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YAOCKOHAJIEHHA ITPOLECY OCA’KEHHS MACUBHHUX 3AI'OTOBOK
JJIS1 BUTTOTOBJIEHHA JETAJIEM EHEPTETUYHOI'O MAIIMHOBY Y BAHHSA

Axmyanvnicms memu 00cniddiceHHn. TexHonoziuni npoyecu Ky8anHs MACUSHUX NHOKOBOK GION0BIOANIbHO20 NPUSHAYEHHS
nompebyoms mouH020 6CMAHOBICHHS MEXHOLO2IUHUX pedcuMie npoyecy depopmyeants. Lle nompiono 0ns 3a6e3neuenHs eu-
COKOI AKOCMI Ma ONMUMATLHUX BUMPAT NPU 8US0MOBIeHH] 8upobis 8azoto 6i0 20 0o 200 monn. Onmumanvhi mexHoI02iuHi
PedACUMU KYBAHHSL MONCHA GCMAHOBUMU HA OCHOGI OGHUX HANPYICEHO-0epOPMOBAHO20 CIMAHY 3A20MOBKU NPU KYEAHHI.

Ilocmanoexa npoonemu. Kysanns eenuxux noKoO8oK € OpiOHOCEPIiHUM Ma OOUHUYHUM 8UOOM 00PO208APMICHO20 8UPO-
OHUYMBA 3 HU3LKOIO JIKGIOHICMIO, MOMY Yi npoyecu nompebyioms nONepeoHbo20 CKIHUEHO-eIeMEeHMHO20 MOOEeNOBAHHS HA-
NpyoHceHo-0epopmMo8ano2o cmany ma CUI08UX napamempis Kyeauus. MooenoganHs noBUHHO 00380AMU MOUYHO 6CINAHOBIIO-
samu Hanpys’ceHo-0ehopMosanull Cman 3a20moeKu 8 NPoyeci Ky8aHHs.

Amnaniz oocnioscens i nyonikauin. Ha ocrosi ananizy nyonikayiti 3a ocmarnui poku 6y10 6CMAaH08IeHO, Wo OCHOSHY Y8azy
npu MOOENIOBAHHI NPOYeCi8 KYBAHHS BETUKUX NOKOBOK MEMOOOM CKIHYEHUX eleMeHmMi6 RPUOLIsIu YOPMO3IMIHEHHIO 3a20MOBKU
npu UKOPUCIANHE HOBUX CROCODIE KYB8ANHS MA 0ehOPMYIOH020 IHCMPYMEHMY.

Buoinenns nedocnioscenux wacmun 3az2anpbhoi npoonemu. Hesupiwienumu 3aumaiomscsi RUMAanHs wooo eqekmueHux Kyma
ma 2nubuHY 2paneil HOMUPUnPOMEeHe8ol 3a20MoBKuU, SIKI 00360JI5IMb IHMEHCUDIKYBAMU 3aK08Y6aAHHsL GHYMPIUHIX Oehekmig.

Memoio cmammi € niosuwenns skocmi demaieti GiONOGIOAILHO20 NPUHAYEHHS. 30 PAXYHOK 3A6API0GANHS GHYMPIUHIX
Oeghexmie Ha OCHOBI 600CKOHANIIOBAHHS ONEPAYLT OCAONCEHHS YOMUPUNPOMEHEBUX 3/IUMKIE.

Buxknao ocnoenozo mamepiany. Y pobomi 0ocniodicenui cnocié ocadscenns macusHux 3numkis. Ha ocHosi ckinueno-
e/IeMEHMH020 MOOENIO8AHHST OY8 6CMAHOGIEHU PO3NOOLL THMEHCUBHICIb Oeghopmayiti y MepuoioHANbHOMY Nepepisi nicis
0CAOICEHHS. YOMUPUNPOMEHe8UX 3a20mosoK. Teopemuyune 00CHiONCeHHs 00360UI0 BCIMAHOBUMU PO3NOOLT deopmayiil 6
06°e€Mi NOKOBKU NpU 0CAOANCEHHI HOMUPUNPOMeHedux 3a20mogok. CKiHueHo-eneMeHmHue O0CTIONCEHH 00360MUN0 BCMAHO-
8UMU, WO payioHANbHA BUCOMA 2panell nogunHa cmanogumu 15 % 6io diamempa 3azomosxu. [Ipu maxiii ucomi epanueii 8io-
6y8a€embCsi MAKCUMANbHE 3AKOBYBANHS GHYMPIUHLO20 OMBEOPY.

