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ABSTRACT

The magnitude and sign of surface residual stresses are among the key factors influencing the
fatigue resistance of metal and alloy parts, especially those operating under active cyclic loads.
The creation of compressive residual stresses on the surface of a part, for example, through the
method of non-abrasive ultrasonic finishing (NAUF), contributes to increased fatigue resistance.
This work is dedicated to the study of the stress-strain state (SSS) of the deformation zone of a VT6
titanium alloy workpiece subjected to NAUF. The SSS analysis was carried out using finite element
computer modeling in an elastoplastic task setting after a single impact of the deforming indenter
followed by unloading. The study examined the effect of the amplitude of the indenter's oscillations
and its geometric characteristics on axial residual stresses, their penetration depth, average normal
stress, and strain intensity. The analysis of the modeling results shows that the strain intensity (e)
increases with the increasing indenter radius. The distribution pattern of the parameter ¢ is gradient,
with values decreasing from the surface to the center of the workpiece. It has been shown that the
axial residual stresses in the deformation zone during NAUF are predominantly compressive, which
contributes to the increased fatigue resistance of the finished product. The analysis of the obtained
data indicates that with increasing indenter's oscillation amplitude, the values of compressive axial
residual stresses increase, reaching maximum values of 1300 MPa at an amplitude of 100 pm and an
indenter radius of R1. The penetration depth of these stresses reaches 0.5 mm.

KEYWORDS

VT6 titanium alloy; non-abrasive ultrasonic finishing; residual stresses; finite element computer
modeling.
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AHHOTALIMA

BennurnHa u 3HaK MOBEPXHOCTHBIX OCTATOUHBIX HAIPSKEHUHN SIBISIIOTCA OJHUMH U3 KIIFOUEBBIX
(hakTOpOB, BIUSIOLIUX HA CONPOTUBJICHHE YCTAJIOCTH JIeTajeil U3 METAJUIOB U CIUIAaBOB, B OCOOEH-
HOCTH, pabOTAOLINX B YCIOBHUAX aKTUBHBIX HUKIMYECKUX HArpy30kK. Tak, MOBBIILIEHHIO COMPOTHB-
JIEHUS] YCTaJOCTHU CIIOCOOCTBYET CO3/IaHME Ha MOBEPXHOCTH JIETalH C)KUMAIOIIUX OCTAaTOYHBIX Ha-
MPsDKEHUH, HapuMep, ¢ OMOIIbIO MeTo/1a 6e3a0pa3uBHON yIbTPa3ByKOBOM (PUHUILIHON 00paboTKu
(BY®O). lannas pabota moCBSIIEHA UCCIEIOBAHUIO HANPSHKEHHO-1e(OPMUPOBAHHOTO COCTOSIHHUS
(HAC) ouara nedopmanuu 3aroToBKM HU3 TUTAHOBOTO ciuiaBa mapku BT6, moneepruyrtoii BY®O.
Anamu3 HJIC mpoBeneH ¢ MOMOIIBI0 KOHEYHO-JIEMEHTHOTO KOMITBIOTEPHOTO MOJICTUPOBAHHMS
B YIPYTOIUTACTUYECKON MMOCTAaHOBKE 33aa4M TOCJe OAHOKPATHOTO yaapa 1e(opMUpYIOIIEro NH/IEH-
TOpa C MOCIEeAYIIIe pa3rpy3koi. B xone uccienoBaHus pacCMOTPEHO BIMSHUE aMIUIUTYIbI KO-
nebaHuil MHAEHTOPA U €ro T€OMETPUYECKUX XapaKTEPUCTHK Ha OCEBbIE OCTATOYHBIE HAIPSKEHUS,
DIyOMHY MX 3aJleraHusi, cpelHee HOpMaJIbHOE HANpsKEHUE U MHTEHCUBHOCTD Ae(QopMalui. AHaIn3
Pe3yJIBTaTOB MOJIETTMPOBAHMS ITOKA3bIBAET, UTO C YBEJIMUYCHUEM PaJNyca UHACHTOPA yBEINYMBACTCS
3HaYeHHE MHTEHCUBHOCTHU AedopMmaiui (€). XapakTep pacrpeneiaeHus napameTpa € — rpaJueHTHBIN
C YMEHBILIEHNEM 3HAUEHUI OT MMOBEPXHOCTHU K LIEHTPY 3aroToBku. [lokazaHo, 4TO 0ceBbIE OCTATOU-
HbIe HampspDKeHHs B oOnactu odara nedopmanuu npu bYDOO npenmyiecTBEeHHO CKUMAOIINUE, YTO
CIOCOOCTBYET YBEJIIMYEHHUIO COIPOTUBIIEHHUS YCTAJI0CTH TOTOBOTO M3Aenus. M3 aHanusa nosy4eHHbIX
JAHHBIX BHJIHO, YTO C YBEIMYEHUEM aMIUIUTYIblI KOJeOaHUNH MHICHTOpA YBEIWYMBAIOTCS 3HAYCHUS
CKMMAIOILMX OCEBBIX OCTATOYHBIX HAIPSKEHUHM, JOCTUras MakcumanbHbIX 3HadeHuil 1300 MIla
npu ammutyne 100 mxm u unaentope R1. I'yOuna 3aneranus 3TUxX HanpsKeHWH MIPU 3TOM JTOCTH-
raet 0,5 MM.

