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Pedepat. Pesup! 111 1opoxHO# Ppessl — 3T0 000pyRoBaHUE, K KOTOPOMY IPEIBSBIIAIOTCS caMble CTPOrue TpeOoBaHusl, CBA-
3aHHBIE C YCTAIOCTHOH M CTaTUYECKOW NMPOYHOCTHIO. [109TOMY OOJIBIIMHCTBO COBPEMEHHBIX (DPE3epPHBIX PE3OB M3rOTABIHU-
BAIOTCSI C MPUMEHEHHEM BBICOKOKAUECTBEHHBIX CTaJIeH, IETHPOBAHHBIX MAapraHieM U XpOMOM. B nensx mpojienus skcmiaya-
TaLMOHHOTO pecypca pesiibl Ul AOPOKHON (pe3bl AOMONHAIOTCS TBEPAOCIIIABHBIMU BCTaBKAMHU, NPHIIASHHBIMU K T'OJIOBKE.
B aT0i1 CBSI3M NpHMEHEHHEe TEXHOJIOTHH CKOPOCTHOTO TOPSYETo BHIJABINBAHUS, KOTOpas YK€ 3apeKOMeHI0Bana ce0st B psie
HCCIIEN0BAHUN KaK BEICOKOA()(EKTUBHAS TEXHOJIOTHS IIOJyYEHNS! TOYHBIX 3arOTOBOK MOJ MHCTPYMEHT C HOBBIIICHHBIMH Me-
XaHMYECKUMHU CBOMCTBaMH, JUISI M3TOTOBIEHHUS JOPOXKHBIX PE3LOB SBIAETCS BEChMa MEPCIEKTHUBHBIM HalpaBIeHUEM HCCIle-
noBaHui. llenp uccinenoBaHUi — cO3/laHME KOMIBIOTEPHOM MOJEIM IMPOLIECCa CKOPOCTHOIO TOPSYETrO BbIAABIMBAHUS IS
MHTEHCHU(UKAIUK TIpolecca pa3pabOTKM TEXHOJOTHH W3TOTOBJIEHMS OMMETANIMYECKUX pE3IOB JUIT JOPOXKHBIX MAIIHH
W COIOCTaBJICHHE MOIYyYEHHBIX PE3YJITaTOB MOJAECIHPOBAHUS C IKCTIEpUMEHTATbHEIMI. CpaBHUTEIBHBIN aHAIHW3 IIACTHUe-
CKOT'O TEYECHUS peaJbHBIX U MOJENIBHBIX 00pa3IoB MOKa3all, YTO MOJY4YEHHbIE MOJEIH HPEAOCTaBIAIOT KaYeCTBEHHYIO U JI0-
CTOBEPHYIO KAapTHHY IUIACTHYECKOTO TEYEHHS B IIPOIECCE CKOPOCTHOTO TOPSYEro BBIAABIMBAaHMA. MopjenmmupoBaHue B
DEFORM-3D mo3BosisieT HCKIIIOUUTD CIIOKHBIE PACUSTHl M 3HAYNTENEHO COKPATHTH YHCIIO SKCTICPUMEHTAIBHBIX HCCIISI0Ba-
HUH Opu pa3paboTKe HOBBIX TEXHOJOIMYECKUX MPOLIECCOB.
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Modeling of High-Speed Extrusion Process
for Bimetal Milling Picks of Road Milling Machines
in DEFORM-3D Software Environment

I. V. Kachanov", I. M. Shatalov", A. A. Roubchenyal)
YBelarusian National Technical University (Minsk, Republic of Belarus)