Bucnoeku 6ionogiono 0o cmammi. Cxinueno-enemeHmue 00CHiOHCEHHA 00380IUNLO BCIMAHOBUMU, WO PAYIOHATLHA 6U-
coma epanmeil nogunna cmanosumu 15 % 6io diamempa 3azomosxu.. Y pesynomami docniodcenv ukoHanux y pobomi 6yno
BCTMAHOGIEHO, WO OCAOICEHHS HOMUPUNDOMEHEBUX 3A20MOBOK NIOGUYYE AKICIMb MACUBHUX Oemaell.

Knrouogi cnosa: kysanms, ocaodicenis; 3Mumok; 6Hympiwni oepexm,; Macuena 0emans, YoOMupunpomMeHesa 3a20MmosKa;
veienymi epani; MCE; napamemp nanpyosicenoco cmamy; HanpylcenHss CMucKaHHs.

Puc.: 4. bion.: 14.

AKTYaJBHICTh TEMHU J0CTi/IzKeHHs1. TeXHOJIOTI4HI MPOLIECH KYBAaHHS MACHBHHMX MTOKOBOK
BI/INIOBIJAJIbHOTO MTPU3HAYEHHS OTPEOYIOTh TOYHOTI'O BCTAHOBIICHHS TEXHOJIOTTYHUX PEXKHUMIB
nporecy nepopmyBanns. L{e moTpi6HO /y1st 3a0€31eYeHHS] BUCOKOT IKOCT1 Ta ONTUMAJIbHUX BU-
TpaT IpU BUTOTOBJIEHHI BUpoOiB Baroto BiJ 20 1o 200 ToHH. OnTHManbHI TEXHOJOTIUHI pe-
YKUMU KyBaHHSI MO’KHA BCTAHOBUTH Ha OCHOBI JJaHUX HaNpy>KeHO-/1e()OpMOBAaHOTO CTaHy 3aro-
TOBKHU MIPHU KYBaHHI.

IlocTanoBka npodaemu. KyBaHHS BEIMKUX MMOKOBOK € JIPIOHOCEPIMHUM Ta OJMHUYHUM
BUJIOM JOPOTOBAPTICHOTO BUPOOHUIITBA 3 HU3BKOKO JIIKBIAHICTIO, TOMY IIi TIPOIECH MOTPedy-
I0Th TIONIEPETHHOTO CKIHUEHO-EJIEMEHTHOTO MO/JIETIOBAaHHS HANIPYXEHO-€(hOPMOBAHOTO CTaHY
Ta CHJIOBHMX IapamMeTpiB KyBaHHA. Mo/Ie/TOBaHHS TOBUHHO JJO3BOJISITH TOYHO BCTAaHOBIIIOBATH
HaIpy>KeHO-1e(OPMOBAHHI CTaH 3aTOTOBKH B TIPOIECI KyBaHHSI.

AHaJi3 ocTaHHIX Aoc/aiKeHb i my0Jikaniii. Po3poOka Ta mpoeKkTyBaHHSA TEXHOJIOTIYHUX
MPOLIECiB BUTOTOBJICHHSI MACUBHUX MOKOBOK CIPSMOBAaHI Ha MONIYK palliOHAIbHHUX CHOCO0IB
0CaPKEHHS JUIsl I1JIBUIIEHHS JIpi1OHO3EpHUCTOCTI CTPYKTYPH MeTally. ¥ MaCUBHUX 3JIUTKaxX OC-
HOBHA JIOKaJTi3aIlisl ycaaKoBUX JAe(heKTiB BIMOYBA€ThCs B OChOBIN 30H1. Lle BUKIMKaHe BiIO-
BiJTHMM HarpyxeHo-aegpopmoBanum cranom (HC) npu nedopmyBanHi. 3acTOoCyBaHHs onepa-
il OCa/PKEHHS Ta MPOTATYBAHHS MIABUILYE PIBHOMIPHICTh MEXaHIYHUX BJIACTUBOCTEH, aje
IPU LIbOMY MIJBUILYETHCS TPYIOMICTKICTh 1 €HEPrOEMHICTH MPOLIECY KyBaHHS.

