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ABSTRACT

The use of superplastic forming (SPF) technology has a wide range of applications: from complex-
profile body parts to multilayer spatial structures manufactured in one molding step. One of the main
disadvantages of SPF is the uneven thickness of the parts obtained due to the large elongation of
the material, often complicated by the design of the part. The solution to this problem is the use of
modeling, which allows you to perform calculations, identify characteristic defects and optimize the
workpiece in order to obtain a part with the required geometry. The paper considers issues related to
the modeling of the manufacture of parts by diffusion welding (DW) with subsequent SPF and finite
element analysis of the “isothermal bending” operation and subsequent SPF of the inlet protective
edge of a composite gas turbine engine blade made of VT6 titanium alloy (6Al-4V Grade5). The
MSC Marc software package was selected as the software package for modeling. Modeling and
finite element analysis of the technological processes of isothermal bending (twisting), diffusion
welding and superplastic forming of the inlet protective edge of a composite blade were performed.
On the basis of the results of modeling and finite element analysis, in order to prevent violation of
the internal geometry of the part in the form of rough deformation of the technological radius, it was
proposed to use a round constant cross-section wire with a diameter of 3.1 mm made of stainless
steel with an anti-diffusion coating applied to it. The optimal geometry of the internal cavity of the
blank package and the parameters of the inserted wire were selected.

KEYWORDS

Modeling; finite element analysis; isothermal bending; diffusion welding; superplastic forming;
titanium alloy VT6.
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AHHOTAIINA

[Ipumenenue TexHonoruu cpepxmiactuueckoil popmoku (CIID) nmeer mMpokuii Kpyr npumMeHe-
HUS: OT CJIOKHOIPO(PHUIBHBIX KOPITYCHBIX JIeTasIeil JO MHOTOCIOWHBIX TPOCTPAHCTBEHHBIX CTPYKTYD,
M3rOTaBIMBaeMbIX 32 OJUH (POpMOBOUHBIN niepexo. OJHUM U3 OCHOBHBIX HepocTaTkoB CII® sBnser
Pa3HOTONIIMHHOCTD MOJy4aeMbIX JieTanell BBUIY OONbIION BBITSKKM MaTepuaia, 3a4acTylo yCI0Xk-
HEHHYIO KOHCTPYKTHBHBIM MCIIOJHEHUEM JeTalnu. PelienneM TaHHOM 3a/1a4 ABIIAETCS IPUMEHEHUE
MOJICTUPOBAaHMUS, TIO3BOJISIOLIETO MPOBECTU PACUET, BHISIBUTH XapaKTepHbIE 1E(EKTH U ONITUMHU3UPO-
BaTh 3arOTOBKY C LIEJIBIO MOJTy4eHUs AeTanu Tpedyemoil reomeTpun. B pabote paccMoTpeHsl BOpo-
Chl, CBA3aHHBIE C MOJICIMPOBAHUEM H3TOTOBIICHUS JeTaneil MetonoM nuddy3nonnoit ceapku (C)
¢ nocaenytonieit CII® u npoBeneHneM KOHEUHO-3JIEMEHTHOTO aHAIM3a ONEPALUU «U30TEPMUYECKast
rubka» u nocnenyromeii CI1D BXoaHOH 3aUTHON KPOMKH KOMITO3UTHOM JIOTIATKK ra30TypOUHHO-
ro JABUTATENsl, M3rOTOBJIEHHOW U3 TUTAHOBOTO cruiaBa BT6. B kauecTBe mporpaMMHOI0O KOMILIEK-
ca JUIsl MOZIeIMpOBaHus BbIOpaH nporpaMMHublii maker MSC Marc. Ilpou3sBeneHsl MoJieTupoBaHue
1 KOHEYHO-DJIEMEHTHBIN aHaJM3 TEXHOJIOTMYECKHX IPOLECCOB M30TEPMHUUYECKOM TMOKHU (KPYTKH),
JC u CII® BxonHOM 3allUTHON KPOMKHM KOMIIO3UTHOM Jonatku. [1o pe3ynpraramM MonenrpoBaHus U
KOHEYHO-3JIEMEHTHOI'O aHaJIM3a I MIPEIOTBPALICHUS HAPYLIEHUSI BHYTPEHHEN T€OMETPHUH JETaIN
B BUJie rpy0oro aeGopMupoBaHus TEXHOJIOTHUECKOTO pajyca MpeiaokeHO NCI0Ib30BaHUE ITPOBO-
JIOKH KpPYTJIOrO TIOCTOSIHHOTO CEYEHHUs IuaMeTpoM 3,1 MM K3 HEpKaBEIOIIEW CTalli C HAHECEHHBIM
Ha Hee aHTUAN((Y3MOHHBIM TOKpbITHEM. [lo100paHkl onTUMaIbHAs FEOMETPHs BHYTPEHHEH Mmosio-
CTH IIaKeTa 3aroTOBOK U MTapaMeTpPhl BKJIaAbIBAEMON TPOBOJIOKHU.

KJIFOYEBLIE CJIIOBA

MogenupoBaHue; KOHEUHO-3JIEMEHTHBIN aHalnu3; u3oTepMuueckas rudka; audQy3noHHas cBapka;
cBepxIuiacTuueckas GOpMOBKa; TUTAHOBHIN criaB BT6.

BBenenue CTPYKLHUHU Iiesiecoo0pa3HO NpUMEHEHHE sBlie-

HUSI CBEPXIUIACTUYHOCTU METAJIJIOB.
CBepXIUIaCTUMHOCTbIO TPHUHATO HAa3bIBATh

CIOCOOHOCTh MOJMKPUCTAJUIMYECKUX MaTepu-

aJIoB, KOTOpbIE MPHU OMpPENETICHHON TemIiepa-

IlepciekTBBl  pa3BUTHS  MAILIMHOCTPOU-
TEJIBHOM OTpaciid HaKJIAJbIBAIOT psiJ TpeOoBa-
HHUI Ha MEXaHUYECKHE CBOMCTBA, IKCILTyaTalu-
OHHBIE XapaKTEPUCTUKH, A TAKKE aKTyadIbHOCTb

MPUMEHSAEMBIX METOIOB TNPHU U3TOTOBICHUH
neraiieil. TpaJWIMOHHBIE METOAbI YXOAST Ha
BTOPOM IUTAaH BBUIY CJIOKHOCTU KOHCTPYKIIMH
M3MeNuid U OOJIBIIIOTO KOJHMYECTBA TEPEXOJIOB
HEOOXOIMMBIX IS TOCTHIKEHUS 3aJaHHON Teo-
METpHHU.