KJIFOYEBLIE CJIIOBA

TurtanoBblii crnmaB BT6; Ge3zabpasuBHas ynbTpa3ByKoBass (UHMIIHAs 00pabOTKa; OCTaTOYHBIE
HaNpsHKEHUS; KOHEYHO-3JIEMEHTHOE KOMIIBIOTEPHOE MOJICJINPOBAHUE.

Beenenue CTBUEM pACTATHBAIONINX HaNpsDKEHUW oOpa-
3yeTcsi MUKpPOTPELIMHA M Jajiee pa3BUBAETCS

[{uknudeckue, a B OCOOCHHOCTH 3HAKO-
BIUIOTh 110 paspyuieHusi [2-5]. OgHako eciu

NEPCMCHHBIC, HANPSIKCHUA ABJISIFOTCA OZ[HOI71
U3 OCHOBHBIX NPHYUH, BEAYIIUX K YCTAlOCT- B IMMTOBCPXHOCTHBIX U IMMPHUITOBECPXHOCTHBIX CJIOAX

HOMY paspyLIeHHIO feTaneil M W3aenuii, pabo- c(hopMUpOBaTh MPEUMYIIECTBEHHO CKUMAIO-
TAIOWMX B YCJIOBHAX aKTHBHBIX Harpy3ok [1]. A€ OCTATOYHBIC HANPSHKEHUS, TO BEPOSITHOCTh
B ocobennocty nmaHHas mpoOiiema akTyalbHa NOSABJICHUS yCTAJIOCTHBIX TPELIMH CHUXKACTCH,
B 0C000 OTBETCTBEHHBLIX 00JIACTIX, TAKUX KaK TaK KaKk CyMMapHOC BO3ICHCTBUE OT IPUIIOKCH-

aBHals1, KOCMOHABTUKA, MEIUIMHA. HBIX PacCTATUBAIOLIMX W OCTATOYHBIX CKUMAKO-
Kak mpaBuiio, ycTaqocTHOe paspylieHue  UIMX HalpsOKCHHIT OyIeT MEHbLIe.

HAYMHACTCs C IOBEPXHOCTU ACTalid, INC B yC- HccnenoBanus noKa3bIBaIOT, YTO JIsl TOBbI-

JIOBUSIX 3HAKONEPEMEHHBIX HATrpy30K I0J JEH- LIEHUS COIPOTUBIIEHUS YCTAJIOCTU METaINYe-
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CKUX U3AETUH 3P PEKTUBHBIMU SBIISIOTCS METO-
Jbl TIOBEPXHOCTHO-TUIACTUYECKOTO Je(hOpMHU-
posanus (I1I1[1), Hanpumep, oOmyBKa IpoObIO,
oOKaTKa pOJMKaMH, YIbTPa3ByKoBast 00paboTKa
noBepxHocTH u ap. [6-8]. ITpu IIIIJ] B moBepx-
HOCTHBIX CIIOSIX, /10 HECKOJBKHUX COTEH MKM,
OCYUIECTBIISIETCS WHTEHCUBHOE H3MENbUCHHUE
CTPYKTYpPBI, TMOBBIIIAETCS TBEPAOCTh M IMPOY-
HOCTb, CHUKAeTCsI IIePOXOBAaTOCTh, HO TIIaBHOE,
(bopMUPYIOTCS MPEUMYIIECTBEHHO CKUMAIO-
I[1€ OCTaTOYHbIE HAIPSHKEHHUS, YTO B COBOKYII-
HOCTH OKa3bIlBaeT OJaronpusiTHOE BIUSHUE
Ha COMPOTUBJICHHUE YCTAIOCTH U3/IEIHSI.

