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Abstract

The problem of extrusion billets made of titanium alloy in two variants: for conic and flat die was solved with the
finite element method. It was identified that strain distribution and strain rates were different. The differences were

described.

B mociientee BpeMst B TEXHOJIOTUH TIPECCOBAHMS
Oonpllice BHUMAHUE CTajl0 YIACHATHCS  BIHMSHHIO
KOH(UTYypaluu MHCTPYMEHTa Ha XapaKTep MCTCYCHUS
MeTaia, MOCKOJIBKY 3TO npesonpeesser
BO3MOKHOCTh MOJy4YCHHsI Oe3Me()eKTHOrO MeTauia U
coolIieHre eMy He0OX0IMMOT0 YPOBHS CBOMCTB [1-5].

Llenpto pabGoTHI ABNISIACH OIEHKA HAPSHKEHHO-
neOPMHPOBAHHOTO COCTOSIHUSL TIPH  TIPECCOBAHHUHU

nmonaepxxuBaeTcs kommanueit KBantop®@opm(Poccus).
[MonpoGHass mnOCTaHOBKA 3ajJaydl IIPECCOBaHHS B
YIOMSIHYTOM MPOrpaMMe OMKcaHa B cratse [6].

B kagecTBe MOJENBHOrO MaTepuaia IpHU
MIPOBEACHUH PACUETOB MCIIOJIB30BaH TUTAHOBBIM CILIaB
BT6. Ilnotnoctn: 4430 KF/Ms, TOYKA IIIaBJICHUS:
1668°C, Temmepatypa o-fB-mepexoma: 980-1010°C,
MOAyJb ynpyroctu nepsoro poga: 115 I'Tla. Ha puc. 1-

TPYOHBIX ~ 3arOTOBOK €  pa3nu4HoOd  Qopmoit 3 MOKa3aHbI TeMIIepaTypHas 3aBUCHUMOCTh
obpasyromieil MaTpuibl. B kauecTBe HHCTpyMEHTa ISt TEIIOMPOBOAHOCTH CIUIaBa, TeMIepaTypHast
aHaJIn3a HCIIOJIB30BaH HpOFpaMMHBIﬁ OPpOAYKT 3aBUCHUMOCTD yHeHBHOﬁ TCIDIOCMKOCTHU CIlllaBa H
QForm2D/3D, KOTOpBII  pa3pabaThIBacTcs u KpHUBBIC 1e()OpMAIIMOHHOTO yIIpouHeHus cruiaBa BT6.
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Puc. 1. TemneparypHas 3aBUCUMOCTb TEIUIONPOBOAHOCTH criaBa BT6
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Puc. 2. TemneparypHas 3aBHCHMOCTH YJEIFHON TETNIOEMKOCTH ciitaBa BT6
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SIGMA = F ( aedopmayna, ckopocTs, Temnep. ) { MPa )
Aedopmauma - Jedopmauma ( 0THOCUTENEH. )
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Puc. 3. Kpussie nedopmanmonsoro ynpouHeHus ciiasa BT6

ITpn mocTaHOBKE 3afady HCTONB30BAJICSA 3aKOH
tpenns o A.H.JleBaHoBy ¢ ¢akTopamu tpermns p=0,3
u u=0,8.

B Tabmune mpencTaBieHs! pasMepsl 3arOTOBKH
1 MHCTPYMEHTA, IPUMEHEHHBIE B PACUETAX.

Tabmuua
Pa3Mepbl 3ar0TOBKU M HHCTPYMEHTOB
Ne Do, MM Dy, MM Dy, MM So, MM S1, MM L, mm o
1 169 86 46 61,5 20 170 45°
2 169 86 46 61,5 20 170 90°
3 285 86 46 119,5 20 170 45°
4 285 86 46 119,5 20 170 90°

B »10it Tabmune Dy u D; — BHemHMiA auamerp
3arOTOBKH COOTBETCTBEHHO IO W TIOCIIE IIPECCOBAHUS,
Dy — mmamerp wuriel, Sy ¥ S; — TONIIMHA CTCHKH
3arOTOBKH COOTBETCTBEHHO 0 W TIOCIIE IIPECCOBAHUS,
L — /umHa 3aroTOBKH A0 IOIXOAa K IOBEPXHOCTH
MaTPHIIBI, 0. — YTOJ HAaKJIOHA MATPHIBI (YTOJI MEXIy
oOpasyroliel paboyei MOBEPXHOCTH MATPHUIIBI U OCHIO
CUMMETPHH).

Hanee OyaeT npoaHaIM3MPOBAHO BIHMSHUC yIiia
HAKJIOHA 00pa3yroLIeil MAaTPHIBI Ha ABYX ypOBHsX: 45°
n90°.
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Ha puc. 4 n3o0paxkeHa cxema IIPecCOBaHUS IS
KOX(pHUIHIEHTa BBHITSDKKH 5, a 00JIacTIMH PaBHOTO
YPOBHS TOKa3aHO pacmpeneneHne nedopmanuu B
oudare aedopManM ¥ B TOTOBOM H3AEIHH B JBYX
BapHaHTaX pPacyueToB: NPH INPUMEHEHHHM KOHHUYECKOH
MaTpulbl ¢ YIJIOM HakioHa oOpasywoomei 45° u
IJIOCKOM MaTpHUIbl, UMEIOLIEH paguyc 3aKpyrieHusl Ha
YpOBHE KainuOpyromero mnosicka. Paguyc 3akpyrieHus
Ipu  KamuOpyroIleM  MOsICKe  paBeH 3 MM.
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Puc. 4. Pacnpenienenue crenenu aeopMaliy Npy IPECCOBAaHUY ¢ M3MEHEHUEM IPO(MMIIS MaTPULbI U Ko dHULueHTa
BBITSDKKH 5: 8 — KOHMYECKast C YIJIOM HAaKJIOHa 00pasyromiei 45°; B - miockas; 6 U I' — COOTBETCTBYIOIIHE [[BETOBbIE
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Awnanus neOpMUPOBAHHOTO COCTOSIHUS
MTOKa3bIBAET, YTO HaWOOJIbIIAs CTENeHb IehopMaius