JLyist monmy4eHus CI0KHOMPO(UITBHBIX KPYTI-
HOraOapuTHBIX JeTajell TOHKOCTEHHOW KOH-
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TYPHO-CKOPOCTHOM XapaKTEPUCTHKE CIIOCOOHBI
UCIBITHIBATh MHOTOKpPATHBIE TJIACTHYECKUE JIe-
(hopmManuy MpU HU3KUX HAMPSHKECHUAX TEUCHUS
[1-3]. OnTumanbHble 3HA4YEHUsI IapaMETPOB
neopMUpPOBaHUs MO3BOJIAIOT MMOJNYYUTh Hau-
OOJBITYI0 «BBITSKKY» Marepuana 06e3 o0pazo-
BaHMs XapaKTEPHOI'O JIOKAJIBHOIO YTOHYEHHS,
MPEIIECTBYIONIETO pa3phiBy obpasma (puc. 1).
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Puc. 1. O6pa3iisl u3 THTAaHOBOTO ciutaBa BT6 mpu UCHIBITAHUSX HA PaCcTSKCHUC
C pa3HOI TEMIIEPaTypPOil U CKOPOCTHIO eopmanuu [4]

Fig. 1. Samples of titanium alloy VT6 during tensile testing
at different temperatures and strain rates [4]

CBepXMmIacTUYHOCTh — ATO YHHUKaJIbHOE
(dusnueckoe sBICHHUE, IPU KOTOPOM MaTepua-
JBl IEMOHCTPUPYIOT SKCTPAOPAMHAPHYIO CIO-
coOHOCTh K aedopmanuu 0e3 MpHU3HAKOB pas-
pYILICHUS JaKe MPH IKCTPEMATBHBIX YPOBHSIX
pacTsDKEHUSI WM C)KaTHsl. JTO CBOKMCTBO, Ha-
OmronaeMoe Kak B METAJUTMUECKHX CIIaBax, TakK
U B KEepaMHUUYECKHX Marepuanax, umeeT (QyH-
JaMEHTAJIbHOE 3HA4YeHHE MJIi COBPEMEHHBIX
TEXHOJIOTUW, TIO3BOJISII CO3/aBaTh CIIOKHBIE
WHXCHEPHBIC KOHCTPYKIIMU, KOTOPBIE paHee
CUMTAUCHh HEAOCTHKUMBIMHA. MeEXaHHU3MBI, Jie-
Jalllke B OCHOBE CBEPXIUIACTUYHOCTH, Mpe.-
CTaBJISIIOT COOOM CIIOKHOE B3aUMOJEHCTBHE
MUKPOCTPYKTYPHBIX, TEPMUUYECKUX U KHUHETH-
YeCKUX (PaKTOPOB, KAXKIBIA U3 KOTOPHIX BHOCUT
BKJIaJ B ()OPMHPOBAaHNE HEOOBIYHBIX Jedopma-
IIMOHHBIX XapaKTePUCTHK.

KnroueBbiM  (akTopoM, Ompenensonum
CTETeHb CBEPXILJIACTUYHOCTH, SBISETCS MUKPO-
CTpPyKTypa MaTepuaia, B YacTHOCTHU pa3Mep
3epeH. MenKo3epHUCThIE MaTepUAIbI, T1Ie CPEI-
HUH pa3Mep 3epeH HE MPEBBINMIACT HECKOIbKUX
MHUKPOMETPOB, JEMOHCTPHUPYIOT MOBBIIICHHYIO
CIIOCOOHOCTh K PaBHOMEPHOW AehopMaIivm.
DTO CBSI3aHO C TEM, YTO YMEHBIIEHHE pa3Mme-
pa 3epeH YBEIMYMBACT OO TPAHMIl MEXKIY
HUMU, KOTOpBIC JEHCTBYIOT Kak Oapbephl IS
JBUKCHUS JUCIIOKAIMN — TUHEHHBIX Je(EKTOB
KpUCTAUTMICCKON pemeTku. B pesynprare mia-
cTudeckast nedopMaIis MPOUCXOIHT HE 3a CUST

JHUCIIOKAIIMOHHOIO CKOJIBKEHHS, KaK B KJIACCH-
YECKHUX CIIydasix, a Yyepe3 MEXaHU3MbI 3epHOTpa-
HUYHOTO CKOJIbXKEHUS U AU y3UOHHOTO TIepe-
HOCa aToMoB [2, 5, 6].

JIns1 OOBIUHBIX, HE CBEPXIIACTUIHBIX, MaTe-
pHYaIoOB U3BECTHO, YTO YE€M MEJIBYE 3€PHO, TEM
BBIIIIE TIPE/ie]l TEKYy4eCTH U MPOYHOCTh MeTal-
na. OIHOBPEMEHHO MPU HM3MEIBIECHUU 3epHa
CHWYKAETCS MJIACTUIHOCTh METAJIa, B TO BpeMs
KaK BS3KOCTh MOXKET KaK yYBEJIMUMBATHCSA, TaK U
YMEHBIIIATHCS B 3aBUCUMOCTH OT THIIA MaTepHa-
na u ycnoBuid. [lociennee 0coOeHHO BayKHO TSt
METAJUTMYECKUX M3CINA, paboTaIIMUX TpH
MOBBIIICHHBIX Temreparypax. [loBbIIICHHBIE
TJIACTHYHOCTh U BSA3KOCTH OOYCJIOBIICHBI OoJee
OJTHOPOJHBIM COCTAaBOM W CTPOCHHEM MEIIKO-
3€pHUCTOTO METAJIJIa, OTCYTCTBUEM B HEM KpYTI-
HBIX CKOTUICHHI CTPYKTYPHBIX HECOBEPIIICHCTB,
CrocoOCTBYOMUX 00pa3oBaHUIO TpemuH. Be-
JIMYMHA TPEENa TEKy4eCTH G CBA3aHa C pas-
MEepOM 3epHa d U3BECTHBIM AMITUPUIECKHUM CO-
OTHOIIIEHUEM, KOTOPOE Ha3bIBAIOT YpaBHEHUEM
Xomna-Ilerya [5, 6]:

o =o,+kd"?,
IJI€ G, U k — MOCTOSIHHBIE JUIS JAHHOTO MaTepH-
ana.

B o6nactu ManbIx 3HaU€HUH CpPEeTHETO JaHa-
METpa 3epHa 3aBHUCHUMOCTH Ipejeia TeKy4eCTH
OT pa3Mepa 3epHa MEHSETCS Ha OOpaTHyIO H
HAOIIIONAETCs CHUKEHHUE G C YMEHBLICHUEM d.
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DTO 00CTOATENLCTBO MMEET OOJNbIIOE 3Haue-
Hue B npoueccax CII® nucToBbIX MaTepuasoB
IIPU OTHOCUTEIBHO HU3KHX CKOpPOCTAX jaedop-
Maiuu. B aTOoM ciydae yBenMueHHE CPEIHEro
pasMepa 3epeH B xoje AehopMaIiyl MPUBOIUT
K YIPOYHEHHIO MaTepHala, yXyAaIeHHIO CBepX-
TUTACTUYECKUX CBOWCTB, YTO, B CBOIO OYepellb,
MHOTJIa MOXKET OBITh IPUYMHOM BBIX0/Ia MaTepH-
aJia U3 COCTOSIHUS CBEPXIUIACTHYHOCTH U pa3BU-
THS JTOKATTU3AIMH JepOpMaIliu.

