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CKOPOCTHBIM IOPSYMM BbIIABJIUBAHUEM
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Pedepar. Haubonee akTyanbHbIe BOIPOCH! Pa3BUTHs TEXHUKU BKIIOYAIOT B ce0sl pa3pabOTKy TEXHOJIOTHYECKHX MPOIECCOB,
MO3BOJISIOMINX MIPU CHIKEHUH CEOECTOMMOCTH IMOJTydYaTh W3NS C aHAIOTMYHBIMH WM YJIyYIIEHHBIMH 3KCIUTyaTallMOHHbI-
MM XapaKTepUCTHKaMU. B 3Toii cBA3M BecbMa MEPCIEKTUBHBI IPOLECCHI IIIACTUYECKOTO ()OPMON3MEHEHHUS METAIIOB, B 4aCT-
HOCTH IIPOLIECCHI CKOPOCTHOTO TOPSIYEro BBIJABIMBAHMS, KOTOPBIC Hapsly € BO3MOXKHOCTBIO IIOJy4aTh MOTyhaOpHKaThl
C MHUHHUMAJBHBIMH ITIPHIIYCKaMH IMOJ MEXaHHYECKYI0 00pabOTKy Tarske MO3BOJIOT PEaln3oBaTh B TOM JKE€ TEXHOJOTHYE-
CKOM IIpoliecce IMOJy4YeHHEe HEPa3beMHOI0 OMMETaTIMYEeCKOr0 COSJMHEHMsS PAa3HOPOIHBIX CTaleil, YTO OTKPBHIBACT HOBBIC
BO3MOKHOCTH IIPH TIPOU3BOACTBE MHCTPYMEHTA Pa3IMYHOrO HazHauyeHus. L{enbio naHHOI paboThl ABIAIachk pa3padoTKa Jia-
GOpaTOPHBIX TEXHOJIOTHH MOMYUESHHS PA3IMYHbIX THIIOB OMMETAIUNIMYECKUX 1101y pabpUKaTOB HHCTPYMEHTA C BO3MOKHOCTBIO
9KOHOMMHU JICTUPOBAHHBIX CTaJeH, MPUMEHIEMbIX B HHCTPYMEHTAILHOM XO3SIHCTBE, IyTeM X 3aMeHsl (10 80-90 %) Ha koH-
CTPYKLHMOHHBIe cTany. I1o pe3ynbraTaMm MpoOBEAECHHOIO aHAIMTHYECKOTO 0030pa OIpe/eNIeHo, YTO MpU pa3paboTke (HU3HKO-
MaTeMaTHYEeCKUX MoJeJell Ul CKOPOCTHOTO TOPSYEro BBbIIABIMBAHMS YAOOHO HCIIONIBb30BAaTh METOJ BEpXHEHl OLCHKH,
TIpUYEM CIIEAYeT OIUPATHCS Ha yclIoBHe miactuaHocTH ['ybepa—Museca 1 MaTeMaTH4ECKHI OIBIT TEPMOJUHAMUKY HECTaIlU-
OHapHBIX MpoleccoB. Takxke ompeeneHbl KPUTEPUU MONYYSHHUs KauyeCTBEHHOTO OMMETAUIMYECKOTO COCIMHEHHUS IMyTeM
Je(opMaIMOHHOTO BO3AEHCTBUS IIPY COBMECTHOM IUIACTUYECKOM TE€UYEHUM. B pesynbraTe SKCIEpPUMEHTAIbHBIX HCCIE0Ba-
HHUH pa3paboTaHbl cxeMbl NeOpPMHUPOBAHUS W HKCHEPUMEHTAJIbHAS IITAMIIOBAs OCHACTKA JUIS PeaM3aliy JabopaTOpHBIX
TEXHOJIOTHH, yCTAHOBJIEHBI OITUMAIIbHASI TEOMETPHSI COCTABHBIX 3arOTOBOK U 3HEPTOCHIIOBBIE ITapaMeTphl, 00ecreurBaroie
Kak (opMooOpa3oBaHue MOy (PaOPUKATOB HWHCTPYMCHTAJILHOTO HAa3HAYCHHUS, TaK U (POPMHUPOBAHHE OUMETALTHYCCKOTO
COCIMHEHMS PasHOPOIHBIX cTaneil B uX cocTaBe. [IpoBeleH KaueCTBEHHBIH CTPYKTYpHO-()Aa30BbI aHANNU3 C IPUMEHEHHUEM
METOAMK HMCCIIEAO0BAHUS MHKPOCTPYKTYPBl B MHKPOTBEPJIOCTH INOJTYYEHHBIX CKOPOCTHBIM TOPSYUM BBIJIABIHBAaHUEM OUMe-
TAJUIMYECKUX 0Ty (HaOpHKaTOB Kak B 30HE OMMETAIUIMYECKOTO0 COSANHEHHs, TaK U B o01eM oobeme oOpasuoB. [TomyyeHHble
PEe3yJIbTaThl POJEMOHCTPUPOBAIN BBICOKMII MOTEHIMAN JUIS BHEAPEHUs pa3pabOTaHHBIX JaOOPATOPHBIX TEXHOJIOTHIl B IIPO-
MBIIICHHOE MTPOU3BOJICTBO.
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Abstract. The most pressing issues in the development of technology include the development of technological processes
that allow to obtain products with similar or improved performance characteristics while reducing cost. In this regard,
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the processes of plastic forming of metals are very promising, in particular the processes of high-speed hot extrusion, which,
along with the possibility of obtaining semi-finished products with minimal allowances for mechanical processing, also make
it possible to implement in the same technological process the production of a permanent bimetallic connection of dissimilar
steels, which opens up new possibilities in the production of tools for various purposes. The aim of this work was to develop
laboratory technologies for obtaining various types of bimetallic semi-finished tool products with the possibility of saving
alloy steels used in tool making by replacing them (up to 80-90 %) with structural steels. Based on the results of the con-
ducted analytical review, it was determined that when developing physical and mathematical models for high-speed hot extru-
sion, it is conve-nient to use the upper estimate method, and one should rely on the Huber-Mises plasticity condition and
the mathematical experience of thermodynamics of non-stationary processes. The criteria for obtaining a high-quality bimetal-
lic compound by deformation action during joint plastic flow were also determined. As a result of experimental studies,
deformation schemes and experimental die tooling for the implementation of laboratory technologies were developed,
the optimal geometry of composite blanks and energy-force parameters were established, ensuring both the formation of semi-
finished products for tool purposes and the formation of a bimetallic connection of dissimilar steels in their composition.
A qualitative structural-phase analysis was carried out using methods for studying the microstructure and microhardness
obtained by high-speed hot extrusion of bimetallic semi-finished products, both in the bimetallic joint zone and in the total
volume of samples. The obtained results demonstrated high potential for the implementation of the developed laboratory
technologies in industrial production.

Key words: bimetal, shaping, speed, model, dynamics, kinematics, power, inertia, loading, deformation, plastic flow, stamp,
section, microstructure, microhardness
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BBenenune

I'MaBHBIMH yCIIOBUSIMH Pa3BUTHS COBPEMEH-
HOW HAYKH W TEXHHKH SIBIISIIOTCS CHIDKEHHE Me-
TaJUIOEMKOCTH Y TIOBBINICHUE KOI(PQPUIIMCHTA HC-
MOJb30BaHMsI METaJlIa, MOBBINICHHE YACITbHON
MOIIHOCTH MPUMEHSIEMOT0 00OpYIOBaHHUS M WH-
TEHCU(HUKAIUSI TEXHOJIOTHYECKUX MPOIECCOB,

[Toydyenne OmMeTaIMYecKuX Moy dadpuka-
TOB C MAaKCHMAJbHOW DSKOHOMHEH HHCTPYMEH-
TaTbHBIX W BBICOKOJICTHPOBAHHBIX CTaJIed C
HaWMEHbBIEH Ce0eCTOMMOCTRI0 W CHU)KEHHEM
TPYJAOEMKOCTH TIPH MOCICIYIOMECH MEXaHUIECKO#
00pa0oTKe — OJHAa W3 TJIABHBIX 3a7ay MalluHO-
ctpoenus. Takum 00pa3oM, MEPCHEKTHBHBIM
HamnpaBJIeHHEM B 00JacTH oOpabOTKM METasioB
SABIACTCA BHEAPCHUC TCXHOJOTHYCCKHUX IIPOLECC-
COB CKOpOCTHOTO ropsiuero BeimaBinuBanus (CI'B),
KOTOpbIC MO3BOJSIOT Hapsay ¢ (Gopmoobpaso-
BaHHWeM TpeOyemoro monydadpukata 3a OIUH
TEXHOJIOTHYECKUN Tepexo; (GOpMHpPOBATH OmMMe-
TAUIMYECKOE COCAMHEHHE W3 HEJIOPOTHX KOH-
CTPYKIMOHHBIX CTajJeii B KOMIIO3UIMK C OoJiee
JIOPOTOCTOSIIIUMH HHCTPYMEHTAJIbHBIMUA U BBICO-
KOJISTUPOBAaHHBIMU CTATSIMH. B 3TOM ciydae pac-
XOJl JIOPOTOCTOSIIMX MaTCPUAIOB YMEHBIIIACTCS
Ha 8090 %.