Abstract. Milling picks for road milling machine are considered as equipment which must meet the most stringent require-
ments associated with fatigue and static strength. Therefore, majority of modern milling picks are manufactured while using
high-quality steels alloyed with manganese and chromium. In order to extend service life of the picks for the road milling
machine they are supplemented with carbide inserts soldered to the head. In this connection, an application of high-speed hot
extrusion technology which has already proved itself in a number of investigations as a highly efficient technology for obtaining
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precise billets for tools with increased mechanical properties, manufacture of road milling picks, is a very promising direction
of the research. The aim of the research is to create a computer model for high-speed hot extrusion in order to intensify a pro-
cess pertaining to development of technology for manufacturing bimetal picks for road milling machines and to compare
the obtained results of modeling and experimental studies. A comparative analysis of the plastic flow in real and model sam-
ples has shown that the obtained models provide a qualitative and reliable picture of the plastic flow in the process of high-
speed hot extrusion. Modeling in DEFORM-3D eliminates complicated calculations and significantly reduces a number

of experimental studies while developing new technological processes.

Keywords: road milling pick, high-speed hot extrusion, finite element method, die tooling, billet, punch, bulk forging
For citation: Kachanov I. V., Shatalov I. M., Roubchenya A. A. (2018) Modeling of High-Speed Extrusion Process for Bi-

metal Milling Picks of Road Milling Machines in DEFORM-3D Software Environment. Science and Technique. 17 (3),
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BBenenne

CoBpeMEHHOE pa3BUTHE IMPOMBILUIEHHOTO MPO-
U3BOJACTBA TECHO CBA3aHO C MCIIOJIB30BAHUEM
HAayYKOEMKHX U BBICOKHMX TEXHOJIOTHH, oOecredu-
BAIOMIMX KOHKYPEHTOCMOCOOHOCTH BBIITyCKaeMOM
HNPOAYKIMH Ha MUPOBOM PBIHKE ITyT€M BHEIPEHUS
HOBBIX 3((EKTHBHBIX TPOIECCOB 00pabOTKH Ma-
TEpUAJIOB MPH OJJHOBPEMEHHOM CHUKEHUH SHEPro-
U pecypconoTpebinenus. B 3Toi cBsa3n OombImMu
NOTCHIHUAIBHBIMH  BO3MOXHOCTAMHU  00JaJaroT
TEXHOJIOTHH, OCHOBaHHBIC Ha IMOJNYYEHUH OHMe-
TamnIecknx (popmMooOpa3yommx AeTaneld mram-
MIOBOM OCHAaCTKM METOJOM CKOPOCTHOI'O T'OPSYEro
BeigaBiuBanus (CI'B), mo3Bomsromue 3a oOnauH
yap MoJydyaTh BBICOKOTOYHBIE M3JAEIHS C 3KOHO-
Muel mTaMroBeix cranei 1o 90 % [1-4]. Utoost
pa3zpaboTaTh TEXHOJOTHYECKHHA MPOIECC MU3TOTOB-
JieHns1 OMMETaTIMYeCKOro MHCTPYMEHTa METOAOM
CI'B, neoOxomuMel uHGOpMALKsS O XapakTepe
TUTACTHYECKOTO TEYCHUS, a TaKkKe CBEICHHS 00
OTKJIMKaX CHUCTEMBl «IITAaMII — HHCTPYMEHT — Jie-
¢dopmMupyeMblii 00paszel» Ha WU3MEHEHHE TEXHOJO-
TUYECKUX MapaMeTpoB. i Mory4eHus] TaKOW MH-
¢dopManuu MOTYT OBITH MCHOJB30BAHBI METOJBI
9KCIEPUMEHTAIEHOTO UCCIIEOBAHUSA U TEOPETHYE-
CKOT0 MOJIEJIMPOBaHUs, a TaKKe UX KOMOMHALHS.
['maBHass TpyOHOCTb NPUMEHEHHS BCEX METOIOB
9KCIEPUMEHTAILHOTO MCCIIE0BAHUS 3aKIH0YaeTCs
B HEOOXOOUMOCTH H3rOTOBIECHUS TEXHOJIOTHYe-
CKOM OCHACTKHM, CTOMMOCTb KOTOpPOH BEcbMa 3Ha-
quTeIbHA.

