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Paccmompen mexunonocuueckuii npoyecc IUCmMo8ol WmMamnoeku, SKIIOHAIOWUN NPOYecc GblMANCKU HA YHUBED-
CANBHOU WMAMNOBOU OCHACKE OOIUYOBOUHBIX NAHENEU U3 HUZKOY2NepOOUCHOU KOHCIMPYKYUOHHOU CIMANU U HU3KOY2-
Jepooucmotl Hepoicaseiowel cmanu. Xapakmepucmuku Mamepuaios Omaudaromcs, a 3Ha4um, u npoyecc popmooo-
PAa308anus npomeKaent ¢ CyuecmeeHnblMu omauyusmu. Heobxooumo ommemums, umo 3a20moeKu U3 Hepicaseroulelt
CManu Wmamnyiomes. ¢ ROIudImMuiIeHoM. Mcnonv3o06anue nOIUIMUIEHOB0U NACHKU NO360JI1em UCKTIOYUNb NOBEPXHO-
cmHvle 0eghekmbl HA OOIUYOBOUHBIX NAHENAX, OOHAKO SMOM Npuem 8edem K U3MeHeHUur Kodgguyuenma mpenus.
Paznuyue xapaxmepucmux mamepuanog 3a20moox NPUgOOUm K HeoOX00UMOCHU HOUCKA KOMIPOMUCCHBIX UHIICE-
HEPHbIX PeuLeHuil.

Hucmpymenmom 0nst agmomamusayuu npoeKmupo8anus NPoyecca WmamnosKu 6 Yacmu ONMmuMU3ayuu mexHoo-
2UYECKUX NApamMempo8 CILYHCUm npocpammusiil komniexc AutoForm. Ilpoepammmublii npoOyKm nosgojisiem npousse-
cmu MOOeUposanue npoyecca hopmousMeHenUst IUCHOBOU 3a20MOBKU, ONpedeums npobIeMHble 30HbL UL INEMEH-
mbl Ha 0emanu u nodoopams 2eoMempuio U (GPUKYUOHHbLE NAPAMEMPLL OCHACMKU, 4 MAKHCe He0OX00UMble CUI0BbIE
Xapaxmepucmuku 01s 06opyooeanus. [is paccmampusaemon 0emanu «npOOIeMHbIMY INEMEHMOM AGIAEMCS GHYM-
PeHHULl paduyc no KOHMYpy Oemaiu, KOmopslil pagern moaujune mamepuaia uzoemus. Llenv uccnedosanus — nodoo-
Pamv MUHUMATILHO OONYCMUMbLLL PAOUyC, Npu KOMOPOM MOJICHO Obl10 Obl NOIYYUMb 200HOE U30eaue Ha 0OHOU eou-
HUYye uHcmpymenma u 060py008aHusl, a maxice 00ecneuums 603MONCHOCHb pabonibl 060PYO0SAHUS 8 AGMOMAMUYe-
CKOM pedicume.

B xo00e xomnnexcnozo ananuza pezyipmamos KOMHLIOMEPHO20 MOOEIUPOBAHUS U IKCNEPUMEHMA ONpedesieHo,
YUMo MUHUMATILHO 803MOXNCHbIL paouyc HA 8HYMpeHHel NOBepXHOCMU 0emanu O U30enuti U3 HU3K0Y2aepooucmon
KOHCMPYKYUOHHOU Cmanu 00NdCeH Oblmb paeH He Menee 0OHOU MOAUUHBL UCXOOHOU 3A20MOGKU, 051 U30eull U3
HU3KOY2IepOOUCMOU Hepacaseiowell cmany — He menee 08yX MONWUH UCXOOHOU 3a20moeku. Paduyc 6 yenax Huskux
KOpoOYamvlx uz0eiull Ha GHYMpeHHel NOBEePXHOCIU O/l 3A20MOBOK 00JICeH DblMb pAGeH He MeHee mpex MOIUUH
UCXOOHOU 3a20MOGKU. [N yIyyuenuss mexHu4ecKux XapaKxmepucmux wmamnosol OCHACMKU 00X00UMO UCNOTb30-
8aMb MEXHONO02UU HAHECEHUsL HAaHOCMPYKmMYpuposanuvix PVD-noxpeimuii.

KuroueBbie cioBa: AutoForm, MogenupoBaHue, IITaMIIOBKa, OCHACTKA, TaHEIb, TEXHOJIOTHS.