N3 meromos IIIIJI crout BeImEIUTH Oc3a-
Opa3uBHYIO yIBTPa3BYKOBYIO (PMHHUIITHYIO 0Opa-
6otky (BY®O), npeacrapistonryo coboi um-
MyJbCHO-YTIPOYHSIONIYI0 YUCTOBYIO 00paboTKy
C HCIONB30BAaHUEM YJIBTPA3BYKOBBIX KoseOa-
Huil. B BY®O peanusyercs MOBEPXHOCTHOE
miacTuyeckoe aeopMUPOBAHUE MOCPEICTBOM
MEXaHWYEeCKUX KoJjeOaHul nehopMUPYIOILIETO
WHCTPYMEHTa C yJIbTPa3ByKOBOM 4acTOTOW Be-
anurHOU nopsnka 19-22 kl'u. Mexannuyeckue
Kosie0anus aeopMHUPYIOIEro HHACHTOpa o0e-
CIIEUMBAIOTCSA YJIBTPA3BYKOBBIM T€HEPATOPOM,
MarHUTOCTPHUKIIMOHHBIM  TIpeoOpaszoBaTeiemM
¥ BOJIHOBOZIOM-KOHIIEHTpaTopoMm [9].

Pesynprarel uccienoBaHUil MOKa3bIBAIOT,
yTo npuMeHerrne bY®O mo3BosseT 10CTUrarh
CYIIECTBEHHOTO TOBBIMICHUS COMPOTUBIICHUS
YCTAJIOCTH, HApUMeEp, IS THUTAHA ITOBBIIIC-
Hue moxet pocturatb 50 % [10]. dopmupye-
MOE TPU ITOM IpaeHTHOE (TI0 pa3Mepy 3epHa)
CTPYKTYPHOE COCTOSIHME 00€CIEeYMBAET MOBbI-
IICHUE psiia JPYTHX OSKCILTyaTallMOHHBIX Xa-
pakrepuctuk [11-15]. K mmocam BY®O crout
OTHECTH YHHUBEPCAIBHOCTh MPHUMEHSIEMBIX Me-
Taj1000padaThIBAIOLINX CTAHKOB, B TOM YHCIIE
¢ UITY: nanpumep, TokapHbiii — 00paboTKa Je-
Tanel BpameHnus, Gppe3epHpiii — o0paboTka Je-
TaJjel I0CKoW KoHurypanuu u T.4. [ 16—19].

Opnako ompenenenue pexuma bYDOO st
00pabOTKM KOHKPETHOTO METajlla WU CIIaBa
3aBUCHUT OT JOBOJIbHO OOJIBILIOTO KOJIMYECTBA
B3aMMOCBSI3aHHBIX MEXJy CO0OH TEXHOJO-
THYECKUX IMmapamMeTpoB. K OCHOBHBIM MOXKHO

MATED

OTHECTH: IlIar MOoJadyd MHCTPYMEHTA, OIpese-
JSIOMUANA  TEPEKPBITUE MEXKAY OTIeYaTKaMu
MOCJ€ YIapoB UHACHTOPA; CTaTUYECKYIO CUITY
NpYKaTUS UHACHTOpPA K 3aroTOBKE; MOIIHOCTD
VABTPA3BYKOBOT'O T€HEPATOPA, OMPEACIISIONIYIO
aMIUTUTYy KoseOaHui MHIEHTOpa, T.e. (pakTu-
YEeCKH MIyOMHY NpopabOTKH; TeOMETpHUYECKUE
napametpsl uHjaeHTopa [20]. IIpouecc BYDO
OTJIMYAETCSI BBICOKOW CKOPOCTBIO: YAaphl WH-
JIGHTOpa MPOUCXOJAT ¢ 4yactoTtorl 19-22 kI'm,
3aroToBKa MPU STOM BpAIIAETCS C YacTOTOM
10 3000 o6/MuH, OTHOBPEMEHHO IPOMCXOIUT
JUHEHHOEe TepeMelleHre UHISHTOpa BIOJb 3a-
TOTOBKH. Takue CKOPOCTHBIE YCIOBHUS 3aMETHO
YCIIOKHSIOT HcclieqoBanne mnpouecca bYDO,
0COOEHHO B COBOKYITHOCTH C OOJIBIIIUM KOJIHYe-
CTBOM DAa3IMYHBIX KOMOHMHAIIMI TEXHOJIOTrHYe-
CKHX MapameTpoB. B pesynbrare skcrepuMeH-
TaJlbHBIE HccienoBanus npormecca bY®O npen-
CTaBJISIIOT COOON HEMPOCTYI0 HAyYHO-TEXHHUYE-
ckyto 3amadqy. OnHako MPUMEHEHHE KOHEYHO-
anemeHTHOoro mojenupoBanus (KOM) mo3so-
JSIeT peliaTh MoA0OHbIe 3aa4H U MCCIIe0BaTh
cnoxubiid porecc bY®O. [Tpumenenne KoM
MO3BOJISIET MPOBECTH JIETATbHbIEC UCCIIETOBAHUS
BIIMSIHUST PA3IUYHBIX TEXHOJIOTUYECKHUX Mapa-
METpPOB Ha HaIpPsHKEHHO-1e(hOPMUPOBAHHOE CO-
CTOSIHUE, KOTOPOE B UTOTEe ONpEAEIsieT pe3yb-
Tat aedopMaIMoHHON 00pabOTKH.