HaOIomaeTcsi Ha BHEIIHEH CTEHKEe TpPyOBl, dYTO
cooTBeTcTBYeT pemenusMm [7,8]. D10  sBieHume
OOBSACHSAETCS  IOBBIIIGHHMEM  JOJH  CIOBHIOBBIX

nedopmanuii Mo Mepe yganeHusl OT OCH IIPECCOBAHUS.
OpHoponHOE TO JUIMHE paclpeliesieHHe CTENeHU
nedopManuy HaYMHAETCSl Ha JUIMHE y4acTKa TpyOHOH
3arOTOBKH, pPAaBHOW NPUMEPHO JBYM JHaMeTpaMm.
VIMEeHHO 3Ty 4YacTh 3aroTOBKM OOBIYHO NPUHATO
0Tpe3aTh OT HIpecc-u3eusl Kak Ae(eKTHYIO 4acTb, ee
nedopmanmonHas MmpopaboTka HE JOCTaTOYHA IS
JIOCTHXEHUSI HEOOXOANMOT0 KOMIIIEKCA CBOMCTB.

Crernens AeopMaIiu B JJOKAIBHBIX OYarax mpH
yTiie HaKjIoHAa MaTpuibl o = 90° 3aMETHO BHIINIE, YeM
IpU yTie HaKIOHA MAaTpuibsl o = 45°. DTO MOXKHO
OOBSICHATh  HaJMYUEM OONBIIUX  CIBUTOB  IIPH
MPUMEHCHHH HWMEHHO IUTOCKOH Marpumbl. OOBYHO
SHEPreTUYeCcKHe 3aTpaThl HAa IMPOIECC MPECCOBAHUS B
9TOM CIIy4ae OKa3bIBaIOTCS TaKkKe BHIIIE.

Ha puc.5 mokazaHno pacrpezneneHue CKOpocTeit
nedopmanuu B IByX BapHaHTax HMPOBEACHUs Ipoliecca

it kodddunuenra  BeiTskkH 5. CkopocTh
neopManui  HATISATHO JEMOHCTPUPYET TPaHUIIBI
ouara gedopmaruu. BpIBIEHO, YTO CKOPOCTh
nepopManuy  TPUHAMAaeT CBOM  MaKCHMAallbHBIE

3HAYCHHUS B 00JIaCTH BBIXOZa ME€TaJIlIa U3 MaTPHUIIBL.
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Puc.5. Pacnipenenenue ckopoctu nedopMaiivy Mpu MPECCOBAHUU C U3MEHEHUEM TPOMUIIS MATPHIIBI IS
KOO (PUIMEHTA BBITSKKY 5: 8 — KOHAYECKas ¢ YIJIOM HakjoHa obpasyromeit 45°% 6 — miockas

Kondurypamust monst ckopocTeil MOXeT ObITh
omnucaHa cieayromuM obpazoM. [Ipu npojBKeHUH
MeTaJula 10 KOHTEHHepYy YBEJINYMBAIOTCS CKOPOCTH

nedopmanuu hi(o) MaKCUMAaJIbHBIX 3HAYECHUH,
HaOIIOMaeMBIX B 00JacTH, KOTOPYIO MOXHO OTHCATh
paiMaNbHBIMHA  TOBEpXHOCTAMH. [lo  pagmambHOMN

KOOPJMHATE MOKHO BBIJEIHUThH /IBA MAaKCUMyMa: OJIUH
BONMM3M TIOBEPXHOCTH WIJIBI, a BTOPOH BOIHM3H
KanuOpyromero  mosicka  martpuupsl.  [Ipu  3TOM
npeo0yajaeT BTOPOW MaKCUMyM — Yy MaTpHIBL. ITO
TOBOPUT O TOM, YTO JIOKaJbHBIH Pa3orpeB Merajuia
3mech gocturaercs Oonpmied BenmuuHBl. Ha Qone
MaKCHMYMOB CYIIIECTBYEeT 00JacTh C TOHMKEHHBIMU
3HAYCHUSAMH CKOPOCTH JeQopManuid — B IEHTpe
CTEHKH TPYyOHOH 3arOTOBKH.

TakuM 00pa3oMm, YCTaHOBJEHBI pa3JIMuusl B
Je(OPMUPOBAHHOM COCTOSTHUM TIPH  NIPECCOBaHHUHU
TpyOHOH 3aroTOBKM uepe3 KOHHYECKYI0 U IUIOCKYIO
MaTpHLBl: O0JbIIast CTENeHb Ae(hOPMALIH JTOCTUTaeTCs
IIpU NIPECCOBaHMM 4Yepe3 IUIOCKylo Mmarpuily. boiee
OJHOPOJAHO CTeneHb JAedopMalyu pacupeneneHa NpH
MPECCOBAHUM Yepe3 KOHUUECKYIO MaTPHILY.
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