HccnenoBanue moBeACHUs METAIUIOB MO ACH-
CTBUEM KPAaTKOBPEMEHHBIX HArpy30K, BBI3BIBAIO-
X HecTallMOHApHBIE AedopManud B 00JIaCTH
TUTACTUYECKOTO (POPMOM3MEHEHUS, — aKTyallbHas
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U CIIOKHAs mpobJieMa B BOIpocax 00pabOTKU Me-
TaJUIOB NaBiieHueM. st ee pemeHus Heo0X0aIuMo
pPa3BUTHE MAaTEMATHYECKUX U KOMITbIOTEPHBIX MO-
JIeNieH, a TaKKe SKCICPUMEHTAIbHBIX METOIUK
U CPEACTB HCCIICIOBaHUS OBICTPOIPOTEKAIOIINX
HECTAI[HOHAPHBIX MPOIIECCOB Ae(HOPMUPOBAHHUSL.

OcHoBHAasl YacTh

MN3yuenue mnponeccoB CI'B  meraminmueckux
CIJIaBOB OCHOBBIBACTCS Ha 3aKOHE COXPaHEHHUs
9HEPTUU, M3 KOTOPOTO BBITEKAIOT YPABHEHUS
IOBIDKEHHS CIUIOIIHBIX CpeA, BCJIECACTBHE YEro
MOXHO TOJYYHTh OCHOBHBIE 3aBUCHMOCTH, OITHU-
CBIBAIOIIME CKOPOCTHOE BBIAABIMBAHUE, U pa3pa-
0oTaTh (U3MKO-MATEMaTUYECKUE MOAEIH JUIs
OTpe/ieNieHHs] OCHOBHBIX TEXHOJIOTUYECKUX Mapa-
MmeTpos. Ilpu pazpaboTke MaremMaTnyeckux Moje-
Jed ciaemyeT NPHUIEPXKHUBATHCS THIIOTE3bl O
CIUIOIIHOCTU Ae(opMUpyeMoii cpelbl, OTBevaro-
meit ycnoBuio TacTuaHOCTH ['yOepa—Mmuzeca,
U ONMPAThCSl HA MATEMaTHYECKHH OIBIT TEPMOJIH-
HAMUKH HECTAIIMOHAPHBIX mporieccoB [1-3].

[l TeopeTHyecKoro MccieJoBaHus Ipolecca
CI'B Oumeramnuueckux mony¢habpuKaToB WH-
CTPYMEHTA UCIIOJIL3YIOTCS MOJIENIU TWHAMUYECKO-
ro B3aMMOJIEHCTBUS CHCTEMBI «IIyaHCOH — aedop-
MHUpyeMasi 3ar0TOBKaY.

B kaudecTBe TEOPETHYECKOTO DPEHICHUS TaKHX
3a7ad  ymOOHO MCIONB30BAaTh MPUOIMKEHHBIHA
SHEPTEeTHUECKHH METOJl (METO/ BEpPXHEH OLIEHKH),
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OCHOBaHHBIH Ha KMCIIOJIb30BAHHM KHHEMAaTHYECKU
BO3MOJKHOTO TIOJII CKOPOCTEH, peoOpa3oBaHHOTO
U3 JNEHUCTBUTENBHOIO HEMPEPLIBHOTO MOJS JUHUN
CKOJIBKEHMSI TyTEM JIMHEHHON amnmpoKCUMalUu.
JlaHHBIA METOJ, MO3BOJISIET COBMECTHO HMCIIOIb30-
BaTh AHAJUTHYECKUE H TpadUUecKue CIoCOObI
pemieHus, a TOYHOCTh PE3yJIbTATOB OMPEISISICTCS
PacCXOXIACHUEM MEXAaHUYECKUX XapaKTEPUCTUK
MaTepuasioB U ycnoBuil Tperus [1-3].

I[ToMrMMO TEOpPETHYECKOr0 HCCIIEIOBaHUS Ha-
npsbKeHHO-aedopmupyemoro cocrosaus ipu CI'B
METOJIOM BEPXHEH OIEHKH pPEIIaeTcss OCHOBHAS
TEXHOJIOTUYECKAas 3ajaya Mo OMpPEeEICHUIO dHEep-
TOCHJIOBBIX ITAPaMETPOB IIpoIecca.

O06o0menHas  (hU3UKO-MaTeMaTH4ecKas Mo-
JleJb OCHOBBIBAETCSI HA COCTABJICHUU YypaBHE-
HUs OajaHca MOIIHOCTEH BHYTPCHHUX W BHEIITHHX
cmn [1-3]

VK{ = VVC.C = Wco6 + Wm/u-[ T Wm—[’ (1)

rae W, — MOIHOCTh 1e(hOpMHPYIOIIETO yaHCOHA;
W, — cyMMapHasi MOLUTHOCTb CUJI COIIPOTUBIICHHUS;
Weos — MOIIHOCTB CHJI COOCTBEHHOTO COTIPOTHBIIE-
HUS MeTamia aeopMupoBaHuio; W, — TO XKe OT
JNEHCTBUSL TWHAMHYECKHX HAmpsHKeHWH Ha TI0-
BEPXHOCTSAX pa3phiBa cKopoctei; Wy, — To xe
JOKATbHBIX CHJI WHEPUWH ABIKYIIEHCS 3aro-
TOBKH.

B Beipaxkenuu (1) momHocTts Wy, sBIseTCS
3HAKONEPEMEHHON BEIMYMHOM, TaK Kak IpoLecc
BBIJIaBIIUBAHUS pa3lIesieTCs Ha CTaJIMMd pa3roHa
Y TOPMOKCHHSL.

Cragum pa3roHa NPEeUMYIIECTBEHHO COOTBET-
CTBYIOT 3allPpeCCOBKA B MAaTPUYHYIO ITOJIOCTH 3aro-
TOBKH W BBHIIABJIMBAaHHE 3JEMEHTOB MOy dadpu-
Kara C HaMEHBIIMMHU CTeNeHsAMH Aedopmanuu,
a CTaJANH TOPMOXKEHHS — BBIJABJIMBAaHUE JJIEMEH-
TOB C OOJIBIIIMMH CTETICHAMU JedopMaIuu.

Takum 00pa3oMm, Ha CTaJuU pa3roHa JOKaJb-
HBIC CHJIBI MHEPIIUU HAIPABIEHBI B CTOPOHY, MPO-
THUBOTIOJIOXKHYIO XOJIly JBIDKEHHS TyaHCOHA, TaK
KaK MOIHOCTh W, 3arpadnBaeTcsi Ha IMpPEOO-
JIeHWe BHYTPEHHUX CHJI CONPOTHUBIEHHS nedop-
MHUPOBAaHUIO MaTepuaja W Tepexoh W3 YIIPYro-
MJIaCTHYECKON 00iacTu B muiacTudeckyro. IloaTo-
My CTaaMs pa3roHa XapaKTepU3yercs TeM, YTO
BenuunHa MouiHoctu Wy, B ypaBHenun (1) Oeper-
Cs1 CO 3HAKOM ILTIOC.
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Ilepexon oT cTagum pasroHa K CTaJuHd TOPMO-
JKEHHSI IPOUCXOANT OJTHOMOMEHTHO W XapaKTepH-
3yeTcss MaKCHMaJbHBIM YCHJIMEM Ha IIyaHCOHE.
JIoxabHBIE CHIIBI HWHEPUHU MCHAIOT CBOC HAIlpaB-
JIeHWe Ha TPOTHBOIIOJIOKHOE M JEHCTBYIOT I10
XOAy IBWXKEHHsI MyaHcoHa. OTMEYeHHOEe «BCIIO-
MoraTelbHOe» ACUCTBHE CHJI MHEpUUU Je(opMu-
pyeMoil 3aroTOBKM TPHUBOJUT K YMEHBIICHUIO
Harpy3KH Ha MyaHCOH W CHIDKEHHIO €r0 MOLIHO-
¢ty W,. YunuTbIBas CKa3aHHOE, HAa CTaIUU TOPMO-
JKEHHsI COCTAaBJISIONIAs MOIIHOCTH BHYTPEHHHX
cuit Wy, Gepercs B (1) co 3Hakom munyc [1-3].