[enbro HacTosIIEH PabOTHI SIBISIOCH UCCIIE-
JIOBaHHE HAMpsHKEHHO-I1e(POPMHUPOBAHHOTO CO-
CTOSIHUSL ouyara AedopMaliyl UIHMHIPUYECKOM
3aroTOBKM M3 TUTAaHOBOTO cruiaBa mapku BTO,
MOJIBEPTHYTOM Oe3a0pa3uBHON YIIBTPa3ByKOBOM
dbunumHOM 00padoTke. Crutae BT6 sBnsercs
OJTHUM U3 CaMBIX PacHpOCTPAHEHHBIX THTAHO-
BbIX CIIJIaBOB, aKTUBHO MPUMEHSETCS B KOH-
CTPYKLHUSAX AaBHAIIMOHHBIX H3/AETUl, COOTBET-
CTBEHHO, TOBBIIIEHHE €r0 IKCIUTyaTallMOHHBIX
XapaKTEePHUCTUK SIBIISETCSA aKTyallbHOM 3a/1aueid.
Tak kak ocTaTOYHbIC HAMPSHKEHUS OKA3bIBAIOT
CYIIIECTBEHHOE BIUSHUE Ha YCTATOCTHBIE CBOM-
CTBa KOHEYHBIX HW3JeNHiA, 0co00e BHUMAaHHE
yIENIEHO W3YYEHUIO BIUSHUS HA UX BEITUUYHUHY
U [IyOMHY 3ajieraHusl aMIUTMTYAbl KOJIeOaHHi
U TE€OMETPUYECKUX MapaMeTpOB UHIEHTOPA.
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1. ITocranoBKa 3alavuu, 'PaAaHUYHBIC YCJI0BUSA
H NPUHATBIC TOIYICHUA

Jns  KOHEYHO-DJIEMEHTHOIO  MOJIEIUPO-
BaHuss bY®O Obl1 npuMEHEH NporpaMMHbIN
komiiekc «Deform 3D». B nmannoit pabote
MOJEIUPOBAHUE IPOBOAWIOCH JUIs BapuaH-
Ta 00pabOTKM 3aroTOBKM HAa TOKApPHOM CTaHKE
(puc. 1): 3arotoBka 1 omHUM KOHIIOM ObLia 3a-
¢ukcupoBaHa B maTrpoHe 2, a APYrMM — Ha KO-
HycHOM ompaske 3. Jlepopmupyromuii UHCH-
TOp 4 cOoBeplIaeT BO3BPATHO-IIOCTYIATEIBHOE
JBIKEHUE C yIbTPa3BYKOBOM 4aCTOTOU, PABHOM
22 kI’ B HaIIpaBJIEHUAX, YKa3aHHBIX CTPEJIKOM.
B pa3paGoraHHON KOHEYHO-3JIEMEHTHOH MO-
JIeJId paccMaTrpuBaics 1 LMK BO3BpaTHO-IO-
CTYNATEJIbHOIO [BHWJKEHHUSA, T.€. C IPOLIECCOM
pasrpy3ku. Mcxond u3 NpUHATOM 4acTOTHI KO-
neGaHuil MHAEHTOpA, paBHOW 22 kl'1, onpexe-
JIeHO BpeMsl Ae(OpMUpPOBaHMS IPU OJHOM yAa-
pe, paBHoe 22,7 Mkc. Bpemst, Heo6xonumoe 1ist
pas3rpy3Ku, ONpeaessuid U3 rpaduka «3Heprusi—
BpeMs». COnIacHO MOJyYEHHBIM JaHHbBIM, Bpe-
Ms OT Hayasa yjapa J10 pasrpy3ku (T.e. OHOro
LIUKIJIa) cocTaBuio 47,7 MKC.