CylIecTBEHHBIII HEAOCTATOK TEOPETHUECKHX
METOJIOB — TPYAHOCTb WM HEBO3MOXHOCTh HX
NPUMEHEHUS] K MCCIICAOBAHUIO CJIOKHBIX IpOIEc-
co CI'B. Kpome TOro, x HemocraTkam CleIyeT
OTHECTH HEKOPPEKTHOCTh MPUHUMAEMBIX JIOIyIle-
HUU: yCpeaHEHUE HHTEHCUBHOCTH HAIPSLKEHUH 1Mo
ouary IUIaCTUYeCKOH naedopmauuy, 3aTpyJHEH-
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HOCTPH HJTH BOBCE HEBO3MO)KHOCTH yU€Ta PEalbHBIX
KOHTaKTHBIX YCJIOBUH U GopMom3mMeHeHus aedop-
MHpyeMOro oO0pa3lla Ha KaXIOM JTamne MpoTe-
KaHusl Tpollecca, OTCYTCTBHUE Y4deTa BOJHOBBIX
3¢ (}eKToB IpH yIapHOM BO3JACHCTBUN MHCTPYMEH-
Ta Ha MeOPMUPYEMYIO 3aTOTOBKY.

AJNBTEpPHATHBOM JKCIIEPUMEHTAIBHOMY W TEO-
pETHYECKOMY METOJaM HCCICAOBAHUN SBIISETCS
HCTIONB30BaHUE WMHTALMOHHOTO MOAEIHPOBAHUS
MPOTIECCOB OOBEMHON MITAMIIOBKA C ITOMOIIBIO
MeToJia KoHeuHBIX anemeHToB (MKD). Heocriopu-
MO€ W BEecbMa IIEHHOE JOCTOMHCTBO 3TOTO METO-
Ja — BO3MOXXHOCTH TPOBENEHHUS KOMILJIEKCHOTO
(hM3UKO-MEXaHUYECKOTO aHalln3a, KOTOPBIA 0a3u-
pyeTcsi Ha OCHOBHBIX KOHLENTYaJbHBIX MOJOXKE-
HUSX, 3aKOHAX W TEOpeMax MEXaHWKH CIUIOUTHON
cpeapl BooOIe u 1eopMUPYEMOTO TBEPIOTO Tela
B yacTHOCTH. KoppekTHast Moaens B MKO maxcu-
MaJbHO MPUONMKEHA K PeaTbHOMY (hH3HUECKOMY
MIPOIIECCY M MO3BOJIAET YUUTHIBATH BECbMa TOHKHE
¢duznaeckue 3¢ ek [5, 6].

Iens wccnenoBaHuii, MPOBOAUMBIX aBTOpa-
MH, — COIIOCTaBJIEHHE PE3YyIbTATOB JKCIIEPUMEH-
TOB MPH NOJYYCHUH OMMETAIUTMYECKUX PE3IOB IS
JIOPOYKHBIX MAIITHH.

MeTtoauka MOAeIMPOBAHMSA

Jis mpoBenieHNsT UCCIEAOBAaHUNA W OTPabOTKH
TEXHOJIOTMH B KayeCTBE MPOTOTHUIIA BHIOPAH pe3erl
¢upmer Wirtgen W6/20 (puc. 1). O mmupoxo npu-
MEHSETCS TIPH CHATHH ac(asbTOOETOHHOTO IIO-
JIOTHA KaK Ha MaJIOMPOM3BOJUTEIHHBIX MallliHAX
JUTSL OCYIIECTBJICHHS SMOYHOTO PEMOHTA, TaK W Ha
BBICOKOITPOU3BOAUTEIBHBIX CAMOXOJIHBIX JIOPOXK-
HBIX (ppe3ax c mmpuHOii bapabana Gosee 2 M.