Beenenue

n¢poBu3anus Bcex chep IKOHOMUKH, B TOM

4yciae OTPaciyd MAallMHOCTPOEHHS, TpeOyeT

BHEJIPEHUS] COBPEMEHHBIX HHCTPYMEHTOB
aBTOMATHU3aIlH, KOTOPBIE CIIOCOOCTBYIOT HOBBILIE-
HUIO pecypcocOepeXeHuns, yBEIMUCHUIO MPOU3BO-
IUTENbHOCTH TPYZAd, BHEAPEHHUIO HOBBIX DPEIICHUH
B cepe opraHmzauuu mpou3BoAcTBa. [Ipomeccs
JICTOBKOM IITAMIIOBKH HIMPOKO PACIPOCTPAHEHBI
BO BCEX OTpacisiX NpOMbIIIeHHOCTH. OHU SBIIS-
IOTCSL  pecypcocOeperammuMid 1 9KOHOMHUYECKH
BBITOOHBIMA. OCOOEHHOCTBIO CO3JaHHSA TEXHOJO-
MM U3TOTOBJICHUS OETajel, MOJyyaeMbIX JIUCTO-
BOM  INTAMIIOBKOH, SBIAETCI HEOOXOIUMOCTH
peaynpekIeHUs BOZHUKHOBEHHS BO3MOKHBIX Jie-
(bekToB, TakuXx Kak rodpooOpazoBaHHeE, CKIAIKO-
o0pa3oBaHue, YPE3MEPHOE YTOHEHUE WIH Pa3phIBBI
MeTaJla, MPYKHHEHHE MITAMIIOBAaHHBIX 3arOTOBOK,

OTKJIOHEHHE OT GopMbl U pa3mepoB. Haubomnee 3¢-
(DEeKTUBHBIM WHCTPYMEHTOM JUIS TIPEIYTIPEKICHIS
OmMOOK TPH CO3TaHUH TEXHOJIOTHICCKUX IEpPeXo-
JIOB ¥ TIPOTHO3UPOBAHUS BO3HUKHOBEHHUS 1e(hEKTOB
SIBISIETCS] KOMIIBIOTEPHOE MoAenupoBaHue [1].
TumoBbIMH HM3AETUSMH MAIIMHOCTPOCHUS SB-
JISTFIOTCSI OOJTMIIOBOYHBIC HAPYKHBIE ITAHEITH U3 JINC-
TOBBIX 3ar0TOBOK. K HUM MpEbsBISIFOTCS BHICOKUE
TpeOOBaHMS, ONPEACIAIONINE KAYeCTBO IMOBEPXHO-
CTH, TOYHOCTH T'€OMETpUU U Ap. Takue wu3aesvs
MOXKHO KIIaCCH(HIIMPOBATh KaK HHU3KHE KOpoOda-
TBIE JeTalu TpU yclIoBuu H / L£<0,6...0,8 (rme

H — BpicOoTa OOpTa MITaMIOBKH, L — JUIMHA IITaM-
moBkd). K TakuM JeTaasiM OTHOCHUTCS U JeTallb
«IaHeNby, MPEACTaBICHHAs Ha puC. 1.
OCOOEHHOCTBIO H3JEIUs SBISIETCA TO, YTO IIO
BHEITHEMY KOHTYPY MaHEeH Tu3aitHep (KOHCTPYKTOP
W3JICTIVS) 310K BHYTpeHHUH paauyc R = 0,8 mm,
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KOTOPBIA COOTBETCTBYET TOJIIMHE MCXOJTHOU 3aro-
TOBKH. TakuM 00pa3om, cTajia akTyaJbHOM 3amada
o pa3paboOTKe TEXHOJIOTUYECKOrO MPOoIecca U3ro-
TOBIICHHMS JIE€TAlld «IIAHEIL», OO0ECIEeUUBAIOIICTO
MIPOU3BOJICTBO B aBTOMAaTHYECKOM pexume (Ha 3a-
JTAHHOW eUHMIIe 00OPY/I0BaHMUs) HA OJHOMN EIMHMU-
Il YHUBEPCAIbHOW INTaMIOBON ocHAcTku. [Ipu
3TOM MaTephall 3aroTOBOK, NpPUMEHSEMBIH ISt
JMAHHOTO W3Aenuns, ObUT ABYyX BUI0B — cTtans DC 04
ED DIN EN 10209 (ananor — crans 08xn 'OCT
1050-2013, 080 I'OCT 1050-2013) u AISI 304

ASTM A240 (amaior — cramp 08X18H10 I'OCT
5949-75). XapakTEepUCTHKN MaTEepPHAIOB OTJIHYa-
IOTCSI, a 3HA4uT, W mpouecc (HopMooOpazoBaHHs
NPOTEKaeT C CYIIECTBEHHBIMH OTIMYMsIMU. Heol-
XOJUMO OTMETHTbH, YTO 3arOTOBKH W3 HEpP)KaBelo-
el CcTalu IITaMIyloTcs ¢ HOJau3TWiIeHoM. Mc-
M10JIb30BaHUE MONMATIIEHOBON IUIEHKH IMO3BOJISET
UCKJIFOYUTH TIOBEPXHOCTHBIE Je(eKThl Ha OOIHUII0-
BOYHBIX TMAaHENsX, OAHAKO JTOT MPHUEM BEIeT K M3-
MEHEHUIO KO (GUIMEHTa TPEHHSI, YTO OTPaKaETCs
Ha IPOLECCe BBITSHKKU 3ar0TOBOK [2, 3].
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/
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Puc. 1. Dcku3 neranu «aHeaby

Fig. 1. Part sketch “panel”

Hens uccaenoBaHusi — mMogoopaTh MUHUMAIb-
HO JIOMyCTUMBIH paguyc, TP KOTOPOM MOXKHO ObI-
710 OBl TIOYYHUTh TOJTHOC M3/ICINE HA OJHON SIHHU-
IIe MHCTPYMEHTa M 00OpYyIOBaHWA, a TaKXke oOec-
MEYUTh BO3MOXHOCTH PabOTHI  00OpYyHOBaHUS
B aBTOMaTHYECKOM PEKHME.