OcTaHHIMH pOKaMH KUTBKICTh MacCHBHUX TMOKOBOK, BUTOTOBIEHUX 31 3THUTKIB, ITiJIBUIILY-
eTbes. Lle NoACHIOEThCs 301IbIICHHSIM HOTYKHOCTI BaKKUX MaluH. OJIHaK SIKICTh BUTOTOBJIE-
HUX [OKOBOK HE 3aBXK/IH BIIIOBigac BUMOraM 3aMOBHHKA. HU3bKa SKICTh MACUBHUX ITOKOBOK
MTOSICHIOETHCS HU3BKOKO SKICTIO BUXITHUX 3IIUTKIB [3; 4].
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ITorpeba B MacHBHUX KOBAaHUX JETAJISX, 10 BUTOTOBJISIFOTHCS 3 BUKOPUCTAHHAM Omeparii
0CaJKEHHS, OCTAaHHIM 4acOM 3pOcTia, sIK ToKa3aHo B po0oTi [5]. SIKiCTh TakuX MOKOBOK BH3HA-
Ya€eThCs MEXAHIYHUMHU BIIACTUBOCTSAMH Ta CTYIIEHEM HEOAHOPIAHOCTI CTPYKTYpH MeTaly. 3acTo-
COBYBaHI MMPOIECH KyBaHHS MAaCUBHUX TTOKOBOK HE TapaHTYIOTh OJIEPKAHHS BUCOKOI SIKOCTI.

VY po6oTi [6] po3risiHYTO CHemiaibHI METOIU KyBaHHS MacHMBHHX BHUpPOOiB. LI meToau Ky-
BaHHS BiJPI3HAIOTHCS TUTIOM BUKOPHCTOBYBAHUX ONepariii, peskumamu JepopMyBaHHs il reoMe-
Tpiero O0KKIB [ 7]. MexaHi4H1 BIaCTUBOCTI JeTaJIel IEPEBayKHO 3aJI€KaTh Bl BHKOPUCTAHHS OTIe-
pauiii ocapkeHHS W TOAAIbLIOro MpoTsryBaHHs. Ilpu po3poOmi epeKTHMBHUX TEXIPOLECIB
nedopMyBaHHsI OCHOBHUH 1HTEpEC CTAHOBUTh BJOCKOHAIIEHHS ONIEpaLlil 0CaDKEHHSI.

3pocTaHHs BUPOOHHIITBA TIOKOBOK BHCOKOI SIKOCTI BUMarae po3BUTKY 1 BIIPOBAXKEHHS HO-
BUX TEXIIPOLIECIB KYBaHHs 3 HU3bKMMHU BUTpPATaMH, sIK BiA3HayaeTbcs B poOoTi [8]. OnHak y
poOOTI HE TOCIIHKYBAIKCS HOBI CIIOCOOM OCAJKEHHSI, 1110 JO3BOJISIOTH 3HU3UTH CHITY J1edhop-
myBaHHs. [lebopMyBaHHS CEKI[IHHUM THCTPYMEHTOM ab0 3MiHa Mepepizy 3arOTOBKHU J03BOJISE
3HU3UTU CUITYy OCaKeHHS [9].

