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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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Features of Development of Technologies for Obtaining Bimetallic Semi-Finished
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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, TpeoOpa3oBaHHOTO
U3 JNEHUCTBUTEIBHOIO HEMPEPLIBHOTO MOJS JUHUN
CKOJIB)KEHHSI TyTEM JIMHEHHON amnmpoKCUMaIUu.
JlaHHBI METOJ, MO3BOJISIEST COBMECTHO MCIIOIb30-
BaTh AHAUTHYECKUE M TPpadUUEeCKUe CIOCOObI
perieHus, a TOYHOCTh PE3yJIbTATOB OMPEICISICTCS
PacCXOXICHUEM MEXaHUYECKUX XapaKTEPUCTUK
MaTepuasoB U ycioBuil Tperus [1-3].

I[ToMrUMO TEOpPETHYECKOr0 HCCIIeIOBaHUS Ha-
npspKeHHO-1eopmupyemoro cocrosaus ipu CI'B
METOJIOM BEPXHEH OIEHKH pPEIIaeTcss OCHOBHAS
TEXHOJIOTUYECKas 3ajadya Mo OMpPEeEICHUIO dHEep-
TOCHJIOBBIX ITapaMeTPOB IIpolecca.

O06o0menHas (hU3UKO-MaTeMaTH4ecKas Mo-
JleJb OCHOBBIBAETCSI HA COCTABJICHHUU YypaBHE-
HUs OajaHca MOIIHOCTEH BHYTPSCHHUX M BHEITHHX
cun [1-3]

Wo=W, =W+ Wy W, (D

rae W, — MoIHOCTh 1e(hOpMHUPYIOIIETro yaHCOHa;
W. . — cymMmmapHas MOUTHOCTb CUJI CONPOTUBJICHHUS;
W06 — MOIIIHOCTb CHJI COOCTBEHHOTO CONPOTHBIIE-
HUs MeTaiia aeopMupoBaHuio; W, — TO XKe OT
NEHCTBUST NWHAMHYECKHX HANpsHKEeHWH Ha TI0-
BEPXHOCTSAX pa3pbiBa cKopocTe; Wy, — To xe
JOKATFHBIX CHJI WHEPUWH ABIKYIIEHCS 3aro-
TOBKH.

B Beipaxkenun (1) momuocte Wy, sBIseTCS
3HAKONEPEeMEHHON BEIMYMHOM, TaK KaK IpOIecC
BBIJIaBIIUBAHUS pa3lIesieTCs Ha CTaJIMM pa3roHa
Y TOPMOKCHHUS.

Craguu pa3roHa HPEeUMYIIECTBEHHO COOTBET-
CTBYIOT 3allPeCCOBKA B MaTPUYHYIO ITOJIOCTh 3aro-
TOBKH W BBHIIABJIMBAaHHE JJIEMEHTOB IOy hadpu-
Kara C HaWMEHBIIMMHU CTeNeHsAMH Aedopmanuy,
a CTaJud TOPMOKCHHUS — BBHIJIABIMBAHHUE JJICMCH-
TOB C OOJIBIIIMMU CTEIICHAMU JeopMaIuu.

Takum 00pa3oM, Ha CTaJWK Pa3rOHa JIOKAIb-
HbIC CHJIBI MHEPLIMU HAIIPABIICHBI B CTOPOHY, MPO-
THUBOTIOJIOXKHYIO XOJly JBIDKEHHS IyaHCOHA, TaK
KaK MOIHOCTh W, 3arpadnmBaeTcsi Ha MPEOO-
JIeHWe BHYTPEHHUX CHJI CONPOTHBIEHHS nedop-
MHUPOBaHUIO MaTepuaja W Tepexoi W3 YIPYro-
IUTACTUYECKON 00JIaCTH B IIacTUYeCcKyr0. [1o3To-
My CTaaus pasrOHA XapakTEPHU3yeTcs TeM, YTO
BeJIMunHa MolHOCTH W,y B ypaBHeHuu (1) Oepet-
Cs1 CO 3HAKOM ILTIOC.
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Ilepexon oT cTagum pasroHa K CTaJuH TOPMO-
JKEHHSI TIPOUCXOANT OJTHOMOMEHTHO M XapaKTepH-
3yeTcss MaKCHUMaJbHBIM YCHJIMEM Ha ITyaHCOHE.
JIoxanbHBIE CHIIBI WHEPIHUKU MCHAIOT CBOC HAIIpaB-
JICHWE Ha TMPOTUBOIOJOXHOE M JEHCTBYIOT II0
X0y IBWXXKeHHs MyaHcoHa. OTMEUYeHHOE «BCIO-
MOTaTeNbHOe» JICHCTBHE CHII MHEPLUH aedopMu-
pyeMO#l 3aroTOBKM MPHBOAUT K YMEHBIICHUIO
Harpy3Kkd Ha MyaHCOH M CHIDKEHHMIO €r0 MOLIHO-
cTd W,. YuuThIBas CKa3aHHOE, HA CTaAUU TOPMO-
JKEHHsI COCTAaBJISIONIAs MOIIHOCTH BHYTPEHHHX
cuit Wy, 6epercs B (1) co 3Hakom munyc [1-3].