Hcnonb3yembie MOAX0Abl, MATEPHAJIBI

U MeTObI

Baxnyro pons mpu pa3paboTKe TEXHOIOTHHU HT-
paet nu3aiH uznenud. [Ipu sToM 3a7a4a KOHCTPYK-
TOpa — CO3/1aTh TakOW OOJUK H3JENUsl, KOTOPBIHA
MPHUBJIEK OBl MAaKCHMAalbHOE KOJUYECTBO IOKYIIa-
Teneil. 31Mech 9acTo BO3HUKAET KOHQIMKT MEXKITY
JKeJTaHUEM CO3J1aTh IPUBJICKATENBHBIN O0IMK H3]ie-
JHST ¥ BO3MOXXHOCTBIO OpraHu3aliy pecypcocbepe-

TaroIIero MPOM3BOJCTBA TAKOTO H3Aenus. Takum
obpazoM, au3aiHep H3ACNHsI, TUKTYIOMUNA TEXHH-
YECKOE 3aJjaHre Ha MPOEKTHPOBAHWE INTaMIIOBOM
OCHACTKH, JTOJKEH yYWUTBHIBATH BO3MOXHOCTH IIPO-
W3BOJICTBA, XapaKTEPUCTUKHN MaTepUaIa U3ICIusI.
OT 1npoekra TEXHOJOTHYECKUX TIEpPEeXO0B
IITaMITyeMOTO M3IENUs HAIPSIMYIO 3aBHCAT MPOEK-
THI mTamMnoBoi ocHactku [4]. [Ipu co3manun Tex-
HOJIOTHUECKHX  TEPEeXO0B  HMHXKEHEP-TEXHOJIOT
JIOJDKEH YYHUTHIBATh PE3yJbTaThl KOMITBIOTEPHOTO
aHallM3a TEeXHOJOTUIECKOTO MPOIlecca B COBPEMEH-
HBIX  MPOTPAMMHBIX  MPOTYKTaX-CUMYJSATOPaxX.
Kpome Toro, nHXKEHEp-TEXHOJIOT JOJDKEH 00J1a/1aTh
3HAHUSAMH O TEXHHKO-TEXHOJOTHYECKHX BO3MOXK-
HOCTSIX IIITAMIIOBOH OCHACTKA U 000pYyZOBaHUS,
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YUUTHIBATH IIPOW3BOJCTBEHHBIE PUCKH, HAIpUMeEp,
CBSI3aHHBIE C BIMSHHUEM JXECTKOCTH 000pyHIOBaHUS
Ha Ka4yecTBO IoJydyaeMblx u3nenuii. Ha ocHoBe pe-
3yJbTaTOB TAKOW TITyOOKOH MpopabOTKH TEXHOJO-
THUH M3TOTOBJIEHUS JIMCTOIITAMIIOBAHHOTO H3EIHS
WHKEHEP-KOHCTPYKTOP INTAMIIOBOH OCHACTKU BhI-
MOJIHSIET CBOIO YacTh MPOEKTa — MOJAEIHUPYET UHCT-
PYMEHT (IITamm) U CO3/1aeT KOHCTPYKTOPCKYIO J10-
KYMEHTAIIHIO JIJIS €T0 U3TOTOBJICHUS [5].

WHcTpyMeHTOM Ui aBTOMAaTH3allMd TPOEKTH-
pOBaHHA TIpoIlecca IMTAMIIOBKH B YaCTH ONTHMHU3a-
MU TEXHOJIOTHYECKUX MapaMeTpOB W TEXHOJIOTH-
YECKHX IMEPEX0/I0B CIyXaT MPOrpaMMHBIE MPOIYK-
TBl — CUMYJSTOpBI, Takue kak AutoForm, QForm,
Deform, Pam-Stamp, Stampack u npouue; B 4acTu
MonenupoBanusi  3D-reomMeTpuM  MHCTpYMEHTa
U CO3[aHUSl KOHCTPYKTOPCKOW JOKYMEHTALlMH —
CAD-nporpammsl, Takue kak Kommac-3D, Catia,
SolidWorks u gp. B 3aBHcHMOCTH OT THIIA permrae-
MBIX 33/1a4 ¥ HEOOXOAMMOW TOYHOCTH pPacueTOB
WHXXEHED BBIOMpPAET MOIXOSIINN TPOTPaAMMHBIN
MPOAYKT [6].

st pereHus 3a1a4u Mo CO3AaHUI0 TEXHOJIOTUH
W3TOTOBJICHUSI OOJIMIIOBOYHOM JIeTalld «IaHEeJb)
Kak Hawmbonee >h(OEKTUBHBI WHCTPYMEHT BBIOpaH
nporpaMmmHbiii - komiuieke AutoForm. IIporpam-
MHBIH TPOIYKT MO3BOJISIET MPOU3BECTH MOJEIHPO-
BaHHE Tpoliecca GOPMOM3MEHEHHS JINCTOBOU 3aro-
TOBKH, OIPENENTUTh MPOOIeMHBIE 30HBI WA JJIe-
MEHTBl Ha JeTand | TN0omo0paTh T'€OMETPHIO
U QpUKIMOHHBIE TMapaMeTpbl OCHACTKH, a TaKkKe
HEOOXOAMMBIC CHJIOBBIC XapaKTEPUCTHKHU IS 000-
pyaoBanus [7-9].