Y4uuTeIBas BBIIEONMCAHHOE, UIS Pa3pabOTKH
(hM3UKO-MaTeMaTHYeCKNX MOZENeH pa3IMuHBIX
TexHosorndeckux mnponeccoB CI'B crenyer onu-
patbcsi Ha (PHU3MYECKO-MEXaHHMYECKHE CBOWMCTBa
o0OpabaThiBaeMbIX MaTepHajoB, TEOMETPHUYECKUE
napamMeTpsl U oINpefesieHus KOJUUeCTBa Ipo/ie-
(hopMupOBaHHOTO MaTepuana U OINpEeTIeHUs 3a-
BHCHMOCTH TIpefiefla TeKy4ecTH OT MapaMeTpOB
Harpy KeHHsl.

Jna momydeHus KadecTBEHHOTO W MPOYHOTO
OMMEeTaNTNIEeCKOTO COSAMHEHUS OCHOBBI U pado-
Yeil yacTu nonydadpukara TpeOdyeTcs MmoidydeHue
COBMECTHBIX METAJUTMYECKHX CBS3€H MyTeM [ie-
(hopMaIrMOHHOTO BO3JIEHCTBHSI Ha COETUHIEMBIE
MaTepualbl B 30HE KOHTAaKTa, KOTOPOE TOCTUTAET-
cs mpu CI'B myTeM COBMECTHOTO IIIACTHUECKOTO
Te4YeHUs. MeTalIn4ecKre CBA3H 110 CBOCU CYyTH He
OTHOCATCA K XUMUYCCKUM CBA3iIM, U IIOHATHUC MC-
TAJUTMYECKON CBSI3M MOXKHO CUHMTATh Ka4deCTBEH-
HBIM, TaK KaK METaJulbl OOBIYHO HE MMEIOT MOJIe-
KYJSIpDHOTO CTPOCHHUA, a UX aTOMbI COCAHUHAIOTCA
B KpucTaimmdeckne oOpazoBaHus. Hocurenem
CBOWCTB BEIECTBA B JTOM CIlydae SBISETCS HE
Mojekyna, a ¢aza. Kpome Toro, moBepxHOCTH
TBEPAbIX TENl HACHIIIEHBl CBSA3BI0 C aTOMaMH
OKpYy KaroIllel cpeapl, T. €. UMEIOT OKHUCHBIE U
uHbIe TUIeHkKH (puc. 1) [4].

HemocpenctBenHo Hanm [OBEHHIBHOH ((hm3u-
YeCKH M XMMHUYECKH YHCTOW) MOBEPXHOCTHIO Me-
Talula OOBIYHO HAXOJUTCS CJOH €ro OKCH-
JIOB, MIMEIOIINH TOJIIMHY HECKOJNBKHUX aHTCTpe-
MoB (1 A=10"cm).

[Ipn HammaBke pabodero cios HalIW4dhe aji-
COpPOIIMOHHBIX CJIO0EB HE OKa3bIBaeT 3HAYUTEIHHO-
IO BIMSHHUS HA MPOYHOCTb COEAMHEHHMSA, TaK Kak
OHM B TIpOIleccE€ MPOTEKAIOIMIMX MeTaJuIypruye-
CKMX pEaKIui TepexofsIT B IIJIaK W YaCTHIHO
CMELIMBAIOTCS C METAJJIOM OCHOBHOM YacCTH.
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Puc. 1. PacrionoxxeHue 0CHOBHBIX aZ[COp6III/IOHHI>IX CJIOEB Ha NOBEPXHOCTU TEXHUICCKOI'0O METaJllia

Fig. 1. Location of the main adsorption layers on the surface of technical metal

[Tpu nedpopmarimoHHOM COeTUHEHUH (IO WU B
mpoIriecce) X yaajaeHue W 3HAYUTEIbHOE APO0-
JIEHWE 10 CMEIIUBAHUs C COSAMHSIEMBIMH MeETall-
JJaMH ABJIACTCA OJHUM U3 I'JIaBHBIX YCJ]OBI/Iﬁ JJIsL
pa3BUTHS HOPMANBHBIX XWMHYECKHX CBS3ed B
30HE KOHTAaKTa KPUCTAUIMUYECKHX PELIETOK CO-
CANHACMBIX MaTCpUajioB.

Pemrenne maHHOW MPOOIEMBI SBIISIETCS BaX-
HBIM aclleKTOM NpH pa3paboTKe T'eOMETPUHU CO-
CTaBHOW 3aroTOBKH, IIOATOTOBKE COEIHMHSIEMBIX
MTOBEPXHOCTEM, 3aIlIUTe OT OKHCIICHUS B IPOIIECCce
HarpeBa 3aroTOBKM TEXHOJOTMYECKHX CXEM BBI-
JaBJINBaHUS.

I'maBHBIM IpenMyTIIECTBOM Ae(POPMAIHOHHOTO
COCAMHEHHS SIBIISIETCS OTKa3 OT MPHIIOEB, (IIOCOB
W OrpaHMYCHHH IO COOTHOUIICHUIO TONIIMH CO-
eANHAEMbIX YacTeld pa3HOOOpa3HBIX MeTaJuThude-
CKHX MaTepHasoB.

JlabopaTopHble TEXHOJIOTUHA
CKOPOCTHOTO TOpsiYero BbIAaBJIMBAHUA

B benopycckoM HallMOHAJIbHOM TE€XHUYECKOM
YHUBEpCHTETE Ha 0a3e HayYHO-HCCIIEI0BATEIb-
CKuX Jaboparopuii kKadeapsl «MamHbl U TEXHO-
JOrHKM O00pabOTKH METAIIOB AaBJICHHEM» W Ka-
¢denpel  «'MOpOTEXHUYECKOE, JHEPTETHYECKOe
CTPOUTENBCTBO, BOAHBIA TPAHCIOPT U THUAPABIIU-
Ka» pa3paboTaHbl JTabOpaTOpPHBIE TEXHOJOTHUU
CI'B TUIOBBIX OMMETaNTMYECKHX MOy hadbpuka-
TOB JIeTaJlell IITaMIIOBOH OCHACTKH C (OopMOOOpa-
3YIOIMMH TIOJIOCTSMH, CTEPXKHEBBIX JAeTaled H
TaHT€HIMAIBHBIX PE3IIOB, IPUMEHIEMBIX VIS pa3-
pYLICHUS! TOPHBIX IMOPOJ U CHATHA JOPOKHOTO
HOJNIOTHA. JIaHHBIE TEXMPOIECCHl OTPaXKaloT OC-
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HOBHBIE MEXaHHM3MbI MONYYEHUs OWMeTaInye-
CKOTO COEIMHEHMs IPHU Pa3JIMYHBIX CXeMax Jie-
(hopmupoBaHus.

[Ipu pazpaborke naboOpaTOpHBIX TEXHOJIO-
ruii CI'B OmMerammuecknx 1oy haOpHUKaToB
B KauecTBe AeTalel-pencTaBuTeneil ObLIM BbI-
OpaHbl BCTaBKa MyaHCOHA W3 HOMEHKIATYpPbl WH-
CTPYMEHTAJIbHO-LITAMIIOBOTO IIPOU3BOJACTBA IS
metusHoro 1exa OAO «MA3» (puc. 2a), mpo-
LIMBHON ITyaHCOH M3 HOMEHKJIATypbl WHCTPYMEH-
tagpHOTO Tpom3BoacTBa OAO «MA3» misd Ky3-
HEYHOTO 1exa (puc. 2b) U TaHTeHIMAIbHBINA pe3ell
¢bupmer Wirtgen W6/20 (puc. 2c).

Ortpabotka mabopaTopHbix TexHomoruii CI'B
MIpOBOAMIACh HAa TOPU3OHTAIBHOM yCTAHOBKE
C HCIIOJIb30BAaHUEM pa3bEMHBIX KOHHYECKHX I10-
JiyMaTpull 1, KOTOpbIe 3a CUET CBOEH KOHUYECKOU
¢dopmbl puKcHpoBaIUCH B Tamiie 2 (puc. 3).