Hcnonme3yst pa3mepsl pe3la-mpoTOTUIA, OBLI
pa3paboTaH 3CKHU3 OMNBITHOTO OMMETAINYECKOTO
pesiia, MpeACTaBICHHBIN Ha puc. 2.
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Puc. 1. Topoxusrii pezery W6/20 pupmsr Wirtgen
Fig. 1. Road milling pick W6/20 of Wirtgen company
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Puc. 2. DCKu3 ONBITHOTO OUMETATITHIECKOTO pe3na

Fig. 2. Sketch of experimental bimetal road milling pick

Ha ocnoBe pazpaboTaHHOr0 3cKH3a pesla co-
3aHa MOJENb U aHaju3a IUIACTHYECKOTro Tede-
Hus B cpene nporpaMmmbl DEFORM-3D (puc. 3).

'eomeTpryeckue mapaMeTpsl yaHCOHAa U MaT-
puisl (puc. 3) IpUHUMAIHCH HA OCHOBE YIPOILICH-
HBIX T'€OMETPUYECKHX IapaMeTpOB ICKH3a OIIBIT-
HOro pesna. OObeM 3aroTOBKH paBeH O0beMY
mosioctd  popMo0oOpa30BaHUSI XBOCTOBHKA M MaT-
PUYHOM MONOCTH.

DCKH3 OCHACTKH JJIs KOMIIBIOTEPHOTO MOJECIH-
pOBaHHS TIpoIlecca IacTHdeckoro GpopmMoodpazo-
BaHWJ pe3lla MpUBeIeH Ha puc. 4.

Ilocne co3manust UCXOAHOW MOJIENIA B IIPEMPO-
neccope nporpammbel DEFORM-3D Obimn 3a1aHb1
CJICAYIOIINE UCXOAHbIE JaHHbIE!

200

— HayajJbHas CKOPOCTh Ne(OPMUPOBAHHA V) =
= (50-60) m/c;

— TeMmmeparypa COCTaBHOM 3arotoBku 1 =
= 1150 °C (yuuTpiBaeM, 9TO MOTEpPS TEMIEPaATy-
pel AT mipu iepeHoce OT MeYH J0 IITaMIla COCTaB-
nsiet 50 °C);

— y4eT MOTEepH TEIUIOTHl 3arOTOBKH MPH B3au-
MOJEHCTBUH C HHCTPYMEHTOM U INPUPALICHUE TEM-
nepaTypsl B xone AedopMupoBaHusi (mporpamma
oTpeenseT aBTOMaTHYECKH);

— xkoadunuent Tpenus f= 0,015 [7];

— KOJIMYECTBO KOHEYHBIX 3JIEMEHTOB B 00BbeMe
3arotoBku 20000 (3agaeTcs B 3aBUCUMOCTH OT Tpe-
OyeMoil TOUHOCTH pacdera).

2 34

Puc. 3. Monenp 1y1st aHaM3a MIIACTHIECKOTO TCUCHHUSI
COCTaBHOM 3arOTOBKH JI0 yIAPHOTO HArPYKEHUS COCTABHOM
3aroTOBKU: |1 — MyaHCOH; 2 — MaTpHLA; 3 — 3arOTOBKA;

4 — monocts 11 HopMOOOPa30BAHUST XBOCTOBUKA;

5 — MaTpu4Has MOJOCTh

Fig. 3. Model for analysis of plastic flow in composite
billet prior to its impact loading: 1 — punch; 2 — die; 3 — billet;
4 — shank forming cavity; 5 — die cavity
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Puc. 4. DcKu3 OCHACTKU AJISI KOMIIBIOTEPHOI'O MOAEIHPOBAHHUS

nporiecca IacTUYecKoro popmMooOdpa3oBaHus pesua:
1 — myaHcoH; 2 — noyrymaTpuna
Fig. 4. Sketch of die tooling for computer simulation
of road milling pick plastic shaping process:
1 — punch; 2 — die
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ITocne BBOAa HaHHBIX 3aITyCKAaETCs MOIIArOBBII
MIPOIECC CUMYJISIMH C BO3MOXXHOCTBIO BBOJA JIH-
HUM pa3liena OMMeTayla U MPOCMOTPa KapTHHBI
TEUYCHHS Ha JIOOOM Imare, T. €. MpH J00OM Iepe-
MEIICHUH TTyaHCOHA, HAllpUMEp B MOMEHT 3aBep-
meHwusI rporecca nedopMupoBanus (puc. 5).