TemneparypHbie yCIOBUS UTPAIOT HE MEHEE
BOXHYIO POJIb, SBISSCH NMPUUMHON aKTHBALUU
nudy3MOHHBIX TporeccoB. [Ipu mMoBkIIIEH-
HBIX TEMIIEpaTypax, 4yacTo aocturatommx 0,5—
0,7 or Temmeparyphsl IUIaBICHHUs MaTepHana,
aTOMbl TPHOOPETAIOT TMOBBIIICHHYIO MOABHK-
HOCTb, YTO OOJIErYaeT peaKcaluio HampsiKe-
HUI M Tepepacrpenenenue 1e(eKkToB CTpyK-
Typbl. OnHaKo CyIIecTByeT TOHKHMU OaJiaHc:
Ype3MEpHBI HarpeB MOXKET MPUBECTU K POCTY
3epeH (peKpHUCTaUIM3allM), YTO pa3pylIaeT
MEJIKO3EPHUCTYIO CTPYKTYpPY U CHIKAET CBEPX-
IaCTUYHOCTh. [103TOMY BBIOOp ONTUMAIEHOTO
TEMIIEpaTypHOro pexnMa TpeOyeT yuera Kak
TEPMOJMHAMUYECKHX CBOICTB Marepuaia, Tak
U KUHETHKH 3epHOTpAaHUYHON TU(Qy3uu, 4TO
0COOEHHO KPUTHYHO ISl MHOTOKOMITOHEHTHBIX
criiaBoB [7].

CxopocTb feopMaliii BBICTYTIAET TPETHHM
CTOJITIOM, OTIPE/CIISIOIINM TPOSIBICHUE CBEPX-
rtacTuaHocTU. Huskue ckopoctu nedopmanuu
(mopsimka 10°—107% ¢ ') mo3BoIsIFOT MaTepuaty
a/IanTHPOBATHCS K MPUIIOKEHHBIM Harpy3kam 3a
CUET aKTUBAIMH BA3KOCTHBIX MeXaHU3MOB. [Ipu
3TOM (OPMHUPYETCS KBA3UPABHOBECHOE COCTOS-
HUE, IPU KOTOPOM HAIpPSHKEHUE TEYSHUS OCTa-
€TCsI IPAKTUYECKU MOCTOSTHHBIM, a e opMaIus
MOXET JOCTUTaTh COTEH MPOLEHTOB. Bricokue
CKOPOCTH, HAaIPOTHUB, NMPOBOIMPYIOT JIOKAIU3a-
nuto aedopmarn, oOpa3oBaHHE MUKPOIIOpP U
MpexAeBpeMEHHOE pa3pyiieHue [5].

Ha cBepxXmiacTMYHOCTh MaTepHalioB Tak-
KE MOXET CYIIECTBEHHO BIIMATH J100aBICHUE
B CIJIaBBI JIETHPYIOLINX 31eMeHTOB. HekoTopbie
ANIEMEHTHI MOTYT YBEJIMYUBATH CBEPXILIACTUY-
HOCTh 32 CYET 00pa30BaHUSI MEJIKO3EPHUCTOMH
CTPYKTYphl WJIM HM3MEHEHHs] CBOWCTB T'PaHUI
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3epeH. Jlpyrue 31€MEHTHl MOTYT YMEHbILATh
CBEPXIUIaCTUYHOCTh M3-32 00pa30BaHUs KPYII-
HBIX 3€PEH WJIM U3MEHEHUS MHUKPOCTPYKTYPBI.
Hanpumep, B THTAHOBBIX CIIJIaBaX JIETUPOBAHUE
BaHAJMEM WM MOJHOACHOM CTaOWIH3UPYeT
B-thazy, obecrieunBasi CBEpPXILIACTUYHOCTH MPH
OTHOCHUTEJIbHO HU3KUX Temmeparypax [8].

CaepxmulactTuueckasi JegopManusi MOXKET
IPOUCXOJUTH 10 PA3IMYHBIM MEXaHU3MaM,
BKJIIOUasi 3€pHOTPAHUYHOE CKOJbKEHHE, IuQ-
(Gy31OHHOE TeUEeHUE U JUCIOKALMOHHOE CKOJIb-
xeHue. [loHnMaHue 3TUX MEXaHM3MOB Ba)KHO
JUIs pa3pabOTKU METONOB YIIPABICHHS CBEpX-
MIaCTUYHOCTHIO [2, 9—11].

CII® sBrnsercs ogHuM U3 Hambomee (-
(eKTHBHBIX METOOB 00pabOTKM MaTepHasoB,
NO3BOJISIIOIMM  TOJIy4aTh CIIOXKHBIE JI€TaIH
C BBICOKOM TOYHOCTBIO U MMHUMaJIbHBIMH OTXO-
namu. binaronapst ceoum npeumyuectsam CII®
HaXOJUT LIMPOKOE NPUMEHEHHE B a3pPOKOCMHU-
YEeCKOH, aBTOMOOWJIBHOM M APYTHMX BBICOKO-
TEXHOJIOTUYHBIX OTPACISAX MPOMBILIEHHOCTH,
rJe TpeOyeTcsl H3TOTOBJICHUE JeTallel CIOKHON
TEOMETPUU C BBICOKMMH 3KCILTyaTallMOHHBIMU
XapaKTEepPUCTUKAMHU.

OCHOBHBIMU KPUTEPHUSMHU TIPU HU3TOTOBIIE-
HUM CJIO)KHONPO(MWIBHBIX JIeTalell METOI0M
CII® sBrsieTcsi HEOOXOAMMOCTH YIIbTpamel-
KO3EpHUCTOW CTPYKTYypbl 3arotoBok |[12-15],
a Takke CIELUAIU3UPOBAHHOIO KOMIUIEKCA
000pyZIOBaHHUs, TO3BOJIAIONIETO 00ECIeUYnTh
pexuM mojadn (OPMYIOIIETO rasza, a TaKxke
TEMIIEPATYPHOE TOJIE I pa30rpeBa 3aroTOBOK
JI0 COCTOSIHMSI CBEpXILIACTUYHOCTH. JlaHHBIE
KPUTEPUU HAKJIAJBIBAIOT TPYAHOCTh Ha IIUPO-
KO€ pacnpoCTpaHEHHE paccMaTpUBaEMOro Me-
tona [1-5].