YuuTeiBas BBIIEONMCAHHOE, UIS Pa3padOTKH
(hM3UKO-MaTeMaTHYEeCKUX MOZeNel pa3IHIHBIX
TexHosornyeckux mnporneccoB CI'B crenyer omu-
patbca Ha (PHU3MUYECKO-MEXaHWYECKHEe CBOWCTBA
o0pabaThiBaeMbIX MaTepHajoB, TEOMETPHUYECKUE
mapaMeTpsl U ONpeesieHus KOJUYeCTBa Ipo/ie-
(hopMHpoOBaHHOTO MaTepuana W OIpEeeNIeHns 3a-
BUCHUMOCTH TIpefieNla TEeKy4ecTH OT MapaMeTpOB
Harpy>KeHUsl.

Jns momydeHusi KadecTBEHHOTO W MPOYHOTO
OMMETaNTNYeCKOTO COCIUHEHUS OCHOBBI U pado-
yeil yacTu nonydadpukara TpeOyeTcs MoiaydeHue
COBMECTHBIX METAJUTMYECKUX CBS3€H MyTeM Jie-
(hopMaIMOHHOTO BO3NIEHCTBHSI Ha COETUHIEMBIE
MaTepualbl B 30He KOHTaKTa, KOTOPOE JTOCTUTAET-
cs mpu CI'B myTeM COBMECTHOTO TIIACTHUECKOTO
TE4YeHHUs. MeTalInIecKre CBS3H 110 CBOCH CYyTH He
OTHOCATCA K XUMUYCCKUM CBA3iIM, U IIOHATHUC MC-
TAJUTMYECKON CBSI3M MOXKHO CUYHMTATh Ka4deCTBEH-
HBIM, TaK KaK METaJulbl OOBIYHO HE MMEIOT MOJIe-
KYJSIpDHOTO CTPOCHHUA, a UX aTOMbI COCAHMHAIOTCA
B KpucTaimmdeckne obOpaszoBaHus. Hocutenem
CBOWMCTB BEIECTBA B 3TOM CIIydae SBISETCS HE
MoJiekyna, a ¢aza. Kpome Toro, moBepxHOCTH
TBEPABIX TeNl HACHIIEHH CBSA3BI0 C aTOMaMH
OKpy arollel cpeapl, T. €. UMEIT OKHCHBIE U
uHbIe TUIeHKH (puc. 1) [4].

HemocpenctBenHo Hanm [OBEHWIBHOH ((hH3H-
YeCKH M XMMHYECKH YHCTOW) MOBEPXHOCTHIO Me-
Talla OOBIYHO HAXOJUTCS CJIOH €ro OKCH-
JIOB, MIMEIOIINH TOJIIMHY HECKOIBKHUX aHTCTpe-
MoB (1 A=10"cm).

IIpn HammaBke pabodero cios HaIW4YUe aj-
COpPOIIMOHHBIX CJIOEB HE OKa3bIBaeT 3HAYUTEIHHO-
rO BIUSHHUS HA MPOYHOCTH COEAMHEHHMS, TaK Kak
OHM B TIpoIlecce MPOTEKAIOMIMX MeTajuTypruye-
CKMX pEaKIHWid TepexofsT B MIJIaK W YaCTHIHO
CMELIMBAIOTCS C METAJJIOM OCHOBHOW YacTH.
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AncopOuUMOHHBI cloit noaspHbIX Mosekys  Adsorption layer of polar molecules
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structure of metal

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



Maw UHOCIMpOEeHUue u Mail uHoeeoeHue

45°
W #25:0,26 N/
i R3 ~
N 3 /Ra 0.4 $ (100 4740 RI2
S 2
o 23 | " -
S | D =
+ 9 220 * X
=) '; | -0,13 a by "1
v“w :Q " >£ Ra 1,25 ‘ . ;. %, ~
oy l 225 414 2l =] 1 T
. a = | ¥ 1 -
BE > o o R10 i 214
i3 2 hacku N J [ 0.2
L - 236,y 3, 10,5 #1741
= 5 60° 1x45° 220, 5,
s 7364,

Puc. 2. I[e’raJm-npencraBmeJm: a — BCTaBKa ITyaHCOHa. b- HpO]]IKBHOﬁ IIyaHCOH: C — TaHI' CHIIHATBHBIH pesen

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

1 —nosymaTpHuel (sem i-matrices);
2 —wrramm (stamp);

3 —o6oiima (holder);

4 —Banaax (sleeve);

5 —banpax (sleeve);

6 —nawra (plate);

7 — NpHKHMHOE KOJIBLO (pressure ring);
8 —waborxas muta (anvil plate);
9 —6oar (bolt);

10 — ropuossii ynop (facing stop):
11 —nyancoH (punch);

12 12 — yaapHuk (striker)

Puc. 3. IlItaMn 2714 CKOPOCTHOTO TOPAYETO BBIIABIHBAHHA
Fig. 3. Stamp for high-speed hot extrusion

OnucaHHe yCTPOHCTBAa TOPH30HTANBHOH yCTa-
HOBKH H BHEIIHHH BHJ| IITAMIIOBOH OCHACTKH IIO-
IpoGHO IIPHBEEHEI B padoTax [5, 6].