B kadectBe Hambolee MPOrpecCUBHBIX METOJIOB
peueHnss TpoOIeMbl TOBBILIEHUS! HW3HOCOCTOMKO-
CTH, TIPOYHOCTH, PEMOHTOIIPHTOIHOCTH, MPOU3BO-
JUTEILHOCTH IITAMIIOBOW OCHACTKH ObLIa BHIOpaHa
TEXHOJIOTHsl HaHECEHUS HAHOCTPYKTYpPHPOBaHHBIX
nokpeitiii (PVD — Physical Vapour Deposition).
Taxast TEXHOJIOTHS MO3BOJISIET 3HAYUTEIFHO yBEIH-
YUTh PECypC IUTAMIIOBOM OCHACTKH, PadOTaroe
B YCIIOBHSX MOBBIMIEHHOTO TPEHHS, a TAKIKE YBEIH-
9uTh QPUKITHOHHBIC XapakTepucTuku [10].

B pabore mpUMEHSUIMCH CIEIYIOINE METO/bIL:
KOHEYHBIX D3JEMEHTOB (IPOTrpaMMHBI KOMILIEKC
AutoForm), u3MepeHHS TE€OMETPUYECKHX pa3Me-
POB, U3MEpEHNUs IaBJICHUI MITaMIlyeMbIX MaTepHa-
JOB Ha HMHCTPYMEHT IITamma, TPUOOIOTHYECKHE
METO/TbI U3MEPECHHUS.

Pa3paboTka TeXHOJIOTMU U3rOTOBJIEHHA

JAeTAJIH «IHAHEeJIb

CorracHO TpeOOBaHUSAM 3aKa34uMKa OOJHITOBOY-
Has JeTajb «IaHelb» UMeeT (10 HapyKHOMY KOH-
Typy HW3Aenus) BHYTpeHHHH paauyc R = 0,8 MM,

TOJIIIMHA MaTepHaia MCXOTHOW 3arOTOBKH COCTaB-
nset Takke S = 0,8 MM. Marepuan 3aroTOBOK st
MIPOU3BOJCTBA JeTalu «maneneiy: cranbs DC 04 ED
DIN EN 10209 u crams AISI 304 ASTM A240
(C UCTIOTB30BaHUEM  TIOJIMATHIICHOBOM  TUICHKH).
[Ipenmonaraercss yeTblpe TEXHOJIOTMYECKUX TMeEpe-
X0Jla MOJyYeHUs JAaHHOTO u3Aenus: 1) pe3ka Kap-
TOYKM Ha TWIBOTHHHBIX HOXXHHIAX, 2) BBITSKKA
3arOTOBKM B INTaMIle, 3) TPOOWBKAa OTBEPCTHI
B mtamre, 4) oOpeska (raHIa BBITSHYTOH 3aro-
TOBKM C 3aBajJbIIOBKOH TOpIA JIETald Ha CTEHJIE.
BaxxHO, 9TO mocie MoixydeHus] KapTo4deK OCTallb-
HbIC OIepaliy JODKHBI BBIMOJHATHCS C aBTOMa-
TU4YecKou nogauei. [lItamMnoBas ocHacTka AOJKHA
oOecrieuynBaTh MONyYeHUE U3JENHS U3 YKa3aHHBIX
MaTepHaloB M TapaHTHpPOBaTh KadecTBO. [Ipoek-
TUPOBAHUE TAKOW OCHACTKU JIOCTATOYHO TPYAOEM-
KO, TaK KaK HCIIOJIb30BAaHUE DPA3HBIX MATEPHAIOB
m3Aenus TPUBOIUT K HEOOXOIMMOCTH Tombopa
TaKUX TEXHOJOTHYECKUX TapaMeTpPOB, KOTOpbIE
OBl MO3BOJSUIM 0€3 M3MEHEHHS T'e€OMETPHUU WHCT-
pyMeHTa TOJydYaTh KadeCTBEHHOE, KOHKYPEHTO-
criocoOHOe M3/eNKe Ha 3aJaHHOM eInHUIe 000py-
JIOBaHUS.

Jnst  yTBEep)KAEHUST TEXHOJIOTHH W3TOTOBJICHUS
JIETAII «TIaHEJb» OBUTO BBIIIOJHEHO KOMITBIOTEPHOE
MO/ICITUPOBAHUE TEXHOJIOTUIECKOTO TPOIIEcca IITaM-
MTOBKHU B IPOTPaMMHOM KoMIIiekce AutoForm.