IlItamn coctout u3 000MMBI 3, KOTOpas UMEET
OTBETHYI0 KOHHYECKYI0 IOBEPXHOCTH IOJyMaT-
pun 1. {7 yBenmuaeHust Ipo4HOCTH 000MMBI 3 OHA
ycuiieHa OaHnaxaMu 4 1 5, mpudeM OaHgax 5 umeeT
(utaHen U1l KpervieHust K mre 6 mrammna 2 npu-
KUMHBIM KOJIBIIOM 7 ¥ Jaliee K maboTHOW muTe 8
TOPU30HTATBHOW YCTaHOBKH TIOCPEACTBOM 007-
ToB 9. Takke B mramme 2 OpeayCMOTPEH TOp-
noBeli ymop 10, mpenoxpaHsoomuil miury 6
oT cmaTus. B HIDKHEH tumTe 6 W maboTHOW TUTH-
Te 8§ MPEeoyCMOTPEHO OTBEPCTHE VIS BBHITAJIKUBA-
TeNs MpU U3BJIeUeHnH noaymatpun 1. J{ns nepenaun
1e(hOPMUPYIOIIETO YCWIIUS CIIY>KUT IIPOMEXYTOU-
HbIi myaHcoH 11 mocpenctBom ynapHuka 12, pas-
TOHSEMOTO /10 TpeOyeMoil HauaJbHOM CKOPOCTH Vo
B CTBOJIE TOPU30HTAJILHON YCTAHOBKH.

195



Mamuuocmpoeuue U MawiuHogeoeHue

25026 AN
~ 4\v - - i
NS \/Ra 0.4 £ |80~ A TE 4 RIZ
AN : =
= ~
S * — °
g= o = e
R TS5 #2045, = ! “
> g — = P "
/ S | /Ra 1,25 S |5 ‘ ~
LT 225014 ] | | i
*RILS 760 |45 7| 3 NEDN
oy ' T 2 L ! 214,
3 +0,3 packu N ; f - -
$ ) 50 N 736,554 /- ay
= §~ QQ" 60~ 1«45° 220, 5,
& 236,

Puc. 2. )IeTaJ'[I/I-HpeI[CTaBI/ITeIII/IZ a — BCTaBKa ITyaHCOHaA, b- HpOH.IPIBHOﬁ ITyaHCOH; C — TaHFCHHPIaHBHLIﬁ pesen

Fig. 2. Representative products: a — punch insert; b — piercing punch; ¢ — tangential pick

| — momymaTpHIE! (semi-matrices);
2 —1tamn (stamp);

3 —oboiima (holder);

4 — Gangax (sleeve);

5 —0anmax (sleeve);

6 —mumta (plate);

7 — TIPIIKUMHOE KONBLO (pressure ring);
8 —uabornas muuta (anvil plate);
9 —6onr (bolt);

10 —TopuoBssiii ynop (facing stop);
11 —myarcos (punch);

12 12 — ynapuuk (striker)

Puc. 3. llltamn A1t CKOPOCTHOTO FOPSYEro BbIIABIMBAHUS

Fig. 3. Stamp for high-speed hot extrusion

Onucanue ycTpoicTBa TOPU30HTAIBHON ycCTa-
HOBKH M BHELIHWH BHJ IITAMIIOBOW OCHACTKH TO-
IPOOHO TIPUBEACHEI B paboTax [5, 6].

IIpu pa3zpaboTke TEOMETPUU COCTABHBIX 3a-
TOTOBOK HCIOJB30BAIN SKCIEPUMEHTAIbHBIE HC-
CIIEIOBAaHMSA Ha CBHHLOBBIX 00pasLax METOIOM
KOOPAWHATHOW CETKH, YTOObI ONpEAETIHTH 30HBI
WHTEHCHBHOTO TIJIACTUYECKOTO TEUSHHS, MOTOMY
YTO KAUeCTBEHHOE OHMMETAUIN4eCKOe COEIUHe-
HUe oOpasyeTcs NMpU COBMECTHOM IUIACTHYECKOM
TEUYEHUH Ha TpaHUIle pasliesia JAByX MaTepHaloB.
YTouneHne pasmepoB U (opMmBl HacTeil coc-
TaBHBIX 3aroTOBOK IPOM3BOIWIM IPU IOMOIIU
KOMIIBIOTEPHOT'O0 MOJAEIMPOBAHUS B IIPOTPAMMHOM
xoMmiuiekce DEFORM-3D.

JletanbHbple BBIYMCIUTEIbHBIE SKCIEPUMEH-
TaJIbHBIE HCCIICIOBAHUS TMPH TOMOLIM KOMIIBIO-

196

TEPHOTO MOJICIIMPOBAHHS MPEACTABICHBI B Pado-
tax [7-10].

CocTaBHbIE 3arOTOBKHM M3rOTaBIMBAJIUCH pe3a-
HUEM Ha TOKapHOM CTaHKE W3 IPYTKOB OJHOW IO-
cTaBKU. KOHTaKkTHBIE MOBEPXHOCTH MOABEPraIUCh
3a4iCTKE HaKAa4yHOH Oymaroil m mpoTHpKe 3TH-
J0BbIM cnupTOM. COCTaBHBIE 4YacTH 3arOTOBKU
COEIUHSIINCH ITyTEM 3alPECCOBKH C HATSITOM.

HarpeB cocTaBHBIX 3aroTOBOK OCYIIECTBIISUIN
B THIJIE C MOPOIIKOOOPa3HBIM JAPEBECHBIM YIIIEM
JUISL 3aIMTHl OT 00pa30BaHUsl OKAJMHBI U 00e3yT-
JIEPOKMBAHHA TOBEPXHOCTHOTO CIIOSI  CTajei.
B xadecTBe HarpeBaTelbHOrO YyCTpOWMCTBAa HC-
MOJIB30BAIM  DJIEKTPUUECKYI0 KaMEpHYIO Ie4b
CHOJI-2YM. Bpewms HarpeBa BbIOMpaiIH, UCXOAS
13 paBHOMEPHOI'O HarpeBa COCTAaBHOW 3aroTOBKH

I Hayka
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no Bcemy o0bemy (1 muH Ha 1 MM amamerpa 3a-
roroBkn). Pabouass Temmeparypa KOHTPOJHPO-
BaJIaCh C IMOMOIIBIO IUIATUHO-POIMEBOM TepMomna-
per TIIPT 01.01-000-B3-H-K799-4-320, coemuHeH-
HOM C MMKPOIPOLIECCOPHBIM H3MEpUTENeM-PETyIIs-
topom TPM-101. Ona cocrasmsina 7, = 1200 °C,
COOTBETCTBEHHO C YYETOM MOZCTBHIBAHUS 3arOTOBKU
Ipy MEpeHoce B IUTaMII TeMIlepaTypa Havana je-
¢dopmupoBanus cocrapisna 7y = 1150 °C [5, 6].

HauvanbHas ckopocTh nedopMupoBaHus IpU
CKOPOCTHOM TrOpsideM BBIIABIUBaHUU (PUKCHpOBa-
Jach ¢ NMPUMEHEHHWEM aKyCTHYECKOH METOIUKH,
KoTOpas omucana B padore [11].

s momydeHuss OuMeTaimaeckux nouryhadpu-
KaTOB JUISl IETAJIM «BCTaBKA ITyaHCOHA» B KayecTBE
pabouell 94acTh COCTaBHOM 3arOTOBKHM HCIIONB30-
Bald  BBICOKOJICTHPOBAHHYIO cTamb X12MO,
a B KauecTBE Marepuaja OCHOBbI — KOHCTPYK-
LHUOHHYIO cTanb 40X.

Ha puc. 4 nokazana cxema medopMHpPOBaHUS
st CI'B mgeraneit «BcTaBKa ITyHCOHAY.

Pexum CI'B ocymectsusiics B AManaso-
HE HayalbHBIX CKOpPOCTEH AeOpPMHPOBAHHA V) =
= 60-65 m/c.