IIpu pa3paboTKke I'€OMETPHH COCTAaBHBIX 3a-
TOTOBOK HCIIONIB30BATH 3KCIEPHMEHTANBHBIE HC-
CIICIOBAaHHsA HA CBHHIIOBHIX 00pa3laX METOIOM
KOODJHHATHOH CETKH, 4TOOBI OIPEJEIHTh 30HBI
HHTEHCHBHOI'O IIIACTHYECKOrO TEYEHHA, IIOTOMY
9TO KAYECTBEHHOE OHMETAIIMYECKOE COEIHHE-
HHE 00pa3yeTcs IIPH COBMECTHOM ILTACTHUECKOM
TEUCHHH Ha TPaHHIE pa3ena JBYX MAaTepHAIOB.
VToyHeHHE pa3MepoB H (PopMBI dHacTell coc-
TaBHBIX 3arOTOBOK IIPOM3BOJHIH IIPH IIOMOIIH
KOMIIBIOTEPHOI'0 MOJETHPOBAHHS B IIPOrPAMMHOM
koMmIuiekce DEFORM-3D.

JleTanpHble BBIYHCIHTENBHBIE SKCIIEPHMEH-
TalbHBIE HCCIEJOBAHHA IIPH IIOMOIIH KOMIIBIO-
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TEPHOI0 MOJCIHPOBAHHS IIPENCTABIEHEl B pabo-
Tax [7-10].

CocTaBHBIE 3arOTOBKH H3IOTABIHBAIHCh pe3a-
HHEM HA TOKApPHOM CTaHKE M3 IIPYTKOB OJHOH II0-
CTaBKH. KOHTaKTHEIE TOBEPXHOCTH IIOJBEPralHCh
3aQUHCTKE HaKJAYHOH OyMaroi M IPOTHPKE 3TH-
IOBEIM CIHPTOM. COCTaBHBIE YacTH 3arOTOBKH
COEIMHAIHCEH IIYTEM 3aIPECCOBKH C HATATOM.

HarpeB COCTaBHBIX 3aroTOBOK OCYMIECTBILLIH
B THIJIE C IIOPOIIKOOOPA3HBIM APEBECHBIM YIIIEM
JUIA 3aIUTEl OT 00pa30BaHH OKAIHHEI H 00€3yT-
IEPOKHBAHHSA IIOBEPXHOCTHOIO CJIOS  CTalei.
B KxadecTBe HarpeBaTeNbHOIO YCTPOHCTBA HC-
IONB30BANH JIEKTPHYECKYI0 KaMEpHYIO II€Ub
CHOJI-2VM. BpeMms HarpeBa BEIOHpAlH, HCXOAA
H3 PaBHOMEPHOI'O HarpeBa COCTABHOH 3arOTOBKH
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no Bcemy obbemy (1 muH Ha 1 MM auamerpa 3a-
roroBkn). Pabouass Temmeparypa KOHTPOJHPO-
BaJIaCh C IOMOIIBIO IUIATUHO-POIMEBOM TepMoIa-
per TIIPT 01.01-000-B3-H-K799-4-320, coemuHeH-
HOM C MHKPOIIPOLIECCOPHBIM H3MEpUTENEM-PETyIIs-
topom TPM-101. Ona cocrasmsina 7;,,, = 1200 °C,
COOTBETCTBEHHO C YYETOM IOACTHIBAHUS 3arOTOBKU
[Py IepeHoce B IITaMI TeMIepaTypa Hayajia Je-
dopmuposanus cocrasisna 7y = 1150 °C [5, 6].

HauvanbHas ckopocTh nedopMupoBaHus IpU
CKOPOCTHOM TOpsideM BBIIABIUBAHUM (PUKCHpOBa-
Jach ¢ NMPUMEHEHHEM aKyCTHYECKOH METOIUKH,
KOTOpas omnucana B padore [11].

Jnst momyyeHus OuMmeTaimaeckux nouryhadpu-
KaToOB JUISl JIETAJIM «BCTaBKA ITyaHCOHA» B KadecTBE
paboueil 4YacTH COCTaBHOM 3aroTOBKHM HCIIONB30-
BaIM  BBICOKOJICTUPOBAaHHYIO CTaib X12MO,
a B KauecTBE Marepuaja OCHOBbI — KOHCTPYK-
LUOHHYIO cTanb 40X.

Ha puc. 4 mokazana cxema nedopMHpPOBaHUS
st CI'B mgeraneit «BcTaBKa ITyHCOHAY.

Pexum CI'B ocymectsisics B AManaso-
HE HayaJbHBIX CKOpPOCTEH AehOpMHPOBAHHA V) =
= 60-65 m/c.

[MomymaTpuubl | BBIIONHSIIMCH C UWIMHIPH-
YECKHM CKBO3HBIM OTBEPCTHEM II0 AMAMETPY Je-
TaJIN «BCTAaBKa IyaHCOHA» C YYETOM IPHIIyCKa
noj mocienyromyo uumposky. Kpome Toro,
B MOJIyMaTpULax BBIIOJHEHA KOJbIIEBask MPOTOY-
Ka 5, KoTopasg Kak MUHMMYM B 2 pa3a IpeBbIIla-
€T MCXOJHYIO IUIOIIaAh IIONEPEYHOr0 CEeueHUs
3aroTOBKH, a TaKKe Tra300TBOJALINE KaHAJIbI 7,
KOTOPBIE C YYETOM CXEMBI 3aKphITOH IITaMIOBKH
CIIy’KaT Ul yJAJeHHUs BO3IyXa U3 30HbBI nedop-
MHUPOBAHUSI U COOTBETCTBEHHO CHIDKEHHS Jedop-

Mupytomero ycuiaus. ®opmooOpasyromuii myaH-
COH 2 HW3rOTaBJIMBAJICS MO CKOJB3SLICH Mocanke
OTHOCHTEIHHO OTBEPCTHS MONyMaTpuIl 1, a 9acThb
myaHcoHa st (popMooOpa3oBaHMS TOJIOCTH BBI-
MOJHsUIACh MO0 pa3MepaM IOJIOCTH COTJIACHO Yep-
Texy (puc. 2 a). Ilonmnop 4 ciy>kuT Iyl yCTaHOBKU
COCTaBHOM 3arOoTOBKH 3 B IOJIOKEHHE, 00ecIeurBa-
Iolllee COBMECTHOE 3aTeKaHHWe 4YacTed 3aroTOBKU B
KOJIBLIEBYIO TPOTOYKY 5 mpu (HopMOOOpa3oBaHHU
OuMeTaIM4IecKoro noiydadpukara 6.