B mporpamMMmeBIii KOMIUTEKC OBLIIa MMIIOPTHPO-
BaHA F€OMETPHUS MHCTPYMEHTA MITaMIIOBOW OCHACT-
KH W 3arOTOBKH. AHaJW3 Pe3yJbTaTOB IIOKa3am:
1) anst 3aroTOBOK M3 Pa3HBIX MaTEPUAIOB HEOOXO-
JUMBI Pa3HBIC CHIJIOBBIC XapaKTEPUCTHKH CO CTOPO-
HBI npmkuMa (s 3aroToBok u3 cranmu AISI 304
ASTM A240 ycunue mnpmwkuMa JOJDKHO OBITh
6ompmre Ha 30...35 %); 2) pa3Mepsl KapTOYKH HC-
XOJTHOW TUIOCKOW 3arOTOBKH Pa3NIMYHBI (I 3aro-
ToBOK U3 cramu AISI 304 ASTM A240 3arotoBka
JOJDKHA OBbITH Oonbiie Ha 2,5...4 %); 3) TexHOIO-
TMYECKOE YCHIIME INTAMIIOBKH OTJIM4aeTcs (It
3arotoBok u3 ctanmu AISI 304 ASTM A240 ycunue
NprXUMa JIOJDKHO ObITh Oousbiie Ha 30...35 %).
Kpome Toro, mns 3aroroBok m3 cramu AISI 304
ASTM A240 na 60k0BBIX peOpax uzaenus (Ha puc. 1
OHH BBIHECEHBI B pazpese A-A) o0pa3yroTcs 30HBI
nedekra, KOTOphIe MPEICTABISAIOT COOOM HEKHi
«tmpoBamy. Takoil nedekt oOpa3yercs BCIEICTBUC
BO3HUKHOBEHHSI YTOHEHHUS MaTepualia, BO3HUKHO-
BEHHUS OCTAaTOYHBIX HANPSDKEHUH W TPYKUHEHUS
netanu (ToKabHOM medopmarui). Bce mepeumnc-
JICHHBIE W3MEHEHHs B MaTepuaje 3aroTOBKH 00pa-
3YIOTCS TIPH MIEPETeKaHNN MaTepuaa 4yepe3 pajanyc
MyaHCOHa, KOTOPBI OQOpPMIIIET BHYTPCHHUH pa-
nuyc uzaenus u pased R = 0,8 mum (puc. 2).



MamuHOCTpOeHre U MAalIMHOBeAeHUe 57

Puc. 2. [lerans «maHenby 0ocie NpyKUHEHUS

Fig. 2. Part “panel” after springback

BenuunHa paguyca nyancona R = 0,8 MM 1o pe-
3yJbTaTaM KOMIIBIOTEPHOT'O aHaIN3a IJIs 3aT0TOBOK
u3 ctanu DC 04 ED DIN EN 10209 u cramu AISI
304 ASTM A240 npuBOAMT K UHTEHCUBHOMY YTO-
HEHHIO U BO3MOKHOMY pa3pylICHHIO B yIjax AeTa-
qu (Ha puc. 1 mpoOneMHas 30Ha 0003HAYEHBI BU-
oM b).

i1 moATBepKAEHHUS PE3yNbTaTOB MOJAEIHPO-
BaHUsA 6I)I.III/I BBITIOJTHEHBI MCHBITAHUS IITAMIIOBOM
OCHACTKH C paJiycoM Yy BEpLIMHBI IIyaHCOHa R =
=0,8 mMm. B pesynbrate momyumnm nedexTsl Ha
W3JIETIMH, [IPOTHO3UPYEMBbIE B IIPOTPAMMHOM IIPO-
nykre AutoForm.

Marepuan crans DC 04 ED DIN EN 10209
IJIACTUYHBIM, B CBSI3U C 3THM BBITSKKA JETAJIEH U3
TAKOTO MaTepualla He UMeeT OOJBIINX PHCKOB BO3-
HUKHOBEHHsI Je(eKToB. [Ipy mMTaMIOBKE OMBITHOM
NapTUM H3IEJUH  OTMEYaJlloch JIMIIb YTOHEHHE
B yIJlaxX JieTajeld, KOTOpOoe He BIHsIET Ha TeXHHYE-
CKME W IKCIUTyaTallMOHHBIE TPeOOBaHMUsI, MPEIbsIB-
JsieMble 3aKka3uukoM. IIpounx nedexkrtoB Ha mo-
BEPXHOCTH IITAMIIOBAaHHBIX JIETAJICH «ITaHEeIb» 00-
Hapy>KeHO He OBLIO.

Martepuan cranp AISI 304 ASTM A240 menee
mwractuaHblil oTHOCHUTeNsHO DC 04 ED DIN EN
10209. Hepxasetomas CTaib COACPIKUT JIETHPYIO-
M€ DJIEMEHTHl, UMEET IOBBILIEHHYI0 MPOYHOCTD
U KOPPO3HOHHYIO CTOWMKOCTh. Ha mrammoBkax u3
TaKOH CTany MPOSBUIINCH Ie(EKTHI, IPOTHO3HUpPYe-
MBI€ MIPH KOMITBIOTEPHOM MOJEIMPOBAHHH, B 4aCT-
HOCTH Ha OOKOBBIX peOpax wusmenus obOpasyercs
30Ha YTOHEHHUs MaTepuana, a BO3HUKAIOIIME IIpU
OTOM OCTAaTOYHBIC HAIIPSIKCHUA IIPUBOAAT K JIO-
KaJbHOMY IpYyKuHeHuto aetanu (puc. 3). Ha yrmax
LITAMIIOBaHHBIX 3arOTOBOK M3 Hep)KaBeIolIeH cTa-
JIA BO3HHUKAIOT YYaCTKUW HMHTCHCHBHOI'O YTOHCHUSA
3arOTOBKH U Pa3pbIBHI.