OcHoBHMM /1€(DEKTOM MOKOBOK ITiCIIsl OCAIKEHHS € HECYLUTBHICTh B OCbOBIH 30H1, SIKa BCTa-
HOBITIOETHCS YIIbTPa3ByKOBUM KOoHTpojeM [10]. Ha gymky aBTOpiB, BAHUKHEHHS IIOTO Jede-
KTy nosicHioeTbes HecnipuaTiueuM HJIC npu ocapkeHH 3aroTOBOK LMITIHAPUYHOT hopMu 3a
PaxyHOK MOSIBH PajiiajibHOTO TUIMHY METaITy, 10 MPUBOAMTH JI0 BHYTPIIIHIX PO3PUBIB METAITy
3aroToBkH. OpUriHajbHa MOJIENb, 110 OMUCYE 3aKPUTTS Ae(EKTIB, a TAKOXK BPAXOBYE Opi€HTa-
ito pedexTiB i JeopMoBaHUil cTaH 3arOTOBKHU po3pobieHa aBTopamu pobdotu [11]. Moxens
Oyna po3pobieHa ii mepeBipeHa Ha OCHOBI 3HAYHOI K1JIbKOCT1 €KCIIEPUMEHTIB METO/IOM CKiHYe-
Hux exciepumenTiB (MCE). Ognak BenukorabapuTHI 31IMTKYA MAarOTh BHYTpIlIHI 1e()eKTH, mo-
JIOBXKEHOI (hOpMHU TOMY LI JePEKTH Kpallle MOJEIIOBAaTH OCbOBUM OTBOpOM. OJJHaK OTpUMaHa
MOJIEINTb HE € YHIBEPCATBHOIO /ISl MOJICTIOBAHHS 3aKPUTTS OCHOBOT IMOPUCTOCTI.

ABtopamu po6oTH [12] 3amponoHoBaHU CrIOCIO 1 OCHAIIEHHS Ul OCAPKEHHsI TUCKIB 13
0600umKkor0. OcaKeHHs MPOBOAUTHCS 13 3aCTOCYBAHHIM OTepallii po3roHKHU moss aucka. O0-
MEKEHHSIM I[bOT'0 CIIOCO0Y OCaPKEHHS € Te, 110 IHCTPYMEHT He MEepPEeKpHUBA€E BCE MOJIE TUCKY.
3anumaroThCs HenpoaehopMOBaH1 JUISTHKY 3 YTBOPEHHSIM 3aTUCKIB, 1110 TPU3BOAMTH 10 30171b-
IIEHHS BUTpAT MeTally IpyU MeXaHi4Hii 0OpoO1i.

BujisieHHs1 He BUpilIeHUX paHille YacTHH 3arajabHol npodjemu. Ha ocHOBI niteparyp-
HOT'O OTJIS1y BCTAaHOBJIEHO, 1110 BJJOCKOHAJIEHHS TEXIPOLECIB KyBaHHS 3 BUKOPHCTaHHSAM CIIELi-
ATFHOTO CIOCO0Y OCaKEHHS 3arOTOBOK SIBJISIE COOOK0 BAKJIMBE HAYKOBE Ta MPAaKTUYHE 3HA-
YeHHs, sSKe MIATBEPUKYE akTyalbHicTh podotu [13; 14]. binbme TOro, ocamkeHHs He
3a0€3Meuyr0Th BUCOKHX 1 130TPOITHUX MEXaHIYHHX BJIIACTUBOCTEHN OCHOBOI 30HU JIETalll Yepe3 He-
MOBHE 3aKOBYBAaHHs BHYTPILIHIX Je(EKTiB 3JIMTKa, [II0 BUMArae MpoBeIeHHs MOJAbIINX JOCITi-
JUKEHb Y IIboMY Hanpsimi. OJJHUM 13 HanpsAMIB yJOCKOHAJIEHHS OMepallii 0CayKeHHs € 3aCTOCY-
BaHH: PO UTIOBAHHSI 3arOTOBKH Nepe] 0caPKeHHAM. BeTaHOBIIEHO, IO YBITHYTI I'paHi 3 KyTOM
120° He crpHsAIOTH TOBHOMY 3aKPUTTIO OCbOBOT HOPUCTOCTI. 301IbIIEHHS IIMOUHU TpaHel pu
IbOMY KYTI 3HI)KYE CTYIIHb 3aBapIOBAHHS BHYTPIMIHIX AedekTiB. ToMy MOTpiOHO MPOBOAUTH
HOJAJBIII JOCTIKEHHS 17151 BU3HAYeHHS e(PEeKTUBHUX KyTa Ta MIMOWHU TpaHell YoTUpUIpoMe-
HEBOI 3arOTOBKH, SIKi JO3BOJIATH IHTEHCU(IKYBaTH 3aKOBYBaHHS BHYTPIIIHIX JE(PEKTiB.