AKTyaJIbHOCTb MU3YUYEHHUSI MaTEMaTHYECKOrO
monenupoBanus mpoiecca CIID olycrnosneHa
HEOOXOIUMOCTBIO TOBBIIEHUS 3P (PEKTUBHO-
CTH M TOYHOCTH TE€XHOJIOIMUECKHUX IPOLECCOB,
a TaKXKe CHWKEHMSI 3aTpaT Ha SKCIIEPUMEHTAJIb-
HbIE€ UCCIIE0BaHUs. MareMaTnieckoe MOAeu-
pOBaHME I103BOJIIET MPOrHO3MPOBATH IOBENE-
HUE Marepuaja, ONTUMHU3UPOBATh IapaMeTphl
(GOpPMOBKM M MUHMMH3UPOBATh PUCK BO3HHK-
HoBeHMs edekToB [16—20]. OgHako, HeCMOTPS



Ha 3HAYUTENIBHBIA MpOrpecc B 3TOH obiacTu,
OCTAalOTCSl HEPELICHHbIE MTPOOIEMBbI, CBSI3aHHbBIC
C YYETOM HETUMHEHHBIX AP PEKTOB, MUKPOCTPYK-
TYPHBIX U3MEHEHUH U CIIOKHBIX TPAHUYHBIX yC-
nosuit [21, 22].

BaxxHpIM HampaBieHHMEM B pa3BUTHM Ma-
IIUHOCTPOCHHUS SABIIACTCS TAKXKE BO3MOXKHOCTD
CHWDKCHHUSI MAacChl IIPU COXPAHEHUU DKCILIya-
TAlMOHHBIX XapaKTepUCTUK u3aenus. OgHUM
U3 TEPCIEKTUBHBIX IYTEH pEUICHUS JaHHOU
3ala4d CTajla 3aMeHa JeTrajied, TPaJuLIOHHO
M3rOTAaBIMBAEMBIX M3 METajlla, ACTAIAMHU U3
MIOJIMMEPHBIX KOMITO3ULIMOHHBIX MAaTepHasioB
(ITKM). [leranu, U3roTOBIIEHHBIE U3 HEKOTOPBIX
BHJIOB IUIACTUKOB, UMEIOT YIEIbHYIO )KECTKOCTb
BBIIIE, YEM aHAJIOTUYHBIC JECTaIH, U3TOTOBJICH-
Hble U3 Metauia. M3nenusa uz IIKM umeror no-
BBILICHHYI0 CTOMKOCTb K BO3ZCHCTBUIO KUCIIOT,
LIEJI0UE, MAacel U MOPCKOM BOJIBI; BBICOKYIO
PaguoNpO3payHOCTh; YIYUIIEHHBIE TEILIO- U
ANEKTPOU3OJSIIMOHHBIE XapAaKTEPUCTHKH; 00-
Ja/Ial0T TOBBIIIEHHOW BUOPOCTOUKOCTHIO U TIO-
BBIIICHHBIMH JAeMII(UPYIOIIUMHU CBOMCTBAMU;
XapaKTEPU3YIOTCSI OTCYTCTBUEM YYyBCTBUTEIIb-
HOCTH K MarHuTHoMy noitto. [Ipumenenne ITIKM
aKTHBHO BHEZpsieTcs B OOJBIIMHCTBO OTpaciieit
MAIlMHOCTPOCHUS: OHU UCIIOJIB3YIOTCS B U3T0-
TOBJICHUM BUHTOB, JIONIACTEM, KOPILYCOB JIOJOK,
COCyIOB M TpyO IUIsi XMMHUYECKHX BEIIECTB,
CIIOPTUBHOIO HMHBEHTaps, MEIULIMHCKUX H3/e-
JIUH, a TAK)Ke KOPIIYCHBIX M3CJIMU U JIONATOK
aBHALMOHHBIX JBUTaresien. M3-3a Manoi 3po3u-
OHHOW CTOMKOCTH U CABUTOBOM IIPOYHOCTH CBSI-
3YIOLLETO KOMITIO3UIIMOHHBIX MATEPUAJIOB YXy/-
miaeTcsl MX yhaapHas Npo4dHocTh [23, 24], uro
HETaTUBHO CKa3bIBA€TCsl HA DKCILTyaTallMOHHBIX
XapakTepucTukax. Perenuem nanHoi mpooie-
MBI II0 IPUMEHEHUIO IMOJIUMEPHBIX KOMIIO3H-
LMOHHBIX MarepuajioB, HallpUMeEp, B KaueCTBE
JIONIATKU Ta30TypOMHHOIO ABUTATEINs SBISETCS
BO3MOKHOCTb ITPUMEHEHHUs] TUTAHOBOW 3aIUT-
HOM KPOMKH, 3aIlMILAIOIIEH TOPLEBBIE YacTH
U37IeNUi, TOABEPKEHHBIX Ha0eraromeMy MmoTo-
Ky Bo3nyxa [25, 26].

Takum o00Opa3oM, IeENbl0 JAaHHOW pPabOTHI
SBIIIETCS MOJEIUPOBAHUE (C MPOBEIEHUEM KO-
HEYHO-3JIEMEHTHOIO aHaJN3a) NEPCIEKTHBHO-
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IO TEXHOJIOTMYECKOIrO MPOIECcca U3rOTOBICHUS
BXOJTHOM THUTAHOBOW 3alIUTHOW KPOMKH JJIsI
KOMITO3UTHOM JIOMATKH Ta30TypOMHHOTO JBU-
ratesis, a IMEHHO: OTepalluu «M30TepMUYECKast
rudkay, JIC u nocnenyromas CII® BxoaHoii 3a-
IIUTHOW KPOMKH JJISI BBISBJICHUS XapaKTEPHBIX
ne(eKTOB M ONTUMHU3AINN 3aTOTOBKHU C IENBIO
TIOJTYYCHHUS ICTAIA TPEOYEMOI TeOMETPHH.

1. MeToauka uccjae10BaHui

CymiecTByeT TEXHOJOTHS M3TOTOBJICHUS
BXOZHOW 3aIUTHON KPOMKHM IUIs ITOJIMMEPHBIX
KOMIIO3UTHBIX JIOMATOK C HCMOJIb30BAaHUEM
mud¢y3nonHo# cBapku u nocnenyromei CI1OD.
TexHOMOTHUECKUH TIPOIIeCC BKIIOUAET B CeOs
(bpe3epoBKy TOJIOBUH 3aroTOBOK, HAHECECHHE
aHTUIUPPY3MOHHOTO TIOKPBITHS, COOPKY ITaKe-
Ta, COCTOSIIETO U3 TMOJOBUH 3arOTOBOK, 00Bap-
Ky MakKeTa Mo KOHTYPY aprOHOyTrOBOM CBApKOA,
JC, uzorepmuueckyto rudky (kpytky) u CIIO
C TIOCJIe Ty ONEeH KaTnOPOBKOH.