Puc. 3. lehexr BCirencTBAE YTOHEHHS 3aTOTOBKH
U NIPYKHUHEHUS

Fig. 3. Defect due to thinning of the blank
and springback

HeprxaBeronue ctany 001afal0T TOBBIIICHHBI-
MU MEXAaHHYECKMMM XapaKTepUCTHKaMH, TaKUMHU
KakK Mpenes MPOYHOCTH, Ipenen Tekydectu. Ilo-
3TOMy B Tporiecce (POPMOU3MEHEHHS 3arOTOBOK U3
TaKUX CTajiell BO3HUKAIOT OCTATOYHBIE HAIpshKe-
HUS, KOTOpPHIE NPUBOIAT K MPYNKHHEHHUIO MOCIe
CHSTHUS BHEIIHErO BO3/AEHCTBHUS, TO €CTh IIPHU pac-
KpBITUH IITaMIIOBOM OCHAacTKU. BcenenctBue mpy-
JKUHEHHs LITaMIIOBaHHBIE 3arOTOBKM HMMEIOT OT-
KJIOHEHHS OT (OpMBI M Pa3MEPOB, UYTO SIBISAETCS
HapyIIEeHUEM NPeNbsBIAEMbIX TPeOOBaHUI CO CTO-
pons 3akazuuka [11-13].

CornacHo CIIpaBOYHBIM PEKOMEHAALNAM paany-
CBl M3ZENUS CIOXKHOW (POPMBI, MOIYy4aeMOro BBHI-
TSDKKOM, JOJOKHBI ObITh paBHbl 3S...5S, roe S —
TOJIIMHA UCXOAHOHN 3arOTOBKH.

Ilocne ananmm3a mepBBIX Pe3yJIbTATOB KOMIIBIO-
TEPHOTO MOJEIUPOBAaHUS B IPOrPaMMHON cpeje
AutoForm reomerpusi OCHacTKH HM3MEHSIACh
B CAD-cucreme m 3arpyxkajach B IPOTPaMMHBIN
npoAaykT AutoForm pans moucka W ONTHMHU3AIIUU
TeXHOJIOTHYeckuXx pemieHnid. CorjgacHo pacderam
MUHHMMAJIbHO JOIyCTHMBIH paguyC IyaHCOHa MO-
)KeT coctaBmATh R = 1,7 MM, a B yIllax aeTanu
JnoikeH ObiTh He MeHee R = 2,5 mM. KommbioTep-
HBIM aHaJIW3 MOKa3all, YTO HCIIOJIb30BAaHUE T€OMET-
puu WHCTpyMeHTa (ITyaHCOHA) C TaKWMH IapaMeT-
paMH CHI)KaeT WHTEHCHBHOCTh BO3HUKHOBEHUS
YTOHEHMI, a TaKXKe JIOKAIU3YeT UX BO3JE paguyca
(He mo3BOJISIET mepeTedb YTOHEHHOMY METallly Ha
TOPU3OHTAJBHBIN (BHIOBOM) YYacTOK JETajH).
Pacrnonosxenue 30HbI yTOHEHUS BO3JIE paauyca Ie-
peruba MarepHana CHIDKAeT BEIMYUHY HPYKHHE-
HUS B 9TOH 30He netanu (puc. 4) u ABJIsieTcs rapaH-
TOM TIOJIy4€HHUS KAYECTBEHHOTO U3JIENHS.

ITocne mpenocTaBneHusl 3aKa34uKy pe3yJIbTaTOB
KOMIIBIOTEPHOT'0 MOJIEIIMPOBAHUS, a TAaKXKe Pe3yJib-
TATOB OIBITHOM MAapTHH IITAMIOBKH Ha OCHACTKE
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¢ TpeOyeMbIMH KOHCTPYKTHBHBIMH TTapaMeTpaMu
n3nenus Obla BBITIOJHEHAa KOPPEKTUPOBKAa KOHCT-
PYKTOPCKOH JOKYMEHTAIlMd U TEXHHYECKOTO 3a/1a-
Hus. CorilacHO HOBBIM TpeOOBaHHMAM JHU3aliHEpa
M3envs BHYTPeHHHH paawmyc netamu R = 0,8 MM
CJIEZIOBAJIO U3MEHUTH Ha paauyc R = 1,7 MM, a B yr-
Jax aerand (30Ha, o0o3HaueHHast BujoM b Ha puc. 1)
3aKa34YMK TIO3BOJHJI BBHIMOJHUATH TEPEXOIHBINA pa-
mayc ¢ R = 1,7 no R = 2,5 mMm. I1oBTOpHBIE HUCIIBI-
TaHMS [ITAMIIOBOM OCHACTKHU MOJTBEPAMIH PE3YITh-
TaThl KOMITBIOTEPHOTO MOJEIMPOBAaHUS H JOCTO-
BEPHOCTH BBIOPAHHBIX TAPAMETPOB TEXHOJIOTHH.