IIponiecc CI'B ocymecTBisieTcss B TaKOH IIO-
cienoBaTenbHoCcTU. [locne cOOopKu mTaMma Harpe-
tasg 10 T = 1150 °C cocraBHas 3aroToBka 3 3a-
rpy’kaeTcsi B MAaTPUYHYIO MOJOCTh MOIyMaTpu 1,
3aTeM MMOMeEIaeTcs B MAaTPHUYHYIO TOJOCThH (hop-
MOOOPa3yIOMii MyaHCOH 2, KOTOPOMY YJapHHU-
KoM (puc. 3, mo3. 12), pa3orHaHHbIM B CTBOJIE TO-
PU30HTAIBHON YCTAHOBKH (Ha PUCYHKax HE IOKa-
3aHa) 10 CKOpocTH vy = 60-65 m/c, coobimaercs
9HEpTus, 00ecreynBamas BBHICOKOCKOPOCTHYIO
nedopMaIuio coOCTaBHOM 3aroToBKH 3.

Cragmst pa3roHa NpH BBICOKOCKOPOCTHOM [ie-
dbopMalu  COMPOBOXKAAETCS  BBIIABIMBAHHEM
(hopMooOpasyronieil MoNoCTH B BEPXHEH dacTu
COCTaBHOM 3aroTOBKHM M pacIpecCOBKOH COCTaB-
HOM 3arOTOBKH 3 B MAaTPUYHOM MOJIOCTH JI0 HavaIa
3aTe€KaHUs B KOJBIEBYIO MPOTOUKy 5. [anee cie-
IIyeT CTaausi TOPMOXKEHHUS, KOTOPO COOTBETCTBY-
€T paauanbHOE COBMECTHOE IUIACTHYECKOE Tede-
HHE 00BEMOB MeTaljla Ha IOBEPXHOCTSIX KOHTaKTa
JIBYX 4acTe COCTaBHOM 3arOTOBKH 3 B KOJBLIEBYIO
MIPOTOYKY 5, B pe3ylibTaTe 4ero ¢popMupyercs ou-
MCTAJNIMYCCKOC COCAMHCHHUE MCEXKIAY ABYMs 4Ya-
CTSIMU 3aroToBKU ¢ (hopmooOpa3oBaHHEeM Oume-
TaJIM4YecKoro nonydadpukara 6 [1, 5].

Vo = 60—65 m/c

Mocne aedpopmannn
After deformation

o aedopmarrin
Before deformation

Puc. 4. Cxema nehopMHUPOBaHHUS ISl CKOPOCTHOTO TOPSYETO BBIAABIMBAHUS OMMETAUTNYCCKUX 10Ty paOpUKaToOB
JIeTall «BCTaBKa MyHCOHa»: 1 — moiymatpuna; 2 — GopMooOpa3yonuii MyaHCoH; 3 — COCTaBHas 3aroTOBKa; 4 — MOIIOp;
5 — KoNbIeBas MPOTOYKa; 6 — OMMeTaunIecKuii moiy hadbpukar; 7 — Ta300TBOAALINE KaHABI

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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Jlna momydeHHsA OHMETAIHYeCKHX Homydad-
PHKAaTOB I JETald «IIPOIIMBHOH ITyaHCOH»
B KauecTBe padoded YacTH COCTAaBHOH 3aroToB-
KH HCIIOIIb30BAallH JIETHPOBAHHYIO cTanbs SXHM,
a B KauecTBE MarepHala OCHOBBI — KOHCTPYKIH-
OHHYIO cTaib 40X.

Ha puc. 5 moka3aHa cxema JepOpMHPOBaHHA
vt CI'B getanei «IIpOIIMBHOMH ITyaHCOH.

Pexum CI'B ocymecTBIsUICA B JHAIA30HE
HAYalbHBIX CKOpPOCTEH JAe(OpMHPOBAHHA vy =
= 75-80 M/c.

ITomymaTpunel 1 BEIIONHATHCH C IHIHHIPH-
4eCKOH IPHEMHOH YacThI0 IO JHAMETPY COCTaB-
HOH 3aroToBkH 3 H (opMooOpasyromeld MaTpHU-
HOH TIOTIOCTBIO COIJIacHO depTexky (pHc. 2b)
C y4eToM IpHIYCKOB IO NUTH(QOBKY. Takxke B
JOHHOH YacCTH BHIIIO/IHEH ra300TBOIANINI KaHAI 5
I yIOaleHHsA BO3AyXa H3 30HBI Je(OopMHpPOBa-
HH4. MacTep-IlyaHCcOH 2 H3rOTaBIMBAICA II0
CKOIB3AMIEH MOCAAKE OTHOCHTEIBHO IPHEMHOIO
OTBEPCTHSA IOTYyMATpHIT 1.