Puc. 1. Coopka 3D-momerneii OCHaCTKH U 3aTOTOBKH
JU1s1 MozienupoBaHus npornecca bY®O:
1 —3aeomoska; 2 — nampon cmauka,
3 — koHycHas onpaska, 4 — uHOeHmop

Fig. 1. Assembly of the 3D models of the tooling
and workpiece for the modeling of the NAUF process:
1 —workpiece; 2 — machine chuck;

3 — tapered mandrel; 4 — indenter

10 2024.T.6, Ne2(17)

B peansnoMm mponecce bBY®O nHa 3arotos-
Ky OKa3bIBa€TCsl COBMECTHOE BO3JEHCTBUE KaK
CTaTUYECKOM CUJIBI MPUXKATUS, TaK U aMILIUTY-
Ibl KoNleOaHwWii wHIeHTopa. Pa3neneHue Bkia-
JIOB OT 3TUX (PAKTOPOB TOBOJILHO HETPUBUAIIb-
Hasl 3aja4a, MO3TOMY OBLIO NMPHUHSITO pPEIICHUE
OLIEHUBATh (PAKTUYECKYI0 aMIUIMTyRy (Besu-
4YiHY) BHEIpEeHUs HHAeHTopa. s uccieno-
BaHM ObUTM BHIOpaHBI 3 BapHaHTa aAMILIUTY-
Ibl BHeApeHus uHjaeHtopa: 10, 50 u 100 mxm.
IIpy moCTOAHHOM BpEMEHH yaapa CKOPOCTh
JBUKEHHUS HHACHTOpAa COCTaBisja COOTBET-
ctBeHHO 440, 2200 u 4400 mm/c.

CyliecTBEeHHOE BIMSHME Ha pe3ysbTar
BY®O Ttakxe oka3pIBae€T reOMETPUUECKOE HC-
IIOJIHEHWE MHJIEHTOpa. B HacTosmem uccieno-
BaHMM OBLI MPOBEJCH aHAIU3 JBYX BapHUaHTOB
paauyca 3akpymieHus nHiaeHropa R1 = 1 mm,
R3 =3 mm.

B kadecTBe ncciexyeMoro marepuana Bbl-
OpaH TUTaHOBBINA criaB Mapku BT6, naHHbie
0 €ro pPeoJOrnYECKUX CBOMCTBAaX OBLIM B3ATHI U3
cTaHgapTHoOW Oubnmorexkn MarepuanoB Deform
3D. Jlns mony4deHus: JaHHBIX MO OCTAaTOYHBIM
HaNpsDKEHUAM 3ajada pellajgach B yIpyrorJa-
CTUYECKON TIOCTAaHOBKE U, COOTBETCTBEHHO,
MaTepuan 3aroTOBKM IPHUHAT YIPYroIulacTH-
YECKHUM, a TAKXKE U30TPONHBIM. B HaudanbHbIN
MOMEHT BPEMEHH B 3aIrOTOBKE OTCYTCTBYIOT Ha-
npsbkeHuss U nedopmanuu. Moaenu OCHaCTKU
3aJaHbl KaK a0COJIOTHO JKECTKHE Tela.

3arotoBKa BBINIOJIHEHA B BHJE LWJIMHIpA
nuHou 20 MM u nuamerpom 10 mm. CeTka ko-
HEYHBIX JJIEMEHTOB M3 TETPA’IpOB B KOJIHMUeE-
CTBE 32 THICAYM CI€HEPHPOBAHA C JOKAJIBHBIM
CrylleHHeM B oOmactu oyara Jedopmanuu
(puc. 1). MopenupoBaHue MPOBOAMIOCH C yUe-
TOM KOMIIEHCAIM1 00beMa 3ar0TOBKH.

Ha ocHoBe nuTeparypHbIX JIaHHBIX [21]
(akTop TpeHus o 3ubeIto MPUHUMAIN PABHBIM
0,25. Ha KOHTaKTHBIX IMOBEPXHOCTSIX OCHACTKH
OBbLIO 32/1aHO YCIIOBHE HETIPOHUIIAEMOCTH.

Pacuer ocymecTBiasiicss C IOCTOSHHBIM
IIaroM 1o BpeMeHH, paBHbIM 2,27-107 ¢. Uc-
IIOJIb30BAJICS PEIIATENb PA3PSKEHHBIX MAaTpPHIL
¢ urepauusaMu no merony Herorona—Padcona.



KoneuHo-a1meMeHTHast MOJieb ONKChIBajIa JBU-
JKCHHME CIUIOIIHOM CpeIbpl Ha OCHOBE IOAXOJA
Jlarpanxa.