Puc. 4. Jleranb «naHenby» 1M0CIe NPYKUHEHUS
1 UBMCHCHUA I'€OMETPUN

Fig. 4. Part “panel” after springback
and changed geometry

AHanu3 pe3yJjbTaToB

KommnbrotepHoe MoaenupoBaHue TEXHOJIOTUHU
HW3TOTOBJICHHST OOJUITOBOYHOH IETAIM «ITaHETIb)
C BHYTPEHHUM (II0O KOHTYpYy J€Tald) paauycoM
R = 0,8 MM mokazano, 4To B MPOLIECCE BHITSLKKU Ha
3aroTOBKax W3 HEpXKaBEIOIIeH CTaal MPOUCXOIUT
YTOHCHHE MeTauia. BenmndmHa YTOHEHHS KOJeO-
nercs U Moxet pocturath 0,1 mm. B mrtammoBan-
HBIX 3aroTOBKaX BO3HUKAIOT OCTAaTOYHBIC HAaIps-
JKEHUS, KOTOPBIE TIOCIIe CHATHS BHEITHETO BO3ICH-
CTBUSA, TO €CTb TPHU PACKPHITUU MITAMIIOBOU
OCHACTKH, TPHUBOIAT K JIOKAIBHOW JaedopMaruu
BCIIEICTBUE TPYXKUHEHHA. B ciyuae mpuMeHeHUs
KOIHOPOBKH TaKUX yYacTKOB NIETAIM Pe3ybTaT HE
o0ecnieunT 3aJaHHbIe TPeOOBAaHUS K TEOMETPUU
Y BU3yaJIbHOMY BOCTIPHUSITHIO. BO3HHKHOBEHHUE Jie-
(heKTOB TIpH BBITSDKKE JINCTOBBIX 3arOTOBOK W3 He-
PKaBEIOIICH CTall CBSI3aHO C TEM, YTO MPH TEepeTe-
KaHWM METaJula yepe3 paaunyc myancona R = 0,8 mm
BO3HUKAIOT KacaTeNbHbIE PAaCTATHUBAIOININE HaMps-
keHus. Takas BelIWUYWHA paaudyca IyaHCOHa 4pe3-
MEPHO TMpPEMSITCTBYeT METauly Tedb ¢ (uiaHna

nu BepTI/IKaJIBHOfI CTCHKH M3ACJINA Ha BCPXHIOK T'O-
PU3OHTAJIBHYIO 4YaCTh INTAaMIIOBKH. WNupiMu ciioBa-
MH, pagnyC CIMIIKOM Majll — paB€H TOJIIWHE HC-
XO,I[HOfI 3aroToOBKH, 4YTO COIJIACHO PCKOMCHAAIUAM
JJIA JINCTOBOM IITAMITOBKH HEIIPUEMIIEMO.

IToBbIIeHHE U3HOCOCTOMKOCTH

IITAMIIOBOH OCHACTKU

Jl71s1 TTOBBIIIEHNST M3HOCOCTOMKOCTH IITaMITOBOM
OCHACTKH, 2 IMEHHO MHCTPYMEHTA IITAMIIA IS BbI-
TSOKKH, OBUTO TPENJIOKEHO HUCIIONB30BATh TEXHOIO-
ruro PVD-niokpertwii. Panee Obuti co3manbl oOpas-
bl U3 MHCTPYMEHTAIHHBIX MApOK CTajH, HA KOTO-
pble OBUTM HAHECEHBI TaKUe TOKPHITHA. Pe3ynbTaTh
vcneiTanuit Ha MarmmHe Tpeaus SRV-III nokazanm,
YTO 00pasilbl C MOKPBITUSIMH UMEIOT 00Jiee CTaOUIIb-
HbIE XapaKTepUCTUKU TpeHus. [Ipon3BOACTBO OMBIT-
HOM mapTuu JeTajedl Ha IITaMIIOBOM OCHACTKE, UH-
CTPYMEHT KoTopoi umen PVD-nokpbITHe, MOATBED-
JAJIO PE3YJIbTaThl TPUOOJOTMYSCKUX HCIIBITAHHA.
WNuctpymenT ocHacTku ¢ PVD-OKpBITHEM CITYKUT
B 1,5...2 pa3a mompmie. A 3a CcYET YBEIMUYCHUS
(OPUKLIMOHHBIX XapaKTEPUCTHK TAKOTO MHCTPYMEHTA
YCUJIKE BBIIIOJHEHUS! TEXHOJOTHYECKOTro Tepexoaa
CHIYKAeTCs Ha BennuuHy nopaaka 10 %.