IIponecc CI'B ocymiecTBIA€TCA B TaKOH IIO-
cleoBaTenbHOCTH. ITociie cOOpKH IITaMIIa Harpe-
Tag 10 Ty = 1150 °C cocTaBHasg 3aroToBKa 3 3a-
IPyXaeTcsa B IPHEMHOE OTBEPCTHE MOMyMaTpHIl 1.
a 3aTeM MacTep-IIyaHCOH 2, KOTOPOMY yAapHHKOM
(puc. 3, mo3. 12), pa3orHaHHBIM B CTBOJIE TOpH-
30HTAJIbHOH yCTAaHOBKH (Ha PHCYHKaX He IIOKa3a-
Ha) 10 CKOPOCTH vy = 75-80 M/c, coolmaercs
SHEPrHd, OO0EeCIEeYHBAIOMAasd BBICOKOCKOPOCTHYIO
e opMaIHIO COCTaBHOIH 3arOTOBKH 3.

Craqus pasroHa IIpH BBICOKOCKOPOCTHOH Je-
(opMallH COIPOBOKAACTCS PACIIPECCOBKOH CO-
CTABHOH 3aroTOBKH 3 B IPHEMHOM OTBEPCTHH IIO-
ayMaTtpull 1 H BBIJABIMBAHHEM KOHHYECKOTO
ydJacTKa GHMETALTHYeCcKOro nomydadpukara 4.

5 -+

Mocae aehopmaumn
After deformation

v = 75-80 m/c

Janee cnenyer cTagusi TOPMOXKEHHs, KOTOPOH
COOTBETCTBYET MPAMOE COBMECTHOE IITIACTHYECKOE
Te4eHHE 00BEMOB METAJlIa Ha IIOBEPXHOCTAX KOH-
TaKTa ABYX YacTe€H COCTaBHOH 3aroTOBKH 3 110 3a-
MIONTHEHHA OCTAaBIIErocs o0beMa MATPHYHOH IIO-
JIOCTH, B pe3ylbTaTe 4ero opMupyeTcs GHMeTal-
IHYECKOE COETHMHEHHE MEXIY ABYMA YacTAMH
3aroTOBKH ¢ ()OpMOOOpa30BaHHEM OHMETAIHYE-
ckoro nonygabpukara 4 [2, 6].

Jlnsg momydeHHs OHMETAIHYECKHX Horydal-
PHKaTOB A JETalH «TaHTCHIHAIBHBIA pe3el» B
KadecTBe paboueil 9acTH COCTABHOH 3ar0TOBKH
HCIIONIB30BAIH JIETHPOBAaHHYIO cTamb IIIX 15, a B
KadecTBE MaTepHala OCHOBBI — KOHCTPYKIHOH-
HYIO cTamb 651

Ha puc. 6 mokazaHa cxema Je()OpMHPOBAHHA
g CI'B neraneil « TaHT€HIHATBHBIN pe3el.

PexmMm CIB ocymiecTBIAICA B [HANIa30HE
HAYaTbHBIX CKOpPOCTeH AeOpPMHPOBAHHA Vo =
= 85-90 m/c.

TTIomymaTpuiel 1 BBIIONHAIHCE C IHIHHIPH-
YECKOH NPHEMHOH YacTBIO IIO JHAMETPY COCTaB-
HOH 3aroToBkH 3 H (opMooGpazyroniel MaTpHU-
HOH IIOIOCTBIO COITIACHO YepTexy (pHC. 2¢)
C Y4eTOM IpHIyCKOB Ioj MITH(OBKY. Takke B
JOHHOH YacTH BBIIOIHEH Ira300TBOIAIINIH KaHATI 5
JUIS yaTeHHs BO3IyXa H3 30HBI 1e(OpMHPOBAHHA.
®opMO0OPa3yIOMIHii IyaHCOH 2 H3TOTABIHBAICA 110
CKOJB3AMEH IIOCAAKE OTHOCHTENBHO IIPHEMHOIO
OTBEPCTHSA MOTYMATpHI | ¢ BHYTPEHHHM OTBEPCTH-
eM Imoa (opMOOOpa30BaHHE XBOCTOBHKA JETa-
IH «TAaHTCHIHANBHBIA pe3el» COINIacHO dYepTe-
Ky (pHC. 2C) ¢ y4eTOM IPHITYCKOB MO/ NLTH(OBKY,
TAaK’KE BBIIOIHEH ra300TBOIAIIMI KaHal 6 U1 yaa-
TIEHHS BO3/TyXa H3 30HBI Ie(OPMHPOBAHHSL.

3

Jlo nedopmarmn
Before deformation

Puc. 5. Cxema nedOpMHPOBAHHA LA CKOPOCTHOTO FOPAYEro BBIIABIHBAHHA OHMETAUIMIECKHX 0Ty (HaOpHKATOB
JETATH «IIPOIIHBHOH MyaHCOH»: 1 — moayMaTpHIa; 2 — MacTep-IyaHCOH; 3 — COCTABHAA 3aTOTOBKA;
4 — GuMeTanIHYecKHil HoMypabpHKAT; 5 — ra300TBOIAINIHMI KaHAT

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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Mocae aedopmaumn
After deformation