OcCO0OEHHOCTBIO JaHHON TEXHOJIOTUU SBIISI-
ercs (opMUpPOBAHUE XaPAKTEPHOTO 3a0CTPEHUS
BO BHYTPEHHEH MOJOCTH KPOMKH, YTO MOXKET
NPUBECTH K BO3HUKHOBEHHUIO KOHUEHTPATOPOB
HanpspkeHui. 1 npeoTBpalleHus nosBIeHUs
JaHHOTO AedeKTa MPeIoKeH METO, KOTOPbIi
MpearnoiaraeT MpeaBapuTeNbHyI0 (Ppe3epoBKy
BHYTPEHHETO pajuyca Ha 3arotoBkax. [[ns He-
JOTYIICHUS CYIIECTBEHHOTO Je(POPMHUPOBAHUS
3aroTOBOK BO BpeMs npoBeaeHus onepauun JJC
[0 BHYTPEHHEMY PaJNyCy BO BHYTpPEHHEH IO-
JIOCTH 3aroTOBKH, MPEAIOJIAraeTcsi HaHECEHUE
aHTUAN(PYy3MOHHOTO TMOKPBITUS U  YKJIaJaKa
cranbHOM mpoBosnoku. [locne onepamuun JIC,
kpyTKu npoduist u CIID, Ha sTane BHIPE3KH 3a-
TOTOBOK MPEANOIaraeTcs U3BJIeKaTh IPOBOJIOKY.

MogenrpoBaHue ¥ aHajau3 METOJOM KOHEY-
HBIX 3JIEMEHTOB TEXHOJIOTMYECKOro Mpouecca
M3TOTOBJICHUSI BXOJHOW 3aIUTHOM KPOMKH W3
TUTAHOBOTO ciuiaBa BT6 KoMIIO3UTHO# JI0TIaTKN
BEHTWJISATOPA Ta30TYpOMHHOTO JBUTATENS TPO-
BOJMJIMCh TPU TOMOUIM MPOTPAMMHOIO KOM-
mekca MSC Marc Juist XapaKTepHOTO CE4EHMS,
HaxoJs1erocst Ha pacctossHuu 120 MM ot Topiia
3aroTOBKHU BTYJIOUHOM yacTH (puc. 2).

2025.Vol. 7,No.3(22) 9



MATED

a

\f'

6

Puc. 2. XapakrepHoe cedeHHe 3aroTOBKY Ha paccTosHuu 120 MM OT ee Topra:
a — 8u0 3a20MoeKuU, 6 — U0 20MOBOU KPOMKU

Fig. 2. Typical cross-section of the workpiece at a distance of 120 mm from its end:
a — view of the workpiece; 6 — view of the finished edge

2. Pe3yabTaThl H UX 00CYKIeHHE

Jnst perieHust NOCTaBICHHOM 3a/1a4M MOy~
YEHUs1 KOPPEKTHOM TI€OMETPUH BHYTPEHHETO
npodwis JeTaad MOJEIMPOBAaHHE OBLIO TO-
JICJIEHO Ha JiBa JTala: pacyeT ¢ MPUMEHEHUEM
HCXOJHOW T€OMETpUH JJIs JIOKAIU3aluu U OT-
cnexxuBaHust popmupoBaHus aedeKTa U pacueT
C HUCIIOJIb30BaHUEM B Kau€CTBE MaTeMaTH4yeCKOM
MOJIEIM CEYEHMS] ONTHUMH3UPOBAHHOW reome-
Tpun. O0a 3Tarna MoAeTuPOBaHUS ObLIH MOAee-
HBI Ha 9TaIbl XapakTepHbIe Ut POPMHUPOBAHUS
JI€TaJIU COITIaCHO TEXHOJIOTUYECKOMY IPOLIECCY.
Jljis olleHKH mapameTpoB 1eopMUPOBAHUS 3a-
TOTOBOK (BBITSDKKU MaTepuaia) Ha BCEX JdTarax
OIICHUBAIOTCA MAKCHUMAJbHBIC TCPCMCIICHUA
(cMmeleHusl AIIEMEHTOB OTHOCHUTEIBHO HCXO[-
HOTO ToJIOKeHMsI). Takke OlleHUBAaeTCs 3Have-
HHE MAaKCUMAJIbHBIX HampspDKeHH mo Musecy

10 2025.T.7, N 3(22)

JUIS JIOKAJIM3aLMU OMTACHBIX 30H B KPUTHUYECKOM
CCUCHHH.

Ha mepBom sTare mpou3BOAMICS pacyeT C
NPUMEHEHUEM HCXOTHOW T€OMETpPUH, MOJEIH-
pOBaHHE IMOJENIEHO Ha MOJATAIlbl, XapaKTep-
HBIE Ui JAaHHON T'€OMETPUHU: M30TePMHUYECKast
ruoka (kpytka) u nmoxatan CIID. Dran JIC He
BBITIOJTHSUICS. BBUIY OTCYTCTBHUSI €TO BIIMSHUS
Ha U3MEHEHHEe TeOMETPUH, TaK KaK BHYTPEHHUH
npOoQHIIb B HICXOTHOM COCTOSIHUH SIBJISIETCS 110~
CKUM JUTsl 00€UX MOJIOBUH ITaKeTa 3arOTOBKH.

Ha sramne nzorepMuieckoil ruOKi KOHEUHO-
3JIEMEHTHas ceTKa cocTosiua u3 38217 Tpexrpan-
HBIX 2JIEMEHTOB C pa3MepoM CTOpoHbI 0,2 MM.

[‘paHWUYHBIMU yCTIOBUSMH Ha TOJITAIE U30-
TEPMUYECKOW THOKM SIBISUIMCH TIPeJIHArpeB
CIIO)KHOTIPO(MMIIBHOM JIeTalli /10 TeMIIepaTy-
pel 900 °C u ycnoBHE «CMBIKaHHS» ILITaMIa

(puc. 3).