[TomymaTpuupl | BBIIONHSIIMCH C TWIMHIPH-
YECKMM CKBO3HBIM OTBEPCTHEM IO AMAMETPY JHe-
TaJIN «BCTAaBKa IIyaHCOHA» C YYETOM IpPHILyCKa
noj mocienyromyo uumpoky. Kpome Toro,
B MOJIyMaTpULax BBHIMOJHEHA KOJbIIEBask MPOTOY-
Ka 5, KoTopasg Kak MUHMMYM B 2 pa3a IpeBbIIlIa-
€T MHCXOJHYIO IUIOMIaAh IONEPEYHOr0 CeueHUs
3aroTOBKH, a TaK)Xe Tra300TBOJALINE KaHAJIbI 7,
KOTOPBIE C YYETOM CXEMBI 3aKpBITON IITaMIOBKH
CIIy’KaT Ul yJaJeHus BO3IyXxa U3 30HbBI nedop-
MHUPOBaHUS U COOTBETCTBEHHO CHIDKEHHS Jieop-

Mupytomiero ycuinus. ®opmooOpasyronmii myaH-
COH 2 HW3rOTaBIUBAJICS MO CKOJB3SAMICH Mocanke
OTHOCHUTEIIBHO OTBEPCTHS MOIyMarpul l, a yactb
myaHcoHa uia (opMoOoOpa3OBaHUS IOJIOCTH BBI-
MOJHSUIACh TI0 pa3MepaM IOJIOCTH COTJIACHO Yep-
Texy (puc. 2 a). Ilonmnop 4 ciy>kut Uil yCTaHOBKU
COCTaBHOM 3aroTOBKH 3 B IOJIOKEHHE, 00ecIeurBa-
Iolllee COBMECTHOE 3aTeKaHWEe 4YacTed 3aroTOBKU B
KOJIBIICBYIO TIPOTOYKY 5 mpu GopMooOpa3oBaHUU
OnmeTaM4IecKoro noiydadpukara 6.

IIporiecc CI'B ocymiecTBisieTcss B Takou IIO-
cienoBarenbHOCTU. [locne cOOpky mTaMma Harpe-
Tasg 10 Ty = 1150 °C cocraBHas 3arotoBka 3 3a-
rpy’kaeTcsi B MATPUYHYIO MOJOCTh MOTyMaTpu 1,
3aTeM IMOMeEIaeTcs B MATPUYHYIO TOJOCThH (hop-
MOOOPAa3yIOLMii MyaHCOH 2, KOTOPOMY YJapHHU-
KoM (puc. 3, mo3. 12), pa3orHaHHbIM B CTBOJIE TO-
PHU30HTAIBHON YCTaHOBKM (Ha PUCYHKaxX HE IOKa-
3aHa) 0 CKOpoCcTH vy = 60-65 m/c, coobimaercs
9HEpTusi, 00ecreynBamas BBHICOKOCKOPOCTHYIO
nedopManuio COCTaBHOM 3aroToBKH 3.

Cragmst pa3roHa NpH BBICOKOCKOPOCTHOW [ie-
dopMaMu  CONMPOBOXKAAETCSI  BBIIABIMBAHHEM
(hopMooOpasyronieil MoNOCTH B BEPXHEH dacTu
COCTaBHOM 3aroTOBKHM M pacHpecCOBKOH COCTaB-
HOM 3arOTOBKH 3 B MAaTPUYHOM MOJIOCTH JI0 HaYaia
3aTeKaHusl B KOJIBLIEBYIO MpOTOuKy 5. Jlanee cie-
IOyeT cTalusi TOPMOXKEHHS, KOTOPO COOTBETCTBY-
€T paIualbHOe COBMECTHOE TUIACTHYECKOe Teue-
HUE 00BEMOB MeTajlla Ha MOBEPXHOCTIX KOHTAKTa
JIBYX 4acTel COCTABHOM 3arOTOBKH 3 B KOJBLEBYIO
MPOTOYKY 5, B pe3ysbrare uero ¢popmupyercs Ou-
MCTAJNIMYCCKOC COCAMHCHHUE MCEXKIAY ABYMs 4a-
CTSIMU 3aroToBKu ¢ (hopmMooOpa3oBaHHeM Oume-
TaJM4Yeckoro nonaydadpukara 6 [1, 5].

Vo = 60—65 m/c

Mocne aedpopmannu
After deformation

o aedopmariin
Before deformation

Puc. 4. Cxema nehopMHUPOBaHHUS JIJIsI CKOPOCTHOTO TOPSYETO BBHIAABIMBAHUS OMMETAUTMYCCKUX 10Ty paOpUKaToB
JIeTall «BCTaBKa MyHCOHa»: 1 — moiymatpuua; 2 — hopMooOpa3yoLuii yaHCOH; 3 — COCTaBHas 3aroToBKa; 4 — MOAIOP;
5 — KonbIEeBas NPOTOUKa; 6 — OuMeTauaeckuii moiyhadbpukar; 7 — Ta300TBOAALINE KaHAJBI

Fig. 4. Deformation scheme for high-speed hot extrusion of bimetallic semi-finished products of the “tangential pick” part:
1 — semi-matrix; 2 — forming punch; 3 — composite billet; 4 — support; 5 — ring groove;
6 — bimetallic semi-finished product; 7 — exhaust gas channels
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Jns monydeHus OMMETaUTMYECKUX Moy hao-
pUKaTOB A JA€Tald «IPOUIMBHOM ITyaHCOH»
B KadecTBe pabodeil JacTH COCTaBHOW 3aroTOB-
KM HCHOJb30BaJM JIETUPOBAHHYIO cTaib SXHM,
a B KayecTBE MaTepHaja OCHOBBI — KOHCTPYKLH-
oHHy!0 cTanb 40X.

Ha puc. 5 mokazana cxema nedopMupoBaHus
st CI'B peraneit «pommBHON ITyaHCOHY.

Pexxum CI'B ocymecTBimsiics B Iuama3oHe
HaYallbHBIX CKOpPOCTEW neOpMUPOBAHUS V, =
=75-80 m/c.

[onymaTpunpl | BBINONHSINCH C UWIMHAPH-
YECKON MPUEMHON YacThi0 MO JUAMETPY COCTaB-
HOHW 3aroToBkH 3 W QopMoodpasyronield MaTpu-
HOW TIOJOCTBIO COTNIAaCHO uepTexy (puc. 2b)
¢ yderoM mpunyckoB mnoj numdosBky. Takxke B
JIOHHOM YacTH BBHITIOJTHEH Ta300TBOIAIIMI KaHall 5
Ui yOaleHus BO3IyXa M3 30HBI J1e(OopMHPOBa-
Hus. Macrep-niyaHcoH 2 HW3rOTaBIUBAJICS IO
CKOJIB3SIIIEH TIOCalKe OTHOCUTEIBHO MPHEMHOTO
OTBEpCTHS MOTyMaTpuIl 1.

IIpomecc CI'B ocymiecTBisieTcss B Tako#l Imo-
cienoBarenbHOcTH. [locne cOopku mTaMmna Harpe-
tast 1o Ty = 1150 °C cocrtaBHas 3aroToBka 3 3a-
rpy’kaercsi B IPHEMHOE OTBEPCTHE MOTyMaTpuIl 1,
a 3aTeM MacTep-IIyaHCOH 2, KOTOPOMY YIapHHUKOM
(puc. 3, mo3. 12), pa3orHaHHBIM B CTBOJIE T'OpH-
30HTAJbHOM YCTaHOBKH (Ha PUCYHKax He IOKa3a-
Ha) 0 ckopoctu vy = 75-80 wm/c, cooOmraercs
9HEprusi, 00ECIECUUBAIONIAS BBHICOKOCKOPOCTHYIO
nedopMariio COCTaBHON 3arOTOBKH 3.

Cragust pa3roHa TMpU BBICOKOCKOPOCTHOM Jie-
(hopMaruu COTMPOBOXKIAETCSI PACIPECCOBKOM CO-
CTaBHOM 3arOTOBKM 3 B MPHEMHOM OTBEPCTHU TIO-
aymMaTpun | W BBIJABIMBAaHHEM KOHHUYECKOTO
y4acTKa OMMeTaTIHIecKoro nonydadpukara 4.

5

[Mocne aeopmanmn
After deformation

vo = 75-80 m/c

Hanee cnemyer cramusi TOPMOXKEHHUS, KOTOPOH
COOTBETCTBYET MPSIMOE COBMECTHOE MJIACTHIECKOE
TeueHre 00BEMOB MeTalyla Ha MOBEPXHOCTSIX KOH-
TaKTa JIByX YacTeil COCTaBHOW 3arOTOBKH 3 IO 3a-
MOJTHEHUSI OCTaBIIErocsi o0beMa MaTPUYHOW II0-
JIOCTH, B pe3yJibTaTe uero popMupyercs Oumera-
JITYECKOE COEAMHEHHE MEXOYy ABYMS YacTIMHU
3aroTOBKU ¢ (popMooOpa3oBaHHEM OHMMETaJLTHYC-
ckoro nonydabpukara 4 [2, 6].