2. Pe3yabTarsl M 00CyKACHHE

JedopmupoBannoe cocrosinue. Ha puc. 2
MOKa3aHO pacIpeeieHUe HaKOIJIEHHOW cTe-
neHn gedopmaruu (e) Ui ciydas, Korua
panuyc HHCTpyMeHTa coctanisier R1, a amrmuiu-
Tyna paBHa 100 mMxM. 31ech U anee B OTUETE
aMIUIUTYAbl YKa3aHbl coriacHo popmyie (1), To
€CTh OHH MPEACTABIAIOT OO0 BETMUNHBI BHE-
JpEHUs HHIEHTOPA B 3ar0TOBKY. Pacnipenenenue
nepopMauy HMMeeT TpaJUEHTHBIN XapakTep
C MaKCHUMaJIbHbIM 3HAY€HHEM Ha MOBEPXHOCTH
B 00J1aCTH KOHTAKTa C UHJCHTOPOM U B IPUIIO-
BEPXHOCTHOM CJIO€, YTO SIBISIETCS TUIIMYHBIM
JUISl BCEX PACCMOTPEHHBIX CIIy4aeB. YBEIUUEHUE
aMIUIUTYAbl MHJEHTOpA BEIET K YBEIUYECHUIO

MATED

CTETeHU HaKoIuIeHHOW aedopmarmu. C yBenu-
YEHHEM paJlyca MHJEHTOpa IUIOIAb BO3JEH-
CTBUS TAKXK€ yBEJINYMBAETCS, U MAKCHUMaJIbHOE
3HaUE€HUE HAKOIUICHHOM CTemneHu aedopManuu
yBenuuuBaercs. Hampumep, yBenuueHue pa-
Iuyca uHAeHTopa ¢ 1 10 3 MM IIpu aMIUIUTYAe
100 MKM NpUBOIUT K YBEJIWYEHHUIO 3HAYCHUS
e npaktuyecku B 2 paza ¢ 0,275 o 0,5.

MaxkcuManbHble BEJIMYMHBI € HaOiomaoT-
csl Ui BapuaHTa ¢ paguycoM R = 2 mm u no-
CTUraroT 3HaueHuil e = 0,5 npu aMIMTyae uH-
nentopa 100 mxMm (puc. 3). CTOUT OTMETHT,
YTO YBEJIMYEHHUE paguyca HHCTPyMEHTa IpHU
YBEIMYEHUN AaMIUTUTYAbl KoJeOaHWN BeleT
K YBEJIMYCHHMIO HAKOIUIEHHON cTerneHu nedop-
maiuu. Tak, B cinyuyae paguyca R1 3Hauenue e
st ammuutyael = 100 mxm cocrasisier 0,275,
a mpu R3 e = 0,5, yto npaktuuecku B 2 pasa
Oosble, OJJHAKO B Cay4ae aMIUTUTYAsl 10 MKM
Pa3HULBI IPAKTUYECKHU HET.

Z 0215887

Puc. 2. Pacnipenenenne HakorieHHol crenienu aedopmaru (e) st ciaydast R1 1 100 mxm

Fig. 2. Distribution of accumulated strain (e) for the case of R1 1 100 pm

HakonneHHas cTeneHb
nedopmauum (max)

o

10 Mkm

50 MKMm

—=R1

R3

100 mKm

Puc. 3. 3aBUCUMOCTD HAKOTUICHHOW CTENEHH Jie()OpMALIUK OT PaInyCca MHCTPYMEHTA U aMILTUTY/IbI

Fig. 3. Dependence of accumulated strain on the tool radius and amplitude

2024. Vol. 6, No. 2(17) 11
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Hanpsizkennoe cocrosinue. CpenHue Ha-
MPSDKEHUST XapaKTepU3yIT CXeMy HampshKeH-
HOTO COCTOSIHMSI B MOMEHT ynapa. Eciu mpe-
o0ajaloT CXKMMAIOIIUE HAaIpsDKEHUs, cXema
CUMTAETCS «MSATKOW», YTO CHHUXKACT BEPOST-
HOCTbh 00pa3oBaHus nedexToB. HanpoTus, mpe-
oOMajarone pacTATHBAIONINE HAMPSIKCHUS
XapaKTepPU3YIOT CXEeMYy KakK <OKECTKYI0», 4TO
YBCINYNBACT BCPOATHOCTDH BO3HUKHOBCHUSA
neeKToB WM Jake pa3pylIeHUs 3arOTOBKHU
B Iporiecce 00paboTKH.

Ha puc. 4 npencraBieHo pacnpeeneHue
CPeIHUX HampsHKEHUH B odare JedopManuu
(R1, 100 mxm). CornacHO TOJy4YeHHBIM JaH-
HbIM (puc. 4), BHE 3aBHUCHUMOCTH OT pajuyca
WHCTPYMEHTa M aMIUIUTYAbl MHAEHTOpA Cpel-
HHUC HaIIPsKCHUSA MPCUMYIICCTBCHHO CiXKHUMa-
IOII[ME, COOTBETCTBEHHO, CXeMa HAIpPsKEHHOTO
cocTostHUS Tipu 00paboTke metogoM bYDO sB-
Js€TCs «MSTKOM». MakcuMasbHbIE CoKMMaro-
IMUEC HAIMPSPKCHUA XapaKTCPHbI IJId aMIITIUTY/AbL
100 mxM n gocturarot 1500 MITa.