MeTo10 cTATTI € MiABUILEHHS SIKOCTI JeTanel BiNOBIJaIbHOTO MPU3HAYCHHS 32 PaXyHOK
3aBaprOBaHHs BHYTPIMIHIX Je(EKTIB Ha OCHOBI BJIOCKOHATIOBAHHS OTEPAIlii 0CaPKEHHS YOTH-
PHUIIPOMEHEBHX 3JIUTKIB.

Buxian ocHoBHOro mMatepiany. MojentoBaHHs MPOIECy OCaPKEHHS NMPoQ1T-0BaHUX Ha
YOTHUPUIIPOMEHEBUH Iepepi3 3aroTOBOK MPOBOIMIIOCS MeTOZIoM cKiHueHuX eneMeHTiB (MCE).
3a pe3ynbTaTamMu MOJCIIOBaHHS BcTaHOBIoBayMCs po3noaut HJIC mokoBku i ¢opmo3miHa
0CbOBOTO JledeKTy micis ocamkeHHs. [licas nmpodintoBaHHs BCi 3arOTOBKU OCaJKYBAJINCS Ha
50 %. PiBHAHHS 3B'sI13Ky KOMIIOHEHT HamlpyKeHb 1 MBHUAKOCTEN nedopmariii
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20 .
Sij = E‘C"ij )

ne €;, O, —KOMIIOHEHTH IIBUIKOCTEHN AehopMaLiii i HaPyKEHb;
S ;j — KOMIIOHCHTH JI€BiaTOpa HaIPYKEHb.

KpuBa Teuii matepiany 3ajana piBHAHHAIM & = o(E, &, T),

ne &,&,T — inTencuBnocTi neopmaniii i mBuaKOCTEH Medopmariit;

T — temnepartypa.

3aroToOBKH IS CKIHUEHO-CJIEMEHTHOTO MOJICIIFOBAaHHS MaJId Takl po3Mipu (puc. 1): 30BHi-
mHIKA giamerp 3arotoBku D = 1,5 M, Bucota 3aroroBku H = 3,75 M, niamerp oTBOpY AedeKTy
npuiimascst 10 % Big 30BHIIIHBOTO AiameTpa 3arotoBku (0,15 M), KyT rpaHeil 3aroToBKH CTa-
HoBHB 150°. 'mubuna yBiraytux rpaneii (h = d / D) nocnimxysanacs B giamaszoni 15, 20125 %
BiJI liaMeTpa 3aroTOBKH.

Puc. 1. 3D-mo0ens npoghinbosarnoi 3a20mo6xku Ha YOMupunpomeHesuil nepepis

Marepian — crans 70X3IT'HM®, Temniepatypa HarpiBanHs 3arotoBku 1150 °C, Temmnepatypa
iHcTpyMeHTa — 20 °C, xoediuieHT Tepts 0,45, citka mictuth 75 000 eneMeHTiB, MIBUIKICTH J€-
dopmyBanHs 35 mm / c. [TapameTp cxemMu Hampy>KEHOTO CTaHy OCbOBOi 30HU 3arOTOBKHU

ne O, —rigpocratnunui Thck, Mlla;

0, — IHTEeHCHUBHICTb HanpyxeHb, MI]a.