BriBoabI

o Jluzaiin w3menus NOJDKEH oOecreynBaTh pea-
JIU3AIHAI0 PECYPCOCOEPETAOIIEr0 TEXHOIOTHISCKO-
r'o TpoIecca U COOTBETCTBOBATH TEXHOJIOTHUSCKIM
BO3MOHOCTSIM IIPOU3BOJICTBA, XapaKTEPUCTUKAM
MaTepuaia u3eusl.

e Anpo0aiMio pe3yabTaTOB TEXHOJIOTUU H3TO-
TOBJICHUS IITAMIIOBAHHBIX H3ICIUNA CIEIyeT IpPOo-
BOJUTh B BUPTYaJbHOM Cpelle C HCHOJb30BAHUEM
COBPEMEHHBIX MPOTPAMM-CUMYJIITOPOB.

o XapaKTepUCTUKHU MaTePUAIOB U3JCIHS, IITaM-
IIyEMOr0 Ha YHUBEPCAJIbHON OCHACTKE, HE OJIKHBI
CYIIECTBEHHO OTJIMYaThCsA, B MPOTUBHOM Ciyyae
ATO MOXKET MPHUBECTH K HEBO3MOXXHOCTH HM3TOTOB-
JIEHUS TaKOH OCHACTKH MJIM HEBO3MOKHOCTH BBIOO-
pa TEXHOJIOTHMYECKHMX ITapaMeTpoB Iporecca ¢op-
MOM3MEHEHHUS.

e MUHMMAalILHO BO3MOXKHBIM paanyCc Ha BHYT-
pPEHHEN MOBEPXHOCTH AETalu AJIs U3AEIUN U3 cTa-
mu DC 04 ED DIN EN 10209 nomkeHn OBITh paBeH
HE MCHEE OJHOM TOJIIMHEI MCXOOHOM 3aroTOBKH,
g w3nenui u3 craau AISI 304 ASTM A240 nos-
J)KEH COCTAaBJISATH HE MEHEE UeM JIBE TOJIIMHBI HC-
XOJJHOM 3arOTOBKH.

e Pauyc B yriax HU3KHX KOPOOYATHIX M3JICITHIMA
Ha BHYTPEHHEN NOBEPXHOCTH JJi 3aroTOBOK U3
craiu DC 04 ED DIN EN 10209 u ctanu AISI 304
ASTM A240 noibkeH COCTaBIATH HE MEHee 4eM
TPU TOJIIMHBI UCXOJHOU 3aTOTOBKHU.

o JIsid yaydllieHUs TEXHUYECKUX XapaKTePUCTHK
HITAMIIOBOW OCHACTKH (M3HOCOCTOMKOCTh, MpPOU-
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HOCTb, PEMOHTONPUTOJHOCTh M TIPOU3BOJUTEINb-
HOCTH), TEXHOJIOTHYECKHX XapaKTepUCTUK ((PpHK-
IUOHHBIC XapaKTCPpUCTHUKHU, YCHUIIUC MITaMIIOBKH
Y CKOPOCThH BBITIOJIHEHUS TEXHOJIOTHYECKOTO Tepe-
X0/1a) HEOOXOINMO HCIIONB30BaTh TEXHOJOTHH Ha-
HECEHMsI HAHOCTPYKTYPHUPOBAHHBIX PV D-NIOKPBITHH.
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Development of Technology for Manufacturing Facing Panels by Universal Die Tooling

S.N. Kniazev, PhD in Engineering, Kalashnikov ISTU, Izhevsk, Russia
Yu.O. Mikhailov, DSc in Engineering, Professor, Kalashnikov ISTU, Izhevsk, Russia
N.V. Tepin, PhD in Engineering, Kalashnikov ISTU, Izhevsk, Russia

The paper describes sheet stamping’s technological process, which includes the process of drawing outer body
panels of low-carbon structural steel and low-carbon stainless steel by multi-purpose die tooling. The characteristics
of the materials differ significantly, which means that the shaping process proceeds with significant differences. It
should be noted that stainless steel billets are stamped with polyethylene. Using a polyethylene film allows you to
eliminate surface defects on the outer body panels, but this technique leads to a change in the friction coefficient. A
significant difference in the characteristics of blank materials leads to the need to find compromise engineering solu-
tions. The AutoForm software package serves as a tool for automating the design of the stamping process in terms of
optimizing technological parameters. The software product allows you to simulate the process of drawing a sheet
blank, determine the “problem” area or elements on the part, and select the geometry and friction parameters of the
tooling, as well as the necessary power characteristics for the machinery. For the part under consideration, the
“problem” element was the inner radius along the contour of the part, which is equal to the thickness of the product
material. The purpose of the study is to select the minimum allowable radius at which it would be possible to obtain a
suitable product on one unit of tools and equipment and ensure that the equipment can operate in automatic mode.

When analyzing the results of computer modeling and experiment, it was determined that the minimum possible
radius on the part’s inner surface for products made of low-carbon structural steel should be equal to at least one
thickness of the initial billet. For products made of low-carbon stainless steel, it should be equal to at least two thick-
nesses of the initial blank. The radius at the corners of low box products on the blank’s inner surface must be equal to
at least three thicknesses of the original blank. To improve die tooling’s technical characteristics, it is necessary to
use technologies of nanostructured PVD coatings.

Keywords: AutoForm, simulation, stamping, die tooling, panel, technology.
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