OceBble  OCTATOYHBIE  HANPSKEHHUS
U r1youHa ux 3ajeranusi. OgHoit U3 Hanboee
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50 MKMm

BaYKHBIX XapaKTEPUCTUK MMOBEPXHOCTHOTO CJIOS
W3MIeNIUN, BIUSIONIMX HA CONMPOTUBIIEHUE YyCTa-
JIOCTH, SIBJIIIOTCSI OCTATOYHBIC HAIPSKECHUSI.
B cnyuae munuHAprUYeCcKuX AeTanei 00bIYHO UC-
MOJIb3YIOTCS IOHSITUSI OCEBBIX, OKPY>KHBIX U pa-
JTIMAJIBHBIX OCTATOYHBIX HANIPSKEHUM. /{7151 o1ieH-
Kd 3G (PEKTUBHOCTH YNPOUHSIONUIEH 00paboTKH
4acTO MPOBOJAT CPABHUTEIbHBIE UCCIICIOBAHUS
OCEBBIX OCTATOYHBIX HANPSHKEHUM, MOCKOJIbKY
B OOJIBIIMHCTBE CJIy4acB OHU OKa3bIBAIOT HaW-
0oree 3HAYUTEITHHOE BIMSIHHE HA XapaKTepH-
CTHKH TOTOBOI'O M3JICIHs, B TOM YHCJIE Ha CO-
MPOTUBIIEHUE YCTAIOCTH.

Ha puc. 5 nokazaHo pacnpenesieHle 0CEBbIX
OCTATOYHBIX HAMPSKEHUU B MONEPEYHOM Ceye-
HuM 3aroToBku s R1 n ammmutyast 100 MxM.

AHanu3 pe3ynbTaToB MOKa3bIBAET, YTO OCE-
BBI€ OCTATOYHBIC HANIPSDKCHHS B 00JIACTH o4ara
nedopMaul — MPEUMYIIECTBEHHO CKUMAIO-
e M C YBEJIWYECHUEM aMIUTUTYAbl KoJieOa-
HUW YBEJIWYUBAIOTCA W HUX 3HayeHus. Makcu-
MajbHbIC 3HAYEHHUs HAOTIOMAIOTCS B Cllydae
amIuMTyasl, paBHoi 100 MKM, U pocTurarot
1300 MITa (puc. 6).

100 MmKMm

==R1

=0=R3

Puc. 4. 3aBUcUMOCTB CpeTHUX HANPSHKESHHUH
OT pajinyca HHCTPYMEHTA M aMILIHTY/IbI

Fig. 4. Dependence of average stresses
on the tool radius and amplitude
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Puc. 5. ['lmyOuHa 3aneranust U pactpeieleHne 0CEBhIX OCTATOYHBIX HAPSHKEHUH
B TIONIEPEYHOM cedeHHnH 3aroToBKH st R1 i 100 MM

Fig. 5. Occurrence depth and distribution of axial residual stresses in the cross section
of the workpiece for R1 and 100 pm
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Puc. 6. 3aBHCUMOCTE OCEBBIX OCTATOYHBIX HaHpﬂ)KCHI/Iﬁ OT panyca UHCTPYMCHTA U aMIUIMTYbI

Fig. 6. Dependence of the axial residual stresses on the tool radius and amplitude

UccnenoBanue BAusSHUA pajuyca HUHCTPY-
MEHTAa IOKAa3bIBAET, YTO JO BEIUYHHBI aMILIHU-
Tyzbl niopsiaka 50 MKM ¢ yBEJIMYEHHEM pajuy-
ca, T.e. (aKTUUYECKU C YBEIMUYEHUEM ILJIOLIAAN
KOHTAKTa, JUIsl BEJIMUMHBl OCTAaTOYHBIX OCEBBIX
HamnpsOKEHUH pas3Hullbl He HaOmomaetcs. Of-
Hako npu amruutyzne 100 Mxm oO6paboTka MH-
nenTopoM R1 npuBoauT Kk GosbiieMy 3HAYEHUIO
OCTAaTOYHBIX HampspkeHU 10 25% pa3Huel
B cpaBHeHMHM ¢ R3. Xapakrtep pacnpenesieHus
IIpEACTaBIICH Ha puc. 5. BuaHo, 4To pacnpene-
JIEHUE I'PAJIUEHTHOE ¢ MAaKCUMAJIbHBIMH 3Haue-