Ha 3akoByBaHHs JedeKTiB y mporeci 0CaJKeHHs YOTUPUIIPOMEHEBOI 3ar0TOBKM UHHUTH
BIUIMB INIMOMHA YBITHYTUX IpaHei. Y OCIiIKEeHHI BUKOPUCTOBYBAINCS BBICHYTI IPaHi 3 KyTOM
150° 1 BizHOCHOO iXHBOIO rMOUHO0 d/D, sika cranoBuna 25; 201 15 %. CtyniHb 3aKoByBaHHS
OTBOPY MiCHsI OCaKEHHS PO 1LILOBAaHUX YOTHPUIIPOMEHEBUX 3aroToBoK Ha 50 % roka3aHe Ha
puc. 2. 3a pe3ynbTaTraMi MOJICIIIOBaHHs 0YyJ10 BHSBIICHO, IO IS PO3MIITHYTHX ITapaMeTpiB IIu-
OMH TpaHell BIIOYBAa€ThCS 3aKOBYBAHHS OTBOPY B CEPENHINA YacTHHI TOKOBKU. CTYIiHb 3aKOBY-
BaHHS OTBOPY OLIbIIIE 7SI 3pa3KiB i3 BITHOCHOIO IMMOMHOIO rpaneit 15 %. 3aroToBku, npodiiabo-
BaHi Ha TMOUHY 25 %, moka3au TipIili pe3ylbTaTH 00 3aKPUTTS OCHOBOTO Ae(EKTY.
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Puc. 2. 3axosyseanns omeopy nicia ocaddicenus npoqinbosanux
yomupunpomenesux 3a2omogox na 50 %:
a—d/D=25 %, 6 —d/D=20 %, 6 —d/D=15 %

3anexXHICTh MEXaHI3My 3aKOBYBaHHSI OTBOPY B IPOLIECI OCA/JKEHHS YOTHPHUIIPOMEHEBUX
MoJieiel 3 pi3HOI0 BITHOCHOIO BUCOTOIO TpaHel MOKa3aHO Ha PUCYHKY 3. AHaii3 OTpUMAaHUX
pe3yabTaTiB JO3BOJIMB YCTAHOBUTH, 1110 BIIHOCHA TMIMOMHA rpaHel Outbiie 15 % He mpuBOAUTH
710 301IbIIIEHHS CTYIIEHs 3aKOBYBaHHSA Je(eKTy.

[Ticas ocamxeHHs yoTUpUIIpOMEHEeBUX 3aroToBok 3 d/D=15 % na 50 % Bin0yBaeThCs 3aKO0-
ByBaHH# Aiametpa aedekty Ha 50 % (puc. 3).

d,/d, J{— — J.
/
0,6 v
/
/
0,55 /
/

0,5 /

0,45
10 15 20 25 d/D, %

Puc. 3. 3anesxcnicms 8ionocHoeo diamempa omeopy 6 npoyeci 0cadHceHH s
YOMuUpunpomeHesux mooeiell i3 pizHor 6i0HOCHOI0 2TUOUHOIO epaHell
Posnonin norapudmivanx nedopmariiii y MEpUIiOHATILHOMY Tepepi3i MOKOBKH TICIS Jie-
dopmariii Ha 50 % npesenToBaHo Ha puc. 4. [lepopmariii 3 MaKCUMaIbHOIO BETUYUHOIO PO3Ta-
IIOBYIOTHCS B IIEHTPAJIbHIN YaCTHHI TOKOBKH, a 3 MIHIMAJIbHOIO — Ha IJIOCKUX TOPIISIX ITOKOBKH.
Posnoain nedopmartiii 115 pisHUX MapaMeTpiB 3ar0TOBOK 13 YOTHPUIIPOMIHHUM TIEPEPI30M Ma€
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CXOX1 pe3ylbTaTh. AJie IPU OCAHKEHHI YOTUPUIIPOMEHEBUX 3arOTOBOK 13 TTIMOWHOIO TpaHen
d/D =15 % nnoma nedopmariiii i3 MaKCUMaIbHOIO BETMYUHOO Olnbiie Ha 35...45 % y nopi-
BHSIHHI 3 IHIIMMH NTapaMeTpaMH 3aroTOBOK (puc. 4).