x y

Puc. 5. Moaenb MIacTU4ecKOro TeYeHHs B MOMEHT
3aBepILeHUS Ipoliecca AeOPMUPOBAHIS COCTABHO 3arOTOBKH:
1 — myaHncoH; 2 — nonymarpuna; 3 — npoaedhopMHUpOBaHHasT
3ar0TOBKa
Fig. 5. Model of plastic flow at the process completion
moment for composite billet deformation process:

1 — punch; 2 — die; 3 — deformed billet

IIpn xommbroTepHOM MoOAenupoBaHun B DE-
FORM-3D pang onTuMH3aluu 3KCIEPUMEHTAIb-
HBIX UCCIICIOBAaHUHN IUIACTHYECKOTO TEUYCHHUS OU-
METAJUTUYECKUX 3arOTOBOK CYIIECTBYET BO3MOXK-
HOCTh CO3HaHHS «oOpaTHOI» Mozenu. 3amaBas
B MOJICJIH TIPOJIe)OPMUPOBAHHOTO 00pasia Tpedy-
eMyI0 JIMHHIO pa3jenia IByX MeTaioB (puc. 6a,
nuHust A) U «0OpaTHBIMY» MOJCTUPOBAHHEM ITPH-
JlaBasi cCoOCTaBHOMY 00pasiy ¢opmy a0 aedopma-
MY, MOXHO YCTaHOBUTH ONTHMAIBHYIO (QopMy
COMPSDKCHHUS JBYX 4YacCTed WCXOMHOW 3aroToB-
ku (puc. 6b, nunus B).

OTMedyeHHOE 00CTOSATENHCTBO TO3BOIUIIO YCTa-
HOBHUTH JI0 Hadaja dKCIEPUMEHTAIBHBIX HCCIIE0-
BaHUI BHUJ| CONpATaeMbIX MOBEPXHOCTEH M Xapak-
Tep W3MEHEHHs TOBEPXHOCTH pasjiena B BHyTpH
COCTaBHOTO oOpasma (puc. 6b), ciocoOHOI B mMpo-
necce nedopManuu TpaHchOpMHPOBATHECS B TLIOC-
KyI0 TIOBEpXHOCTh, Ha 0a3e KOTOpOH cozmaercs
HEPa3bEeMHOE COCIUHEHHE ABYX YacTeld OumMerain-
JIMYECKOTO pe3lia.

Takum 00pa3oM, Ha OCHOBE IMOJIYYEHHOU «00-
paTHOI» MOJIENTN 3arOTOBKH CO3/IaH 3CKU3 3arOTOB-
KH OIBITHOTO pe3ia (puc. 7b) myTeMm anmpoKCHMH-
pOBaHUs pa3MepoB MoJeH (puc. 7a).

[ Hayka
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12 3 B 4 |

Puc. 6. Mopenb Im1acTHIecKOro TeIeHus poiehOpMUPOBAHHON
3aroTOBKU: 1 — IMyaHCOH; 2 — NOIyMaTpulla;
3 — KOHCTPYKILHOHHAsS CTallb; 4 — OBICTPOPEXKYILAs CTallb

Fig. 6. Model of plastic flow in deformed billet: 1 — punch;
2 — die; 3 — structural steel; 4 — high-speed steel
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Puc. 7. Coznanue 3cKHu3a 3arOTOBKH OIIBITHOTO pe3Iia
Ha OCHOBE IOJY4E€HHOH «00paTHO» MoJenn

Fig. 7. Sketch of composite billet for experimental road
milling pick based on the obtained “reverse” model

CpaBHUTENBHBIA aHATHN3 IIACTHYECKOTO Tede-
HUS peajbHBIX 00pa3llOB, U3TOTOBJICHHBIX IO TEX-
HoJoruM, omnucaHHoi B [8—10], u mOIy4eHHBIX
MoJieJiel TIPOU3BOAMIICS B TpadUuecKOM PeaKTo-
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pe KOMIIAC mytem HaNOXEHUS JWUHUN pasge-
na aByx marepuaioB 1 u 2 (puc. 8, nuHug A Ha
TuHUIo B).