Jo aedopmaumu
Before deformation

Puc. 6. Cxema 1e)OpMHPOBAHHA UL CKOPOCTHOIO TOPAYEro BhLIABIHBAHAA OHMETA/UIMIECKHX 0Ty (haOpHKaTOB
JleTa/H «TAaHTeHIHAIBHBIH pesel»: 1 — momymarpuna; 2 — popMooOpa3yrom il yaHCOH; 3 — COCTaBHAA 3arOTOBKA;
4 — 6uMeTanIHYeCKHil oIy adpHKaT; 5, 6 — ra300TBOMANIHE KAHAIBI

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

IIponecc CI'B ocymiecTBIA€TCA B TaKOH IIO-
cllefioBaTenbHOCTH. ITociie cOOpKH IITaMIIa Harpe-
Tag 10 Ty = 1150 °C cocTraBHasd 3aroroBKa 3 3a-
IPyXKaeTcs B IPHEMHOE OTBEPCTHE MOIyMAaTpHIl 1,
a 3areM (opMoOOpa3yIOMUi MyaHCOH 2, KOTOPO-
MY yIapHHKOM (pHC. 3, mo3. 12), pa3orHaHHBIM B
CTBOJIE TOPH30HTATILHOH YCTAHOBKH (HA PHCYHKAX
He [I0Ka3aHa) 10 CKOPOCTH vy = 85-90 M/c, coo6-
IIaeTcs JHEPrHs, OOECIEUHBAOMIAd BBICOKOCKO-
POCTHYIO Ae(OpMAIHIO COCTABHOH 3arOTOBKH 3.

Cragus pa3roHa IIPH BBICOKOCKOPOCTHOH Je-
(opMaIHH COIPOBOKIACTCS PACIIPECCOBKOH CO-
CTABHOH 3aroTOBKH 3 B IPHEMHOM OTBEPCTHH IIO-
JTyMaTpull 1 H NIpSAMBIM BBIIABIHBAHHEM B MaT-
PHYHYIO IOJIOCTh IIPH COBMECTHOM ILTaCTHYECKOM
TEYCHHH 00BEMOB METAILIa Ha IOBEPXHOCTAX KOH-
TaKTa [BYX YacT€H COCTAaBHOH 3aroTOBKH 3 C
(dopMHEpOBaHHEM GHMETALIHUECKOTO COECTHHEHHA
H HA4yaloM 3aTe€KaHHA B OTBEpCcTHE (popMoolpa-
3yloIero IyaHcoHa 2. Jlamee cleayeT CTagus
TOPMOJKEHHS, KOTOPOH COOTBETCTBYET OOpaTHOE
BBHIJIABJIHBAHHE XBOCTOBOH YacTH OHMeETaJlIHuec-
ckoro momydadpukara 4 H OKOHUATEIBHOE €ro
¢dopmoobpa3oBanue [3, 12].

XI2M® (AISI D2)

40X (AISI 5140)

_5XHM (AISI L6)

\_-40X (AISI 5140)

Ha puc. 7 mpencrapieHs! GpoTo NUTH(OB IOKO-
BOK H 06paGOTaHHEIX JeTaneH-IpeIcTaBUTEICH.

HccaeqoBaHAs MEKPOCTPYKTYPBI
H MHKPOTBepI0CTH

JI71s1 KaueCTBEHHOH OIIEHKH IIOIyUYEHHOI'O CO-
€IMHEHH OHMETAaLIHUeCKHX MoIy(aGpHKaToB
H CTPYKTYpHO-()a30BBIX IIPEBPAIICHAH B IIPOIECCe
BEICOKOCKOPOCTHOI'O BO3JEHCTBHA IIOIyYEHHBIE
OUTH(El TOKOBOK HCCIEIOBAINCH IIyTEM aHAIH3a
HX MHKPOCTPYKTYPHI H MEKPOTBEPAOCTH.

KadecTBO coeIHHEHHS KOMIIOHEHTOB OHMeE-
TALTHYECKHX NMOTy(pabpHKATOB OIpeIeieTcs 30-
HOH COEIHMHEHHS, KOTOpas BKIIOYAeT B ceds Kak
IIOBEPXHOCTh KOHTAKTAa, TaK H IPHJIETAIONIHE K
HEH 0011aCTH COCTHHACMEBIX CTaICH.

AHanHu3 MHKPOCTPYKTYPHI IIPOBOJIHIH C IIPH-
MEHEHHEM MeTaLorpaguueckoro MHKpPOCKOIA
«AmpramMu» MET 1M.

Ha puc. 8 mpencraBieHBl MHKPOCTPYKTYPEI
30HBI COCIHHEHH OHMETAIHIECKHX oIy (padpu-
KaToB.

b c
UJX 15 (AISI 52100)

651" (AISI 1060)

Puc. 7. leTanu-npencTaBATENH H HX OUTH(EL: a — BCTABKA IIyaHCOHA; b — IPOIIMBHOM IyaHCOH; ¢ — TAHTCHIHAIBHBIH pe3el

Fig. 7. Representative products and their sections: a — punch insert; b — piercing punch; ¢ — tangential pick
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X12MI(AISI D2)
c
40X(AISI 5140

SXTIM(AISI L6

<
LLIX1S(AIS] 52100)

XI12Md(AISI D2

d

Puc. 8. MEKPOCTPYKTYpa B 30HE OHMETALIHYECKOTO COSAHHEHH 0Ty (pabpHKaTOB AeTaneh-npeacraBureaei (x 400):
a, b— BcTaBka myaHcoHa; ¢, d — IPOIMUBHOIH ITyaHCOH; €, f — TAHTeHIHATBHBIH 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