Jia monyveHnss OMMETaUTMYeCKuX Moy gad-
PUKATOB IJId AC€Taliu ((TaHI‘eHIIHa.HI:HLIfI pe3cu» B
KadecTBe paboueil 4acTH COCTaBHOM 3aroTOBKH
HCIONB30BaIN JIeTHpoBaHHylo ctans IX 15, a B
KadecTBe MaTeprana OCHOBBI — KOHCTPYKIIMOH-
Hy1o cTajub 651

Ha puc. 6 mokazana cxema aedopMupoBaHus
st CI'B meraneit «TaHTeHITHATBHBINA pe3ein.

Pexxum CI'B ocymiecTBisics B JHMamna3oHE
HAYalbHBIX CKOPOCTEW JeQOpMUpOBaHUSA Vo =
= 85-90 m/c.

[Homymatpursl 1 BBRINOTHSINCE C IHAJHMHIPH-
YECKON MPUEMHON YacThiO IO JUAMETPY COCTaB-
HOW 3aroToBKd 3 u ¢GopMooOpasymoleid MaTpuy-
HOM TOJNOCTRIO COTJIACHO dYepTexy (puc. 2c)
C y4yeToM mpunyckoB mnoj numndosky. Takke B
JOHHOHM YacTH BBIMOJIHEH Ta300TBOASIIMNA KaHaAT 5
IUTA yAaJeHnst BO3yXa U3 30HBI 1e(hOpMHUPOBaHUSL.
DopMo00Opa3yOLIHii MyaHCOH 2 U3rOTABIMUBAJICS 110
CKOJIB3SILEH IOCaaKe OTHOCHTENBHO TPUEMHOTO
OTBEPCTHS MOTyMaTpUL] | ¢ BHyTPEHHUM OTBEPCTHU-
eM mox (opmMooOpa3oBaHWE XBOCTOBHKA JeTa-
M «TaHTCHLIUAIBHBIA pe3ely COrIacHO dYepTe-
XKy (pHC. 2C) C yU4ETOM IIPUITyCKOB MOJ HUTH(OBKY,
TaroKe BBIITOJTHEH Ta300TBOMAIINI KaHai 6 st yia-
JICHUS BO3/TyXa U3 30HBI Ae()OPMUPOBAHHS.

3

Ho nedopmaumn
Before deformation

Puc. 5. Cxema nepopMrpoBaHHs Ui CKOPOCTHOTO FOPSTYETO BBLAABINBAHIS OMMETaUIMIECKUX MOTy haOpHKaToB
JIeTaJIH «IIPOIIMBHOI ITyaHCOH»: 1 — momymarpuia; 2 — MacTep-IlyaHCOH; 3 — COCTaBHAs 3arOTOBKa;
4 — bumeTtaiumdeckuil monmyhabpukar; 5 — ra300TBOISAIINI KaHAI

Fig. 5. Deformation scheme for high-speed hot extrusion of bimetallic semi-finished products of the “piercing punch” part:
1 — semi-matrix; 2 — master-punch; 3 — composite billet; 4 — bimetallic semi-finished product; 5 — exhaust gas channel
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[Mocne aedopmariin
After deformation

vo = 85-90 m/c 3

Ho nedopmarmn
Before deformation

Puc. 6. Cxema nedopmMupoBaHus Il CKOPOCTHOTO FOPSYETO BBLIABINBAHMS OMMETANIMYECKUX 10Ty haOpHKaToB
JeTalli «TaHr€HIMAJIBHBIN pe3ery: | — nomymarpuia; 2 — popmoobpasyromuii myaHcoH; 3 — cocTaBHasi 3ar0TOBKa;
4 — dumeTtaumdeckuil monydadpukar; 5, 6 — ra300TBOASIINE KaHAIB

Fig. 6. Deformation scheme for high-speed hot extrusion of bimetallic semi-finished products of the “tangential pick™ part:
1 — semi-matrix; 2 — forming punch; 3 — composite billet; 4 — bimetallic semi-finished product; 5, 6 — exhaust gas channels

[Ipouecc CI'B ocymiecTBisieTcss B TaKOW IIO-
cienoBarenbHOCTH. [Tocne cOOpKH mTaMmna Harpe-
tasg 10 T = 1150 °C cocraBHas 3aroroBka 3 3a-
rpy’kaeTcsi B IpUEMHOE OTBEPCTHE MOIyMaTpull 1,
a 3ateM (popmMooOpas3yromMii MyaHCOH 2, KOTOPO-
My yIapHUKOM (pHc. 3, mo3. 12), pa3orHaHHBIM B
CTBOJIE TOPU30HTAJILHON yCTaHOBKM (Ha PUCYHKaX
HE TI0Ka3aHa) J0 ckopocTu vy = 85-90 m/c, coo0b-
1aeTcsl dHeprusi, oOeclednBaromas BBICOKOCKO-
pocTHYO 1ehopMaIiio COCTAaBHON 3arOTOBKH 3.

Cragust pa3roHa NMpU BBICOKOCKOPOCTHOM Jie-
(dopManMu CONMpPOBOXKIACTCS PACHPECCOBKON CO-
CTaBHOMW 3arOTOBKH 3 B MPUEMHOM OTBEPCTHH TIO-
nymarpuil 1 ¥ mpSAMBIM BBIJABIMBAaHUEM B Mat-
PUYHYIO MTOJIOCTH MPH COBMECTHOM TUIACTHYECKOM
Te4YeHNH 00BHEMOB MeTaJlJIa Ha TIOBEPXHOCTSAX KOH-
TaKkTa JBYX 4YacTell COCTaBHOM 3aroTOBKH 3 ¢C
(hopMupoBaHHEM OMMETANINYECKOTO COETMHEHUS
M HadaloM 3aTeKaHusl B oTBepctue ¢Gopmoodpa-
3ytomiero myaHcoHa 2. Jlajmee ciemyeT cTagus
TOPMOKEHUS, KOTOPOH COOTBETCTBYET OOpaTHOE
BBIIABIMBAaHUE XBOCTOBOW YacTH OuMeTanye-
ckoro monydabpukata 4 M OKOHYATENBHOE €ro
(dhopmoobpazosanue [3, 12].

X12M® (AISI D2)

\

SXHM (AISI L6)

\ 40X (AISI 5140)

Ha puc. 7 npeacrasniens! ¢oTo mudoB moxo-
BOK ¥ 00pa0OTaHHBIX JeTanel-mpecTaBUTENeH.

HccnenoBanuss MUKPOCTPYKTYPBI
U MHUKPOTBEPAOCTH

Jns kauecTBEHHOW OLIEHKU MOJYy4YEHHOIOo CO-
eMHEHUsT OWMETaUTMUECKUX oIy PadpruKaToB
U CTPYKTYPHO-(a30BbIX MPEBpAILEHHU B IpoLecce
BBICOKOCKOPOCTHOT'O BO3ZCHUCTBHS TONTy4EHHBIE
OUTUQBI TOKOBOK MCCIIEIOBAJIHCh IyTEM aHau3a
UX MUKPOCTPYKTYPBI 1 MUKPOTBEPIOCTH.

KayecTtBo coeauHeHHS KOMIIOHEHTOB OuMe-
TAIMYECKUX M0y (HaOpHKaToOB ompenenseTcs 30-
HOW COEJIMHEHHs, KOTOpas BKJIIOYAeT B ce0s Kak
MOBEPXHOCTh KOHTAKTa, TaK W MPHICTAIONIHe K
Hel 001aCTH COeMHSAEMBIX CTaJIeH.

AHanmM3 MHUKpPOCTPYKTYpPBI MPOBOIWIN C IPH-
MEHEHHEM MEeTaIUIOrpagHuyeckoro MHKpPOCKOIa
«Ampramm» MET 1M.