Puc. 3. Ceyenne 3aroToBKH Ha paccTosHAU 120 MM OT TOpHa:
a — 8U0 UCXOOHOU 3a20MOBKU, O — GUO NOCIE ONepayull «U30MepPMUIecKas Kpymray

Fig. 3. Section of the workpiece at a distance of 120 mm from the end:
a — view of the original workpiece; 6 — view after the “isothermal twisting” operation

MakcumMyM 3KBHUBAJICHTHBIX HAIPSIKECHUN
o Musecy cocrasun 281 MIla u pacnionarasncs
B obmactu BXOAHOH kpoMku (puc. 4). Maxkcu-
MaJIbHbIE 3HAUEHHs IUIACTHYECKUX aedopma-
Ui (MepeMeleHnii) pu 3TOM He MPEBbIIIAIN

Inc 5%
Time: 1,000e+01

2.810e+02
2,534e+02
2,258e+02
1.9828+02
L | 1.706e+02
1,4302+02

1,154e+02

8.780e-+01

6.0208-+01

3.260e+01

5.002e-+00

Max: 2.810e+02 @Hode 3401 Iease1

Min: 5.0026+00 @Hode 2663 Equivalent Von Mises Stress

0,2 mMm (puc. 5). [lanHble 3HAUCHUS YKJIa][bIBa-
IOTCS B JIOMYCK COITIACHO TEXHOJIOTUYECKOMY
MpOIECCy Ha JaHHBIC OMEpaIuy JJs JaHHOTO
THIA JIETaJEN.

MSC A Software

L.

Puc. 4. DxBuBaneHTHbIEe HanpsbkeHUs o Musecy

Fig. 4. Equivalent stresses according to von Mises
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I 55
Time: 1.000e+01

1.963e-01
1.767e-01
1.571e-01
L] 1.374em
[ | 1178e-m
| ss16e-02

7.853e-02

5.8908-02

3.927e-02

1.9642-02

4, 9dde-06

Max: 1.963e-01 @Hode 3401 leasel

Min: 4.94de-06 @hode 3517 Maximum Principal Yalue of Plastic Strain

MSC A Software

L.

Puc. 5. MakcumanbHble 3Ha4€HHs TUIACTUYECKUX JedopManuii (epeMerieHuii )

Fig. 5. Maximum values of plastic deformations (displacements)

Ha BTOpOM mnonsrane mpou3BOAWUIOCH MO-
nenupoBanue oneparuu CIID 3aroroBku uc-
XOIHOM KOHCTPYKLIMH, pacueT IPOBOAUICS
C YY€TOM CBOMCTB CBEPXIIJIACTUYHOCTH JJISl TU-
taHoBoro cruiaBa BT6 (puc. 6.). Ilapametpnl
KOHEYHO-3JIeMeHTHOU ceTku: 38777 TpexrpaH-
HBIX 3JIEMEHTOB € pa3MepoM CTOpoHbI 0,2 MM.

MakcuMyM 53KBHUBAJICHTHBIX HaIPSKCHUN
o Muzecy cocrasmi 9,35 Mna u nokaanu3oBal-
csi B obOnmacTu BXOMHOW KpoMmku (puc. 7). Mak-

CHUMaJIbHBIE 3HAYCHHS MJIACTUYECKHUX Aeopma-
Uil (epeMeleHuil) pu 3TOM HE MPEBBIILIAIN
0,85 mMm (puc. 8). IlpoananuzupoBaB pacripe-
JieNIeHUE HaINpsDKEHUH M TUIACTHYECKUX aedop-
Maluid, MOKHO CJEJaTh BBIBOJ, YTO B JETAlU
OTCYTCTBYIOT BBIPa)KEHHBIEC JIOKAJIbHBIEC HAIpsi-
KEHUS, @ PACTSDKEHHIE MaTepralia B OIepeyHOM
CEUEHHH 3aroTOBKH IMPOUCXOAUT PABHOMEPHO,
0e3 00pa3oBaHHS XapaKTEPHBIX JIOKAJIBHBIX
YTOHEHHH.

Puc. 6. Ceuenue 3arotoBku Ha pacctossHau 120 MM OT Topria:
BuJ nioctie oneparyu CI1D

Fig. 6. Section of the workpiece at a distance of 120 mm from the end:
view after the SPF operation

12 2025.T.7, N 3(22)



Ine: 99
Time: 1.500e-+04

9.352+00

8.417e+00

7.462e+00

[ | &.547e+00

| s.e1zero0

4.678e-+00

3.743+00

2.808e-+00

1,673+00

9,383e-01

3.528e-03

Max; 9.352e+00 @Node 12052 leasel

Min: 3.5266-03 @Hode 12668 Enuivalent Von Mises Stress

MATED

MSCASoftware

-

Puc. 7. DxBuBaneHTHbIe HanpspkeHUs mo Musecy

Fig. 7. Equivalent stresses according to von Mises

Ine: 99
Time: 1.500e+04

8.540e-01

7.686e-01

6,632e-01

| 5.978e-01

| S124e-01

L 4.270e-01

| 3.416e-01

2,562e-01

1,708e-01

8.542e-02

2,701e-05

Max: 8.540e-01 @Node 12053 lcasel

Min: 2.701e-05 @hode 20911

Maimum Principal Value of Plastic Strain

MSC ASoftware

L.

Puc. 8. MakcuManbpHbBIC 3HAUCHHS TUTACTHYECKAX MeopMaIuii (iepeMernieHmi)

Fig. 8. Maximum values of plastic deformations (displacements)

[To pesynasraTam mepBOTO 3Tama pacdyera C
MPUMEHEHHEM MOJIEN HMCXOIHON TeoMeTpuu
TEXHOJIOTHYECKUX IPOIECCOB  HM30TEepPMHUE-
ckoit THOku (kpyTku) U CIID BBIIBICHO, UYTO
BHYTPEHHUU DPaTUyC BXOJAHONH KPOMKH HUMEET
T€OMETPHIO OTIIMYHYIO OT 33/IaHHOU, U CJEI0-
BaTeJIbHO, TPEOyeT MEXaHWYECKOH 00pabOTKH.
Jlnis ycrpaHeHHsl JaHHOTO JeeKTa MpeaioKeH

METOJT C MpeABapPUTEIILHON (Ppe3epoBKON TeX-
HOJIOTUYECKOT'0 pajuyca.

Ha BTOpOM 3Tarne BBINOJIHAJICS PACUET C UC-
MOJIb30BaHUEM B KQU€CTBE MaTeMaTHYeCKON MO-
JIEJIA CEYEHUs1 ONTUMU3UPOBAHHOW I'€OMETPHUHU.
Ha nepBom noparane npon3Boanscs pacuer Tex-
Hojoruueckoi onepauust [IC, npu 3Tom pacuet
Olepanuy M30TepPMUYECKass THOKa TMPOITyIeH

2025.Vol. 7,No. 3(22) 13
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BBU/y OTCYTCTBHSI €0 BIHMSIHUS Ha BHYTPCHHUH
npodwib 3arotoBku. s mpenoTBpalieHus
rpyboro neopMupoBaHHS TEXHOJIOTHYECKOTO
panuyca B HEro «BKJIQJbIBAJIaCh IMPOBOJIOKA»
KPYIJIOrO TOCTOSIHHOTO CEUEHHs] JUaMeTpOM
3,1 MM U3 HepKaBeIoLIEH CTaau C HAHECEHHBIM
Ha Hee aHTUAU(P(DY3MOHHBIM MOKPBITHEM, MTPH-
HATask YCIOBHO 32 Hele)OpMUPYEMBId 0OBEKT
Ha JJAHHOM M TIOCJIEeIYIONIUX MOI3Talax pacye-
Ta (puc. 9). Pesynprar MonenupoBaHusl IpuBe-
neH Ha puc. 10 u 11.