IIpoBeieHHBIE SKCIEPHMEHTANBHEIE HCCIEN0-
BaHHA IIPH pa3padoTKe 1adOpaTOPHBIX TEXHOJO-
ruii CI'B moxaszaimH, 4To CTEIEHbh HAIHYHA HeMe-
TALTHYECKHX BKIIOUEHHH Ha TPAaHHIE pa3fena
KOMIIOHEHTOB OHMETAIHYECKHX MoTy(padpHKa-
TOB 3aBHCHT OT CTEIIEHH H TEMIIEPATyphl ropsauei
IIaCTHYECKOH JeopMalHH, a TaKXkKe CXEMBI Jie-
(dopmupoBaHmi. KpoMme TOro, yCTaHOBICHO, 4TO,
HECMOTPS Ha KPaTKOBPEMEHHOCTDH IPOTEKAOIIHX
ne(OpPMAlHOHHBIX IIPOIECCOB, B 30HE COEIHHE-
HHA pa3BHBaeTCA TH(P(Y3HOHHOE B3aHMO/ICHCTBHE
¢ o0pa30oBaHHEM CIUIaBA, OTIHYHOIO OT OOEHX
craneil. JlaHHO€ ABIEHHE, OUEBHIHO, OOBACHACTCA
YCTAHOBICHHEM IIOTHOrO (H3HYECKOr0 KOHTAKTa
C Pa3BHTHEM HOPMAIBHBIX XHMHUYECKHX CBSI3€H
Ha IpaHHIE pa3/iena IIPH COBMECTHOM ILIacTHYe-
CKOM TE€4EHHH, COIPOBOKIAIOMIEMCS Pa3pyLICHH-
€M OKHCHBIX IUIEHOK ¢ OOHAOXCHHEM IOBEHHIIBHBIX
NIOBEPXHOCTEH H BBIPAKEHHBIM TEIUIOBBIM 3 dek-
TOM Onarojaps agHadaTHOMY IIPOTEKAHHIO IIPO-
Iecca 3a cueT BBICOKHX CKOpOCTeH aedopMHpO-
BaHH], a TAKKE PEXHMY 3aKpBHITOH IITaMIIOB-
KH, KOTOpPBIH 00€CIIEUHBAeT CXeMy HEpaBHOMEpP-
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HOTO BCECTOPOHHEIO CXKAaTHA HAa CTaJHH TOPMO-
JKEHHS.

Tak, coeHHEHHE, NIOTy4eHHOE IPH BBIIABIH-
BaHHH OHMETATHYECKOro moiydadpHKaTa JIeTa-
JH «BCTaBKA IIyaHCOHA», HMEET BBLIEILIIOIIYIOCS
CBETIYI TpaHHIy pa3jielna, KOoTopas IpaKTHYe-
CKH HE COJEPXKHT HEMETALIHUECKHX BKIIOYECHHH
1o Bcel 30He coequHeHHA (pHC. 8a, b), Tak Kak
pa3pyIIcHHbIE OKCHIHBIE IUIEHKH pa3ipoGIeHEI
H BBIHECEHBI B KOJBLEBYIO IPOTOUYKY S5 (pHC. 4).
Ko3(QHuuHeHT BBHITSKKH IPH PagHAIPHOM BEI-
JAaBIHBAHAH B KOJIBIEBYID IIPOTOYKY COCTaB-
1 A = 3,125. Hanuupe cBETIOH IPaHHIBI pa3ie-
7a 00BACHAETCA 3HAUHTENbHOH qu(Qy3HeH XpoMa
oT ctamd X12M® x ctanmu 40X ¢ o0pa3oBaHHEM
KapOHIOB XpOMa B 30HE COEIHHEHH.

IIpu BBIIABIMBAHHH OHMETALTHYECKOTO IIO-
mypabpHKaTa JeTanH «IIPOIIHBHOH ITyaHCOH»
30Ha COEJIHHEHHSA HE HMEET SPKO BBIPAKECHHOH
TPAHHLBl pa3jiena, Tak KaK COEJHHAEMBIE CTa-
m 40X H SXHM HMET ONH3KHHA XHMHYECKHI
COCTaB IO COJEP)KAHHIO YIIIEpO/ia H HHU3KHH IIPo-
[EHT IerHpyronHX 31eMeHToB (pHc. 8¢, d). I'pa-
HHIa pa3jgena (puc. 8c) HMeeT He3HAYHTENbHOE
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KOJIMYECTBO HEMETAJUTMYECKUX BKIFOUCHHH, HO B
OCHOBHOM OHH W3MEJbUEHBI, PACTBOPEHBI U PaB-
HOMEPHO paclpelelieHbl B 30HE COCOUHEHUS 3a
CUET 3HAYMTENBHBIX CTeneHed aedopmanuu mpu
COBMECTHOM IIJJACTUYECKOM Te4eHuu (kodhdu-
OUEHT BBITSDKKM A = 3,24). Ha rpanune pasne-
Jla COeJAMHEHUs B TopleBo yactu (puc. 8d)
HAOIIOAIOTCSI KOHTJIOMEPAThl HEeMETAITHYECKUX
BKIIIOUCHMIA, TaK Kak 3]lech Tpu jaedopmanuu
dopmMupyeTcs 3acToifHas 30Ha W HeMeTaJuIhde-
CKH€ BKJIIOYECHHS HE HMEIOT BO3MOXHOCTH JIPO-
OUTBCS.

