanue TexHoipornu [1TO
He 11eJ1eco00pa3Ho.

Tak kak obopynoBaHue Kadeapbl HE MO3BOJISIET
TPOBOANTH SKCIIEPUMEHTHI Ha TeMITepaTypax MopsiiKa
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Puc. 11. Pe3yabraThl 9KCIEepUMEHTOB

900° C, anpobariusi moJydeHHbIX 3aBUCUMOCTEI TMpo-
Boamiach Ha ciutlaBe AMroM (puc. 11). TomuHa ae-
Taju u3Mepsiach MHAMKATOpoM yacoBoro turna MY-10.
PesynbraThl 9KCriepuMeHTa U MOJIeIMpOBaHusl roKa3a-
JIU XOPOUIYIO CXOIUMOCTb.

HauGonbiiee npuMeHeHre pe3ysbTaTbl pabOTh
MOTYT HAaWTH MPU MPOEKTUPOBAHUU KOHCTPYKTOpaMU
HEeHarpyXXeHHbIX MaHeJel ¢ SUeUCTbIMU 3aTOJTHUTEISI-
MU B aBUAIIMOHHOW W PAKETHOU MPOMBIIIJIECHHOCTA
(puc. 12). Yxoa oT cOTOBOTO 3aIOJHUTES TO3BOJUT
COKPATUTD 3aTpaThl ¥ TPYAOEMKOCTb ITPY TTPOU3BOJICTBE
TIaHEJIEN.
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Abstract

The main goal of the paper is determination the
dependency of maximum thinning of the material from
geometrical parameters during pneumo-thermal forming
(superplastic forming - SPF) of various standard forms.

This paper describes the data, obtained by studying
the cylindrical shape components formation.

To solve this problem, mathematical simulation of
cylinders of various configurations of alloy VT20 was
made with PAM STAMP 2G software package.

The simulation was performed for the groups of
cylinders with radius of R = 50 mm and thickness of
S = 1 mm, and with radius of R =80 mm and thickness
of S =2 mm. The results of the simulation are presented
by S'R' diagram for various H' values.

The lines were constructed using linear
approximation, and coefficients “a” and “b” were
obtained for approximate lines. Also graphs a(H') and
b(H') were constructed.

Substituting the obtained values of coefficients a(H")
and b(H'") in the of the line equation, approximate
expression was obtained for estimating minimum wall
thickness for AMg6M alloy cylinders with R = 50 mm,
R = 80 mm and cylinders with R = 80 mm from.

As it is seen from the dependencies, these
coefficients are approximately equal, which allows us to
extend this dependency to other group of cylinders.

The dependencies were tested with AMg6M alloy.
Component thickness was measured by ICH-10
indicator. The experimental and simulation results
revealed good convergence.

After the cylinder simulation results analysis,
recommending cylinder forming selection graph,
depending on the required thinning [S/S0] x 100% was
developed. This graph presents the recommendation for
designers and technologists. Its main purpose is to
simplify the design of components with optimal mass
characteristics. The knowledge to what relative
parameters area a component belongs would sate the
design time.

Thus, the following ratios for cylindrical components
are considered optimal:
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1. For zones with thinning greater than 78%, better
apply molding or drawing.

2. For zones with thinning of 45-78% (0,1 < H' <
0,75 u 0,05 < R'< 0,7) the best optimal solution SPF
technology implementation.

3. For zones with thinning of 25-45% the better
solution is to use pre-stretch for set of material from
flange zone with following pneumatic forming.

For zones with thinning of 16-25% (for components
with H'" > 0,8 and R' < 0,5) SPF technology
implementation is not advisable.

Keywords: sheet-metal forming, pneumo-thermal
forming, thinning.
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