Ha stane nuddy3noHHO# cBapKH KOHEYHO-
2JIEMEHTHasi ceTka cocrosuia u3 20474 Tpex-
IPaHHBIX DJJEMEHTOB C pPa3MEPOM CTOPOHBI
0,25 mM.

MaxkcumanbHOE 3HAYEHHE SKBUBAJIECHTHBIX
HanpsbkeHuit no Musecy cocrasuio 4,92 Mlla
(puc. 10), a MakcuMaIbHOE 3HAYEHUE TIACTUYE-
CKUX aedopmanuii (mepemMerieHnii) COCTaBHIIO
0,2 MM (puc. 11).

Ha BTOpOM mopsTamne mpou3BEIEH pacder
onepauuu CIID (puc. 12).

Puc. 9. Ceuenue 3arotoBku Ha pacctosHuu 120 MM oT Topua:
a — U0 ONMUMUSUPOBAHHOU 3A20MOBKU C GIONCEHHOU NPOBONOKOU; 6 — 6ud nocie onepayuu J{C

Fig. 9. Section of the workpiece at a distance of 120 mm from the end:
a — view of the optimized workpiece with inserted wire; b — view after the DW operation

Inc 237
Time: 1,500e+04

4.916e+00

4.426e-+00

3.937e+00

3.447e+00

2.958e+00

2.463e+00

1.978e+00

1.489+00

9.991e-01

5.095e-01

1.98%-02

Max; 4.916e+00 @Mode 12640 leasel

Min: 1.989-02 @Hode 13299 Equivalent Yon Mises Stress

MSC_A Software

-

Puc. 10. DxBuBasieHTHBIE HANIPsLKEHUS 110 Muzecy

Fig. 10. Equivalent stresses according to von Mises
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Ine: 237
Time: 1,500e+04

2,053-01

1.8482-01

1.643e-01

1.437e-01

| 1232001

1,027e-01

8.214e-02

6.160e-02

4,107e-02

2.053-02

0,000e+00

Max; 2.053e-01 @hode 12647 leasel

Min: 0,0008+00 @Hode 11731 Maximum Principal value of Plastic Strain

MATED

MSE A Software

L.

Puc. 11. MakcumasbHble 3HaUSHHS THIACTHUECKHX Jieopmanuii (TiepeMerieHnii)

Fig. 11. Maximum values of plastic deformations (displacements)

Puc. 12. Ceuenne 3arotoBku Ha pacctossHuu 120 MM OT Topra:
a — 6ud 00 onepayuu CII®,; 6 — 6uo nocne onepayuu CIID

Fig. 12. Section of the workpiece at a distance of 120 mm from the end:
a — view before the SPF operation; 6 — view after the SPF operation

MaxkcumanbHOe  3HAuUE€HUE  SKBUBAJICHT-
HBIX HampspKeHUW o Musecy mocie oneparuu
CII® cocraBuno 10,45 MlIla (puc. 13), uto
CYLIECTBEHHO HHXE JIOMYCKaeMbIX HampsoKe-
HUW 71 TaHHOTO TUTAHOBOTO CIljlaBa, a Mak-
CUMaJIbHO€ 3HAYeHHUE IUIACTHYECKuX aedop-
Manumii coctapmio 0,8 mm (puc. 14). Kak u B
cllydae pacuera HMCXOJHOW IeoMeTpHH, B pac-

YyeTe ONTUMU3UPOBAHHON Tr€OMETPHUH 10 PUCYH-
Ky pacrpezesieHus] HalpsHKeHUH U mepemelte-
HUI SIBHO 3aMETHO OTCYTCTBHE XapaKTEPHBIX
JIOKAJIbHBIX HAMpsSOKEeHUH W PaBHOMEPHOCTH
«BBITSDKKW» Marepuana 3arotoBku. [lapame-
TPbl KOHEYHO-3JIEMEHTHOM ceTku: 35566 Tpex-
TPaHHBIX DJJIEMEHTOB C pPa3MEpPOM CTOPOHBI
0,22 MMm.

2025. Vol. 7,No. 3(22) 15
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o 342
Time: 1.500e+04

1.045e+01
9.405e-+00
8,363+00
7.3208-+00
|| 6.277e+00
| 5.235e+00

4.192e-+00

3.149e-+00

2,106e-+00

1.06de-+00

2,099e-02

Max: 1.045e+01 @Mode 21510 Icasel

Min; 2.09%-02 @hode 25549 Equivalent ton Mises Stress:

MSC_ASoftware

L.

Puc. 13. DxBUBaNeHTHBIC HAIPSHKEHUS 10 Mu3ecy

Fig. 13. Equivalent stresses according to von Mises

Inc 342
Time: 1,500e+04

8.048e-01

7.2438-01

6,438e-01

[ | sexent

| 482001

4.024e-01

L | 3.z20e-01

2.4158-01

1.611e-01

8,060e-02

1,3808-04

Max; 8.048e-01 @Node 26519 leasel

Min: 1.380e-04 @Node 21073

Maximum Principal Value of Plastic Strain

MSCA Software

L.

Puc. 14. MakcuManbHbIe 3HAUEHHS TUIACTHYCCKHUX JieopMaIiii (TlepeMerieHui)

Fig. 14. Maximum values of plastic deformations (displacements)

[To pe3ynbraTam MOIENUPOBAHUS MPOU3-
BEJICHAa ONTHMU3ALMS T€OMETPUHU TOJOBUH 3a-
TOTOBOK, a TakKe TMpeaioKeHa TEeXHOJIOTus,
MO3BOJIAONIAs TONYYUTh BHYTPEHHHUI paanyc
ckpymieHus. VI3MepeHHbIi paanyc CKpyIIeHUS
M0 pe3yJbTaTaM MOJEIUPOBAHUS MaKCUMAIIbHO
OJU30K K MMPOEKTHUPYEMOMY, OTKIOHEHUE reoMe-

16  2025.T.7, N 3(22)

Tpuu 1ipu 3ToM He tipeBbimaet 0,1 mm. /lannas
TEXHOJIOTHUS TIO3BOJSIET CYHIECTBEHHO YMEHb-
IUTh 00BEM MEXaHWYECKOW 00pabOTKH BHY-
TPEHHETo paauyca U 00eCHeYyuTh MaKCHMallb-
HO KayecTBeHHOE U 3((eKTUBHOE MpHIIeTraHHe
BXOJTHOM 3alIUTHOM KPOMKH K BXOJHON KpPOMKE
KOMITO3UTHOM JIOTIATKH.