[Ipu BBIHABIMBAHUN OWMETAIIMYECKOTO TIO-
nydabpukara JneTald «TaHTCHIUAIBHBIA pPE3ein»
30HAa COCIWHEHUS HWMEET pEe3KO BHIPAKECHHYIO
TEMHYIO TPaHUWIly pa3jieria, 9YTo, OYEeBHIHO, CBS3a-
HO C aKTUBHOW B3auMHOW muddysueit yriepoaa
craneii LIX 15 u 651" ¢ oOpa3zoBanueM KapOUAHOM
JUKBAIMK B 30He coemuHeHus (puc. 8e, f), a Tak-
KEe HaIWYMEM HEKOTOPOTO KOJMYecTBa HeMeTall-
JUYECKUX BKJIFOUEHHUM BCIEICTBUE TOTO, YTO 30HA
coequHeHns (puc. 8e) B CpPaBHEHHWU C JIByMs
MpeapIAyIuMu  monygadbpukaraMu uMmeeT Oolree
HIMPOKYIO TpaHMIy pasfenia, 4TO OOBSICHSETCS
MEHBIIUMHU CTETIeHSAMHU Jne(opMalui TMPU COB-
MECTHOM IUTACTHYECKOM TeueHUH (Kod(h HUIIHECHT
BeITsDKKM A = 2,0). Ha rpanuiie pasaena B TOpIo-
BOi1 yactu (puc. 8f) moMuMo 3aCTONHON 30HBI IPU
MIPSIMOM BBIIaBIIMBAHUH TaKXKe EHCTBYIOT pacTsi-
THBAIOLINE HAMPSHKEHUsST MPpH POPMOOOpa30BaAHUM
XBOCTOBHKA OOpaTHBIM BBIJABIMBAHUEM, TTO3TOMY
3mech He (hopMHpyeTcsi KaueCTBEHHOe OMMeTal-
JTMYecKoe 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

COTIpSITaeMyI0 TOBEPXHOCTb, KOTOpas JIOTOIHHU-
TEIBHO (OPMHUPYET «3aMKOBOE» COCOUHEHHE
Mexay pabodeill BCTaBKOW M OCHOBOW OMMeETalIH-
geckoro noirydadpukata (puc. 6, mos. 4).

W3MepeHne MUKPOTBEPIOCTH B 30HE COEIUHE-
HUS W TPUIIECTAIOIIMX K HEH CII0EB Pa3HOPOJI-
HBIX cTaner (puc. 8a, ¢, €) MPOM3BOIUIN HA LUP-
poBoMm MukpotBepaoMepe AFFRI MVDMS8 c¢ na-
rpy3skoit P = 0,981 H (100 r) B cooTBeTCTBHU
¢ I'OCT 9450-76. IlorpemHocTts u3MEpeHUt
COTJIaCHO MAacHOPTHBIM JaHHBIM mpuOopa He Tpe-
Bbiaet 3 %.

Ha puc. 9 npencrasiens! rpaduku pacrpeme-
JICHHUSI MUKPOTBEPIIOCTH B 30HE OMMETaJJIMYECKO-
ro coenuHeHM (pUC. 8a, C, ).

Bce Tpu 00Opasia uMeroT 001y XapakTepHYyIO
3aBUCHUMOCTb paclpelesieHHss MHKPOTBEPIOCTH
B 30HE COEAMHEHHS, KOTOpas CBHUAETENbCTBYIOT
0 ToM, 4Tto auddy3us yriepoja HHTCHCUBHEE
IIPOTEKAET OT MEHEE JIETMPOBAHHOMN K OoJiee Jieru-
poBaHHOHM ctanu. Tak, B OKPECTHOCTSIX TPAHULIBI
pasnena craneil mopsiika 200 MKM CO CTOPOHBI
paboueil BcTaBKM HaOJIOAaeTCs 30HA TOBBIIICH-
HOW TBEPAOCTH, @ CO CTOPOHbI OCHOBBI — 30HA
obesyrnepoxkuBanus (puc. 9). JlanHoe sBieHHE
OOBSICHSICTCS. TEM, YTO JICTHPYIOLINE BIIEMEHTHI
MOoJi BO3JECHCTBHEM BBICOKON TeMIepaTypbl Jie-
tdhopmarun (1100-1200 °C) sBnsrotes Oomnee kap-
O0uI000pa3yIOIIMMHI  3JIEMEHTaMH, YeM JKeJe30,
u nodromMy auddy3us yriaeposa B OMMeETaILTHIC-
CKHX o00pa3nax NPOUCXOOUT NPOTUB IPaAHMEHTa
ero KoHueHtpauuud B crand 40X mpoTuB cTanei
X12M® u 5XHM, a B cmydae KoMmo3uiuu 650
u IX15 onpenendronuM sIBJISETCS JIETUPOBAHUE
XpOMOM, KOTODBI sBIsieTcss Oojee aKTHBHBIM
KapOUI000pa3yIOIMM 3JIEMEHTOM B CpPaBHEHUU
C MapraHueM.

MIla MIIa MlTIa
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Puc. 9. MUKpOTBEpIOCTE B 30HE OMMETAININYECKOT0 COSqUHEHNsI 0Ty pabprKkaToB aeTaei-npecTaBUTeNeH:
a — BCTaBKa IyaHCOHA; b — IPOIIMBHOMW ITyaHCOH; C — TAHTCHI[HAIBHBINA pe3ell

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