Ha puc. 8 mnpencraBieHbl MHKPOCTPYKTYpPBI
30HBI COCJMHEHMsI OMMETaNTUUECKUX Moy padpu-
KaToB.

b c
[[JX 15 (AIST 52100)

\ —
\~

\

\/ 65T (AISI 1060)

Puc. 7. leranu-nipecTaBUTENN U UX HUTH(BI: @ — BCTaBKa IIyaHCOHA; b — MPOLIMBHO# MyaHCOH; C — TAHI€HIHAJIBHBIN pe3er]

Fig. 7. Representative products and their sections: a — punch insert; b — piercing punch; ¢ — tangential pick
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X12M®(AISI D2

¥ et

651 (AISI 1060y

W [11X15(AISI 52100

o

d

(e}

Puc. 8. MUKpoCTpyKTypa B 30HE OMMETAIUIMYECKOTO COSANHEHNUS 10Ty padpuKaToB aetanei-npencrasurenei (x 400):
a, b — BcTaBKa IyaHCOHa; C, d — IPOLIMBHOM IyaHCOH; €, f — TAHreHIMaNBHBIH pe3er
Fig. 8. Microstructure in the zone of bimetallic connection of semi-finished products of representative parts (x 400):
a, b — punch insert; ¢, d — piercing punch; e, f — tangential pick

[IpoBeneHHbIE SKCIIEPUMEHTAIBHBIE WCCIIEN0-
BaHUs TIpU pa3paboTKe JIabOPaTOPHBIX TEXHOJO-
ruii CI'B mokasanu, 4To CTEICHb HAIW4YHSI HEMeE-
TAUIMYECKUX BKIIOYCHUA HA TpaHUIle pasjena
KOMITOHCHTOB OMMETAITMUECKuX Mmonydadpuka-
TOB 3aBUCHT OT CTEIICHU H TEMIIEPATYyPbl ropsiueit
IUTACTHYECKON NeOopMaluy, a TaKKe CXEMBbl Jie-
(dopmupoBanus. Kpome Toro, ycraHoBieHO, 4TO,
HECMOTpPsI Ha KPaTKOBPEMEHHOCTh MPOTEKAFOIINX
neOopMaIMOHHBIX TIPOIIECCOB, B 30HE COEIHMHE-
HUsI pa3BUBaeTcs TUPPY3MOHHOE B3aUMOJICHICTBHE
¢ oOpa3oBaHWEM CIUIaBa, OTIIMYHOTO OT 00enx
craner. JlaHHoe sBJICHUE, OUEBHIHO, OOBSICHACTCS
YCTaHOBJICHHEM TOJHOTO (PU3MYECKOr0 KOHTaKTa
C Pa3sBUTHEM HOPMAJIbHBIX XWUMHUYCCKHUX CBsI3el
Ha TpaHUIle pa3jiesia MPU COBMECTHOM ILTACTHYC-
CKOM TEYEHHH, COMPOBONKIAIOMIEMCS pa3pyIICHH-
€M OKHCHBIX TUICHOK ¢ OOHa)KEHUEM FOBCHHUIBHBIX
MMOBEPXHOCTEH M BHIPAKEHHBIM TEIUIOBBIM d((ek-
TOM Oyarojapsi ajgna0aTHOMY TPOTCKAHHIO IPO-
mecca 3a CUeT BBICOKHX CKOPOCTEH JeopMHpPO-
BaHUS, a TAKXKE PEKUMY 3aKPBITOW INTAMIIOB-
KH, KOTODPBI O0ecreunBaeT cxemy HepaBHOMeEp-
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HOTO BCECTOPOHHEI'O CXKaTusi Ha CTaJud TOPMO-
KCHUSL.

Tak, coequHEHUE, MTOTYUYEHHOE MPH BbIIABIHU-
BaHUM OuMeTanueckoro nomydadpukara aera-
T «BCTaBKA IMyaHCOHA», UMEET BBIJICISIONIYIOCS
CBETIYIO TpaHUIly paszzieia, KoTopas TMpaKTHue-
CKH HE COACPKUT HEMETAJUTMYECKUX BKIFOUCHHI
mo Bcell 30He coenuHeHus (puc. 8a, b), Tak Kak
paspylleHHbIE OKCHAHBIC IUICHKU pa3ApoO0seHbI
Y BBIHECEHBI B KOJBIEBYIO MPOTOUYKY 5 (puc. 4).
KoadduuueHT BHITSKKH TpH pagHaIbHOM BbI-
JNaBIMBAaHWM B KOJBIEBYIO IIPOTOYKY COCTaB-
st A = 3,125. Hanuume cBeTinoil rpaHuisl pasae-
n1a 00BSACHSIETCS 3HAUYUTENbHOM Tnddy3ueit xpoma
ot cranu X12M® x cranu 40X ¢ oOpasoBaHHEM
KapOWIOB XpoMa B 30HE COCIMHEHUSI.

[lpu BBIJABIMBaHUK OWMETAJUTUYECKOTO TO-
nydabpukara JeTaid «IPOIIUBHOH ITyaHCOH»
30Ha COEIUMHEHHUS HE HMMEET SPKO BBIPAKCHHOM
TpaHMIBl pa3jiena, TaK Kak COeAWHSIEMBIE CTa-
mu 40X n SXHM umeroT ONu3Kuid XUMHUYECKHN
COCTaB IO COJAEPIKaHUIO YIiepoJa U HU3KHH Hpo-
LIEHT Jerupyronmx 3jaementoB (puc. 8c, d). I'pa-
HULa pazfena (puc. 8c) MMeeT HEe3HAYUTEIbHOE
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KOJIMYECTBO HEMETAJUTMYECKUX BKIFOUCHHH, HO B
OCHOBHOM OHH W3MEJbUEHBI, PACTBOPEHBI U PaB-
HOMEpPHO paclpeziesieHbl B 30HE COCAMHEHHS 3a
CUET 3HAYMTENBHBIX CTeneHed aedopmanuu mpu
COBMECTHOM IIJJACTUYECKOM Te4eHuH (kodhdu-
LOUEHT BBITSKKM A = 3,24). Ha rpanune pasge-
Ja COeJAMHEHUs B TopleBoi yactu (puc. 8d)
HAOIOA0TCST KOHTJIOMEPAThl HEeMETAITMYECKUX
BKIIIOUCHH, TaK Kak 3J/leCh Mpu naedopMaiuu
(hopmupyeTcst 3acToifHas 30Ha M HEMETaJIHde-
CKHE€ BKJIIOYEHHS HE HMMEIOT BO3MOXKHOCTH JIPO-
OUTHCS.

[Ipu BBIZABIMBAHUN OWMETAIIMYECKOTO TIO-
nydabpukara neTald «TAaHTCHIIUAIBHBIA DPE3ein
30Ha COCIAWHEHUS HWMEET pPEe3KO BHIPAKEHHYIO
TEMHYIO TPaHUITy pa3ziena, 4YTo, OYEBHUIHO, CBS3a-
HO C aKTUBHOW B3auMHOW muddys3ueit yriepoaa
craneii LIX 15 u 651" ¢ oOpa3zoBanueM KapOUAHOM
JUKBAIMK B 30He coemuHeHus (puc. 8e, f), a Tak-
Ke HaIWYMeM HEKOTOPOTO KOJMYecTBa HeMeTal-
JUYECKUX BKJIFOUEHHUH BCIEICTBUE TOTO, YTO 30HA
coequHeHnus (puc. 8¢) B CpPaBHEHHWH C JIByMs
MpeapIAyIuMu oy gadbpukaraMu uMmeeT Ooliee
HIMPOKYIO TPaHHIy pasfenia, 4To OOBSICHSAETCS
MEHBIIUMHU CTETIeHAMHU Jae(opManuu TMPU COB-
MECTHOM IUTACTHYECKOM TedeHUH (Kod(h HUIIHEHT
BeITsDKKM A = 2,0). Ha rpanuiie pasaena B TOpIO-
BOi1 yactu (puc. 8f) moMuMo 3aCTONHON 30HBI IPU
MPSIMOM BBIJIABIMBAHUN TaKXKe JEHCTBYIOT pacTsi-
TUBAIOLINE HAMPSHKEHUsT PpH HOPMOOOpa30BaAHUH
XBOCTOBHKA OOpaTHBIM BBIJABIMBAHUEM, TTOITOMY
3mech He (hopMHpyeTcs KadecTBEHHOe OuMeral-
JMYecKoe coequHeHne. B cBsA3M ¢ 3THM pa3Mepsl
paboueil BCTaBKM COCTAaBHOH 3aroTOBKU ITyTEM
KoMIbloTepHOro Moaenuposanuss B DEFORM-3D
MOJAOWPAINCh TaK, YTOOBI MPH COBMECTHOM ILTA-
CTHYECKOM TEUEHHH TOJyYUTh KOHYCOOOpa3HyIo

a

MIla MIIa MIla

COMPATaEMYI0 TOBEPXHOCTh, KOTOpasl JOTOJIHH-
TENIFHO (OPMHUPYET «3aMKOBOE» COCOUHEHHE
MexIy pabodell BCTaBKOW M OCHOBOW OMMeETalIH-
gecKoro noirydadpukata (puc. 6, mos. 4).