Puc. 4. Po3nodin noeapugmiunux oepopmayiil y npoyeci ocadxicenHs
yomupunpomeresux 3a2omosox (d/D = 0,15)

BucHoBKM BiiMOBiAHO 10 cTATTi. Y CTaHOBJIEHUH BIJIUB KyTa IPaHel YOTUPUITPOMEHEBUX
3arotoBok 150° Ha po3moain aedopmariiid, HapyKEHb 1 3aBapIOBaHHS BHYTPIIIHIX Je(eKTiB
ICIIS OCa/KEHHS. 3aKOBYBaHHS OTBOPY IMOYHMHAE BinOyBatucs npu aedopmariii 10 %. Makcu-
MaJlbHE 3aKOBYBAaHHS OTBOPY BiIOYBA€THCS MICHIA OCaKEHHS HA 65 % mpu BiIHOCHIHM riuOuH1
rpaneit 15...20 % Bin niameTpa 3aroToBKU. Y BITHYTI rpani rubuHow 15 % Bin niamerpa 3aro-
TOBKHU TICIS OCa/KeHHS Ha 55 % MpUBOASTH O BUHUKHEHHS B TiJli 3aTOTOBKU CTHCKAIOYHX
HanpyxeHb. Po3po0ieHnii HOBUII HAYKOBO OOIPYHTOBAHHI CIIOCIO OCaIKEHHSI YOTUPUIIPOME-
HEBUX 3arOTOBOK, SIKUH IMiBUIIYE AKICTh MACUBHUX MMOKOBOK. Ha OCHOBI poBeIeHUX KOMILIE-
KCHHUX TEOPETUYHHUX JOCTIIKEHb PO3po0JIeH1 peKoMeHAalli Il MPOEKTYBaHHS TEXIIPOLECIB
KyBaHHS 32 HOBUMH CXeMaMH¥ JIe(hOpMyBaHHSI.
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IMPROVEMENT OF THE DRAUGHT PROCESS OF MASSIVE WORKPIECES
FOR THE PRODUCTION OF PARTS FOR ENERGY ENGINEERING

Urgency of the research. Technological processes of forging large-sized workpieces with responsible destination require
precise determination of technological modes of the deformation process. It is necessary to ensure high quality and optimal
cost in the manufacture of products weighing from 20 to 200 tons. The optimal technological forging regimes can be established
on the basis of the data of the stress-strain state of the workpiece during forging.

Target setting. The forging of large forgings is a small-scale and single type of expensive production with low liquidity;
therefore, these processes require preliminary finite-element modeling of the stress-strain state and power parameters of forg-
ing. Modeling should allow to accurately establish the stress-strain state of the workpiece in the forging process.

Actual scientific researches and issues analysis. Based on the analysis of publications in recent years, it was found that
the main attention in modeling the processes of forging large forgings using the finite element method was given to changing
the shape of the workpiece when using new methods of forging and deforming tools.

Uninvestigated parts of general matters defining. Unresolved issues remain the effective angle and depth of the faces of
the four-beam blanks, which will intensify the forging of internal defects.

The research objective is to improve the quality of responsible parts by welding of the internal defects on the basis of
improving the operation of the upsetting of four-beam ingots.

The statement of basic materials. The method of draught of large ingots has been investigated in this work. Strains effec-
tive and mean stresses in the longitudinal cross-section of the workpiece with concave faces after draught have been determined
by finite element modeling. The theoretical investigations allowed to determine a distribution of stresses and strains parameters
into body of the four-beam workpieces after draught. Finite element modeling allowed to found a rational depth of the concave
faces should be which has to be 15 % from workpiece diameter. Maximum closing of the internal defect take place for this
depth of the concave faces.

Conclusions. Finite element modeling allowed to found a rational depth of the concave faces should be which has to be 15 %
from workpiece diameter. It has been established that draught of the four-beam workpieces improved a quality of the massive parts.

Keywords: forging; upsetting, ingot, internal defect; massive part; four-beam workpiece; concave faces; FEM; compres-
sive stresses.
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