HUSIMU TIOJ] UHACHTOPOM C JTaJTbHEHIIIUM YMEHbB-
HICHUEM K LIEHTPY 3aroToBKU. JlaHHas KapTHUHA
XapakTepHa JUIsi BCEX PACCMOTPEHHBIX CITy4YaeB.
['myOuna 3aneranus (puc. 7) B Oonblei cremne-
HU 3aBUCHUT OT aMILUTUTY/bI KoJeOaHUN, OTHAKO
C YBEJIMYCHUEM aMIUIUTYIbl PAcTET U BIMSHHE
paauyca uHaeHTopa. Tak, B cyyae aMIUTHTY/IbL,
paBHOU 10 MKM, pa3HUIla TIIYOWHBI 3ajleTaHUs
MPAKTUYECKH OTCYTCTBYET, B TO BpeMs KakK IS
ammuntyzabl 100 mxm pasnuna mexay R1 u R3
cocrasiser 6omnee 40%.
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Fig. 7. Dependence of the occurrence depth of the axial residual stresses on the tool radius and amplitude

BriBoabI

MeTo0oM KOHEUHO-3JIEMEHTHOTO KOMIIbIO-
TEPHOTO MOJIEIIMPOBAHUS UCCIIEAOBAHO HAIps-
KEHHO-ZIE()OPMUPOBAHHOE COCTOSIHME —oO4ara
nepopManuy 3aroTOBKM U3 TUTAHOBOI'O CILIAaBa
BT6 B mpouecce bY®O. Uzyyanocs Bo3aeu-
cTBUE MHJeHTopa ¢ amiumtygod 10-100 mxm
u paaunycamu 3akpymienus 1 u 3 mm. Ilokasa-
HO, YTO YBEJIMYEHUE pajinyca UHACHTOPA BEET
K YBEJIMUYCHHIO HAKOIUIEHHOW cTeneHu aedop-
Manuu (€). Xapakrep paclpeieieHus € aBisieT-
Csl TPaINEHTHBIM, C YMEHBILIEHUEM 3HAYEHUH OT
IIOBEPXHOCTH K LIEHTPY 3arOTOBKH. MakcuMalb-
HbIE BEJIMYUHBI € HAOMIOAAI0TCs Ul BapHaHTa
¢ paauycoM R = 3 MM U JOCTHrarOT 3HAUCHUI
e = 0,5 npu ammurtyne konedanuii 100 MxM.

B ouare nedopmanuu npu BYDPO mpeobd-
JafanT ckuMarolmue HanpspkeHud. ComnnacHo
aHaJIU3Y TOJIyYEHHBIX JaHHBIX MAaKCHUMAaJIbHBIE
CKUMAIOIINE HANpsOKeHUS HaOMIomaioTcs Mpu
amruutyne konebanuit 100 MKM U JTOCTUTAIOT
1500 MITa.

AHanu3 pe3ysbTaToB MOAEINPOBAaHNUS IIOKa-
3bIBAET, YTO OCEBBIE OCTATOYHBIE HANPSKEHUS
B obOmactu ouara aedopmamuu mpeuMylie-
CTBEHHO CXKUMAIOIIIME, YTO CIOCOOCTBYET yBe-
JMYEHUIO CONPOTUBIIEHUS YCTAJIOCTH FOTOBOTO
U3JeNHs. YCTAaHOBJIEHO, YTO C YBEIMYEHUEM
aMILTUTY/Ibl KOJIeOAaHUI MHISCHTOpA yBEITUYHBa-
I0TCS 3HAUYEHHUs C)KMMAIOIUX OCEBBIX OCTaToY-
HBbIX HaIpsDKEHUM, JOCTUrasi MaKCHMAaJbHBIX
3HaueHuid 1300 MIIa npu ammuryne 100 Mxkm
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u ungeHtope R1. Imybuna 3aneranus sTux Ha-
NPsDKEHU pu 3 ToM octuraet 0,5 mM.

[TpumeHeHne aMITUTY bl BEJIMYMHON MEHEee
50 MKM Helenecoo0pa3HoO BBUIY MabIX BeJH-
YUH CKUMAIOIIMX OCTAaTOYHBIX HANpSKEHUH U
MaJsioi riTyOuHbI UX 3aneranus. O60CHOBaHHBIM
SBIISICTCSl IPUMEHEHHE UHACHTOPOB ¢ OOJbIIEeH
IUIOMIA/IbI0 OTIIEYaTKa, TaK KakK 3To obecneyu-
BaeT OOJbIINE 3HAYEHUS TITYOHHBI OCTATOYHBIX
C)KMMAIOIIUX HAMPsHKEHHH, 4TO B UTOTe MPUBE-
JET K TIOBBIIICHUIO COMPOTHUBIICHUS yCTAIOCTH
TOTOBBIX U3JICITHIA.
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