W3MepeHne MUKPOTBEPIOCTH B 30HE COEIUHE-
HUST M TPWIETAIOMIMX K HEW CII0EB Pa3HOpOJ-
HBIX cTanei (puc. 8a, ¢, €) MPOM3BOAMIN HA LUP-
poBoMm MukpoTtBepaoMepe AFFRI MVDMS c¢ na-
rpy3koii P = 0,981 H (100 T) B COOTBETCTBUU
¢ T'OCT 9450-76. IlorpemHocTts H3MEpEeHUit
COTJIaCHO MAacCHOPTHBIM JaHHBIM mpuOopa He Tpe-
BbiIaet 3 %.

Ha puc. 9 npencrasnens! rpaduku pacrpeme-
JICHUSI MUKPOTBEPJIOCTH B 30HE OMMETaJJIMYECKO-
ro coenuHeHU (puc. 8a, C, ).

Bce tpu 06pasia IMErOT 00IIyI0 XapaKTEPHYIO
3aBUCHUMOCTb paclpelesieHHsT MHKPOTBEPIOCTH
B 30HE COEAWHEHHMS, KOTOpasi CBUAETEIBCTBYIOT
o ToMm, 4to auddy3us yriepoia HHTCHCUBHEE
IIPOTEKAET OT MEHEE JIETMPOBAHHOMN K OoJiee Jieru-
poBaHHOH ctanu. Tak, B OKPECTHOCTSIX TPAHULIBI
pasnena craneil mopsiika 200 MKM CO CTOPOHBI
paboueil BcTaBKM HaONrOAaeTcs 30HA TOBBILICH-
HOW TBEPAOCTH, @ CO CTOPOHbI OCHOBBI — 30Ha
obesyrnepoxkuBanus (puc. 9). JlaHHoe sBieHUE
OOBSCHSIETCS TEM, YTO JIETHPYIOLINE BIIEMEHTHI
MOJi BO3JEHCTBUEM BBICOKOM TeMIEepaTyphl HAe-
dhopmaruu (1100-1200 °C) sBnsrotes Oonee kap-
OMI000pa3yIOIIMMHI  3JIEMEHTaMH, YeM JKeJe30,
u nodroMy auddy3us yriaepoaa B OMMeETaILTHIC-
CKMX o0pa3nax NPOUCXOOUT NPOTUB I'PaAUEHTA
ero KoHIeHTpauuu B ctanu 40X mpoTuB crajnen
X12M® u 5XHM, a B cmydae KoMImo3uiuu 650
u IX15 onpenensroniuM sIBASETCS JIETUPOBAHUE
XpOMOM, KOTODBIH sBIsieTcss Oojee aKTHBHBIM
KapOum000pa3yomM dJIeMEHTOM B CpaBHEHUH
C MapratueM.

MIla MIIa MIla
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Puc. 9. MUKpoTBEpIOCTE B 30HE OMMETAININYECKOT0 COSqUHEHNs 0Ty pabprKaToB AeTaiel-peicTaBUTeNeH:
a — BCTaBKa [TyaHCOHA; b — MPOIIUBHON MMyaHCOH; C — TAHTCHI[HAIBHBIH pe3el

Fig. 9. Microhardness in the zone of bimetallic connection of semi-finished products of representative parts:
a — punch insert; b — piercing punch; ¢ — tangential pick

Hayka
wrexHuka. T. 24, Ne 3 (2025)

201



Mamlmocmpoenue U MawiuHogeoeHue

O6e3yrnepoxenHnas 30Ha craieir 40X u 65T,
o0pa3yroIascs B pe3yJIbTaTe MUTPAIMH yTICPOa,
UMEET Pa3lInYHyI0 MUKPOTBEPAOCTh, YTO BBIPaXKa-
€TCsl B HEKOTOPOM MOBBIIIEHHH MHUKPOTBEPIOCTH
0 Mepe yAaleHUs OT TPaHMIIBI pa3fena ¢ Mocie-
IYIOIIMM BEIpAaBHUBaHHEM ee 3HaueHui. O4eBuI-
HO, 3TO SIBJISIETCS CIIECTBHEM YIIPOYHEHHS B 30HE
HauOoJiee MHTEHCHUBHOI'O TUIACTHYECKOTO Teve-
HUS, BBI3BIBAIOICTO JIOTIOJTHUTEIHHOE TIOBBIIIICHUE
TUIOTHOCTH JHCIOKAlMA Ha TpaHUIAX 3epeH U
cy0O3epeH B pe3ysbTare ABOWHUKOBaHMS. AHajO-
TUYHO U3MEHSETCS W MHUKPOTBEPAOCTh CTa-
et X12M®, 5XHM u UIX15 B 30He, npuiera-
I0IIIeN K TpaHulle pa3jiena.

BbBIBO/IbI

1. Pa3paboranbsl J1abopaToOpHBIE TEXHOJIOTHUH
NOJy4YeHUs] OMMETAITMYECKHX 1oy padpruKaToB
UL AeTallef-TIpeICTaBUTeNel «BCTaBKa IyaHCO-
Ha» ¢ Kommo3umuen cramed 40X + X12MO,
«TIPOLIUBHON IyaHCOH» ¢ Kommosunuen 40X +
+ 5XHM u «TaHreHuuanbHbIi pe3eny ¢ KOMIIO3U-
mueit 65T + 1IX15.

2. B pe3ynpTaTe 3KCHEpUMEHTAIBHBIX HCCIIe-
JOBaHWM yCTaHOBJIEHA BO3MOXHOCTH (POPMHPOBa-
HUsI OMMETaJUIMYeCKOTrO0 COEAWHEHMS IIpH CKO-
POCTHOM BBIIaBIIMBAaHUH B JMANa30HE HAYAIBHBIX
ckopocTteir nedopmupoBanus B vp = 60-90 wm/c
U TeMrepaTrype AeQOopMHUpPOBaHUS COCTaBHOH 3a-
rotoBku Ty = 1150 °C npu pa3nuyHBIX CTENEHAX
nedopmanmm A = 2-3,24.

3. UccnenoBanus MHKpPOCTPYKTYpBl M COIO-
CTaBJICHUE CTETCHU 3arpsA3HEHHOCTH HeMeTasllu-
YECKUMH BKIIOYEHHUSIMH BIOJb TPAHUIBI pa3ze-
Ja KOMIIOHEHTOB OHMETaILTMYECKHX O0Opa3ioB,
NOJYYEeHHBIX MPH Pa3lIUYHbIX CTENEHSIX W TeMIle-
paTypax CKOPOCTHOTO TODPSHYETO BBIAABINBAHUS
B 30HE COEAMHEHUS, MOKa3ajd, YTO C TIOBBIIIE-
HHEM CTeneHu aedopMalud U TeMIepaTypbl B
30HE COCIMHEHHWs Onarojaps TeruioBoMmy 3¢dek-
Ty BKJIIOYEHHUS B TOpA4YEH 30HE H3MEIHUAIOTCS
U TIepepacipeeIioTCs MPaKTUIECKH 10 MOJTHOTO
pPacTBOPEHUsS B METAIUTMYECKON MaTpPHUIIE.

4. ViccnenoBaHusl MEKPOTBEPJOCTH B 30HE CO-
€IMHEHUs] TIO3BOJIJIM YCTAaHOBHUTH OOIIyIO Xa-
PaKTEpHYIO 3aBHCHUMOCTb, CBHUAETEIbCTBYIOIIYIO
0 mpoTekarommx U@ y3NOHHBIX TIpoIeccax ¢
nepepacnpeneeHueM KOHIIEHTPAlUu yriiepoja
U JIETHPYIOLIUX 3JIEMEHTOB B OKPECTHOCTHU T'PAHU-
1Bl pa3/ieNia pa3HOPOIHBIX CTalel M YBEITUICHUEM
IJIOTHOCTHU JIUCIIOKAIMM B pe3yJbTare JABOMHUKO-
BaHMS [IPU CKOPOCTHOM JIe(pOpMUPOBAHUH.
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