MATED

MakcumanbHble IEpEMEILIEHUs I UC- pe3yasrataM MmojenupoBanus onepauuu CIID
XOIHOW W ONTHUMHM3UPOBAHHOW IE€OMETpPUHU IIO npuBeJeHbl Ha puc. 15 u 16.

i00e+04 MSC A Software

7Be+01
w60e+01
*4ze+01
24e+01
07e-+01
189e-+01
11e+00
34e+00
156e+00

7Be+00

43e-18 ¥

L.

Puc. 15. Ceuenne 3arotoBku 120 Mm: pe3ynsrat MonenupoBanus mpomecca CIID
(MakcHMaJIbHbIE 3HAYCHUE MIEPEMEIICHHSI) 10 ONITHMHU3AINHU 3arOTOBKH

Fig. 15. Workpiece cross-section 120 mm: result of the simulation of the SPF process
(maximum displacement values) before workpiece optimization

Inc: 342
Time: 1.5008+04 MSC X\Software

2,186e+01
1.969e-+01
1.750e+01
L1 153te+nt
1.313e+01

1.094e-+01

8.750e-+00

6.5638-+00

4,3758-+00

2.188e-+00

2,2858-18 ¥

L.

Max: 2.188e+01 @Node 23175 Ieasel

Min: 2.285¢-18 @Hode 26445 Displacement

Puc. 16. Ceuenue 3arotoBku 120 MM: pe3ynsrat MonenupoBanus mporecca CI1D
(MakcMMaJIbHBIE 3HAUCHUE MIEPEMEIICHHS) TTOCIIE ONTUMU3AINN 3aTOTOBKH

Fig. 16. Workpiece cross-section 120 mm: simulation result of the SPF process
maximum displacement values) after workpiece optimization
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BriBoabI

B 3akmroueHMe CTOUT OTMETHUTH, 4YTO B
Ipolecce MCCIeOBAaHUN OBUIM MPOBEJCHBI
MOJICJIMPOBAHME U pacueT METOJOM KOHEYHO-
JIEMEHTHOTO AaHalu3a OIEpalUid «U30TEpMHU-
yeckast ruoka (kpytka)», JIC n CII® BxomgHoi
3aIUTHOW KPOMKH, U3TOTOBJIIEHHOMN U3 THUTAHO-
Boro criaBa BT6, komno3utHo somarku ['TJ] ¢
LIEJIbE0 ONITUMHU3ALMU 3ar0TOBKHU. [[71s1 nocTrke-
HUS LeIM paboThl ObUIM pEIleHbl CIeAyIOIIne
3a/laud: TPOaHAIN3UPOBAHbl CYIIECTBYIOLIUE
METO/bl U3roTOBIEHUS AeTanei metogom CIID;
pa3paboTaHbl MOAETH MCCIEyeMON 3arOTOBKU
B IIporpaMMHOM komiuiekce MSC Marc; npo-
BEJICHBl MOJECJIMPOBAHUE M KOHEYHO-IJIEMEHT-
HBI{ aHAJIM3 ONepaluil «u30TepMudecKas ruoka
(xpytka)», IC u CII® uccnenyemoii 3aroToBKU
JI0O ¥ IIOCIIE €€ ONTHMU3ALMHU; TOIY4YEHBI pe-
3yJbTaThl MOAEINPOBAHUSA U KOHEUHO-JIEMEHT-
HOT'O aHaJIM3a.

B pe3synbrare uccienoBaHuil caenaHsl cie-
JYIOILLME BBIBOABIL:

1. [lokazaHo, 4TO CyIIECTBYIOLIASI TEXHOJIO-
I'Ysl U3TOTOBJIEHUSI BXOIHOM 3alllUTHOM KPOMKH
JUISL IOJTMMEPHBIX KOMIIO3UTHBIX JIONIATOK C UC-
nosnb3oBanueM texnonoruit JIC u nmocnenyto-
meid CII®D umeer 0cOOCHHOCTh B BUJE Xapak-
TEPHOI'0 3a0CTPEHUSI BO BHYTPEHHEW IOJIOCTH
KPOMKH.

2. OmpeneneHa HEOOXOIUMOCTh IpeBapu-
TEJIbHOW (DPEe3epOBKU BHYTPEHHETO pajuyca
BXO/JIHOM KPOMKHM Ha 3aroTOBKax [UIsl IPenoT-
BpallleHUsI 320CTPEHUS BO BHYTPEHHEH I10JIOCTH
KPOMKH, TaK KaK paJuyc UMEET F€OMETPHUIO OT-
JIMYHYIO OT 33JJaHHOM.

3. Bo3amMokHOCTH TIpeA0TBpalleHus rpyooro
ne(pOpMUPOBAaHUS TEXHOJIOIMYECKOTO pajuyca
BXOJIHOHM KpOMKH Ha dtarne onepauuu J1C MoxHO
JOOUTHCS TPU BKJIAJbIBAHUM BO BHYTPEHHIOIO
II0JIOCTh IIPOBOJIOKM KPYIJIOTO IOCTOSIHHOTO
cedeHus aAuaMmerpoM 3,1 MM U3 HepKaBerollel
CTaJlu C HAHECEHHBIM Ha Hee aHTUAu(Ddy3UOoH-
HBIM ITIOKPBITHEM.

Takum oOpa3om, Mo pes3yiabraTaM MOJEIHU-
poBaHUs MoAOOpaHa ONTHUMAJbHAs T€OMETpPUs
BHYTPEHHEIO CEYEHHUs 3arOTOBKU B XapakTep-

18 2025.T.7, N 3(22)

HOM HanboJee ONaCHOM CE4EHUH, TO3BOJISIONIAs
pPa3MecTUTh CTAJIBbHYIO MPOBOJOKY JAMaMETPOM
3,1 MM, OpPEmsATCTBYIOMIYIO Ae(POPMUPOBAHHIO
BHYTpeHHel reometpun Ha stane J[C u obecrie-
YHBAIOLIYI0 (POPMHUPOBAHUE KOPPEKTHOM reome-
TPUU BHYTPEHHEHU IOJIOCTH IIOIy4aeMOH JeTa-
JM ¢ MUHUMAJIBHBIM OTKJIOHEHHEM OT 1I€JIEBOI
TEOMETPUHU.
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