Puc. 8. CpaBHUTENIbHBINA aHAIU3 TUIACTUYECKOTO TEUCHUS
peanbHBIX 00pa3LoB (a) U MoyTydeHHbIX Mozenei (b):
1 — crans 40X; 2 — cTans P18

Fig. 8. Comparative analysis of plastic flow
in real samples (a) and obtained models (b):
1 — steel 40X; 2 — steel P18

OTHOCUTENIBHOE PACXOXACHWE HECOBMANal0-
mwx To4yek He mpesbimano 10 %. 31o oObsiIcHsET-
Csi TeM, 4YTO JUIsI MOAENEH NPUHATH HAeaIbHBIC
ycioBus 1ehOpMHUPOBaHNS, HE YUYUTHIBAIOIIUE JI0-
MTyCKH, Ha3Ha4aeMble TIPY W3TOTOBJICHUHN PeaTbHON
OCHACTKH, W (U3NIECKYI0O TMPHUPOIY CTPOCHHS pe-
aMbHBIX METAJIOB. B 1memom ’xe MomenupoBa-
HUE TUIACTHYECKOTO TEYeHHS OMMETaTMIeCKIX
COCTaBHBIX 3arOTOBOK, KaK 3TO BUAHO W3 PacCMOT-
peHus JIMHUKA pa3fena AByX MaTepuayioB A u B Ha
puc. 8, SIBIIIETCS KAYeCTBEHHBIM U JIOCTOBEPHBIM.

BBIBOJIbI

1. ITocTpoeHBI ¥ U3YYCHBI MOJICITH TOTyYCHUS
OMMETAIUTMIECKUX PE3IOB IS JOPOKHBIX MAITiH
B KommbioTepHOU mporpamme DEFORM-3D wme-
TOJIOM KOHEUHBIX 3JICMEHTOB.

2. TlpoBeneH CpaBHUTENbHBIN aHANW3 ILIACTH-
YECKOr'0 TEUCHUS PeajbHBIX M MOJIENBHBIX 00pa3-
OB U YCTAHOBJEHO, YTO IOJYYEHHBIC MOJEIU
MPEIOCTABISAIOT KAUYEeCTBEHHYIO U JIOCTOBEPHYIO
KapTUHY IJIACTUYECKOTO TEYCHUS B MPOIIECCE CKO-
POCTHOTO TOPSYETO BHIAABIUBAHUS.
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3. BO3MOXHOCTE «00OpaTHOT0» MOACITHPOBAHUS
MO3BOJISIET /10 MPOBEACHHUS AKCIICPUMEHTAIBHBIX
UCCJIEZIOBAaHUI yCTAHOBHUTH ONTHMANBHYIO (GopMmy
W3TOTOBJICHUSI COCTABHOM OMMETaJUIMYEeCKOi 3aro-
TOBKH, YTO IMPEACTaBiIsieT COOOH BKJIaa B TEOPHIO
MaTeMaTHYECKOTO IUIAHUPOBAHHS HSKCIEPUMEHTA
B YacTH YCTaHOBJICHUS MWHHMAJIBHOTO KOJIMYe-
CTBa SKCIIEPUMEHTOB C IPOTHO3MPYEMBIM pac-
MOJIOKEHUEM TOBEPXHOCTH COCAMHSIEMBIX pa3HoO-
POIHBIX MaTepualoB B MPOLECCE H3rOTOBJICHUS
OMMeTaNTNIECKHX JIeTallel pa3IugHOro (yHKITHO-
HaJIbHOTO Ha3HAYCHHSI.
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