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Y pobomi BUKOHAHO aHasli3 Br/iusy MoYamkKoBUX napamempis KyBaHHSI Ha KiHyesy ¢hopMy MOKOBKU, & MaKoxX
00C/1iOXeHHSI 0ae MOX/IUBICMb 3PO3yMIMuU, SIK meye Memas y pasi oeqpopMysaHHs, U nobydysamu 3asexHocmi
2e0MempuYHOI chopmMu BIi0 MOYaMKOBUX rnapamempis KysaHHs 0emasii. [aHi 3ai1exxHocmi 00380/15imMb He Jiulue rnpo-
2Ho3ysamu mevito MemaJsly ma xapakmep hopMO3MIHU, & MaKoX OYiHtoBamu ma aHasisysamu Bri/1U8 KOHKPeMHUX
napamempis Ha 2eomempito, siKicmb | ¢hi3UKO-MeXaHI4YHI Briacmugocmi MOKOBKU. Y pobomi po32/1siHymo rnpoyec
MOOesI0BaHHSI KyBaHHsI KOPIyCig 3aripHoi apmamypu 3i CK/1a0HOK medieto ma ¢hopMO3MIHOK Memasly, @& makKox
MOX/1UBICMb OMPUMAaHHS PI3HOMaHIMHUX rnapamMempis MoKOBKU, SIK-0m memrepamypHi rosisi, po3rodis deghop-
mauyii, iHmeHcusHicmb dechopmayii ma cmpykmypa, a makox MOX/UBICMb po3paxosysamu Cu/0BI napamempi,
3ampayeHi eHepeito | Yyac Ha 0eghopMyBaHHS1 NMOKOBKU. P032/1SIHymo BI/IUB KOBa/IbChbKUX napamempis — Be/IUYUHU
rodadi, cmyneHsi dechopmauii Kyma kaHmysaHb ma ¢hopmu 0eghopMyroH020 IHCMPYMEHMY Ha KiHUeBy 2eo0Mempito
[TOKOBKU, & caMe Ha 3aKoByBaHHSI BHYMPIWHb020 diamempy ma 36i/IbWEHHS 00BXUHU OKOBKU KOPIyCy 3aripHol
apmamypu, Ha BUHUKHEHHST YMSDKUH y mopyesiti M10WUHI MOKOBKU, Ha 3MIUEHHSI 3aKkoBaH020 diaMempy BIOHOCHO
0Ci TOKOBKU ma Ha BUHUKHEHHST KOBa/IbCbKUX deghekmis. [106y00BaHO ma BUMIPSIHO OCHOBHI 2e0MeMPUYHI PO3MIpU
MOKOBKU [1iC/151 0ehopMyBaHHS, & MakoX BUKOHaHO YMOBHI MO3Ha4YeHHS 0/151 BCIX PO3MIipis 0eghopMoBaHOI MOKOBKU.
Po3zs15tHymo 30HU deghopmayjii MOKOBKU ma rnobyodosaHo epacpitHi 3a/1eXXHOCMI 2eoMempii MOKOBKU BI0 MOYamKoBUX
napamempis KyBaHHsI ma 2aeomempii 3a20mosku. [JoC/iOXEHO Kilbka cXeM KyBaHHS KOpriycig 3anipHol apmamypu.

Knrouosi cnosa: saripHa apmamypa, KyBaHHS, MOKOBKa.

Duvanskyi Oleksandr, Chukhlib Vitaliy. Research on the influence of forging parameters
on the shape of the forging

The work analyzes the influence of the initial forging parameters on the final shape of the forging, and the research
in this article makes it possible to understand how the metal flows during deformation, as well as to construct
the dependences of the geometric shape on the initial parameters of the forging of the part. These dependencies
will allow not only to predict the flow of the metal and the nature of the deformation, but also to evaluate and analyze
the influence of specific parameters on the geometry, quality and physical and mechanical properties of the forging.
The work considers the process of modeling the forging of valve bodies with complex flow and deformation of the metal,
as well as the possibility of obtaining various forging parameters, such as temperature fields, deformation distribution,
deformation intensity and structure, as well as the ability to calculate force parameters, energy consumed and time
for deformation of the forging. The influence of forging parameters, namely the feed rate, the degree of deformation
of the canting angle and the shape of the deforming tool on the final geometry of the forging, namely on the forging
of the inner diameter and the increase in the forging length of the valve body, on the occurrence of weights in the end
plane of the forging, on the displacement of the forged diameter relative to the forging axis and on the occurrence
of forging defects, is considered. The main geometric dimensions of the forging after deformation are constructed
and measured, and conventional designations are made for all sizes of the deformed forging. The deformation
zones of the forging are considered and graphical dependences of the forging geometry on the initial forging
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parameters and the geometry of the workpiece are constructed. Several schemes for forging shut-off valve bodies

are investigated.
Keywords: valves, forging, forging.

BcTyn. [0/10BHOK Npo6/1eMOt0 B KyBaHHI Kop-
nyciB 3anipHoi apMaTtypu € HWU3bKWIi piBEHb KOe-
QoilieHTY BUKOpUCTaHHA MeTasy. OCKislbKn nig vac
KyBaHHS BUKOPUCTOBYHOTLCHA AOCUTL NPOCTI hopmMu
Aeopmytodoro iHCTPYMEHTY, TO geTani CKiagHol
doopmMu oTpumaTi HabaraTo Baxkye, HiX 3a LTam-
nyBaHHs abo iHLWKMX CNoco6iB BUPOOGHULTBA.

AKTYya/IbHICTb Takol TeEMWU NEXUTb Y 2 NAOLLK-
Hax. Mo-nepLue, KyBaHHA UUAIHAPY 3 HACKPI3HUM
OTBOPOM 6e3 onpaBkM € AyXe Ma/lOBUBYEHO
TEMOIO, WO Jae Benuke none AN AOCNILKEHb.
Mo-apyre, 3 KOXHWM POKOM BUMOIM [0 SKOCTI
fetanein 3anipHoi apmarypu  NigBULLYHOTLCS,
HadpToBa Ta rasoBuaobyBHa rasysi pPocTyTb $K
B YKpaiHi, Tak i y CBIiTi, @ TOMy BUPOOHULTBO Taknx
fetaneit i gocnimkeHHs B Ll o6nacTi we A0Brui
yac 6yayTb akTyanbHUMW. KomnnekcHwii aHanis
BM/IMBY NapameTpiB KOBaslbCbKOI onepadii npoTs-
ryBaHHs [L,03BO/INTb HE NULLEe NPOrHO3yBaTh Tevito
MeTasly, a 1 AONOMOXe 3HA4YHO EKOHOMUTU [OpPO-
roBapTiCHI KOPO3iHOCTIKI MapKu cTasiei, po3po-
OUTN TEXHONOTIYHI KapT! BUPOGHULITBA KOpMyciB
3anipHol apmarypu, a TakoX 3MEeHLUUTN eHeproBu-
Tpatu nif Yyac BUrOTOB/IEHHS LIMX AeTanel.

AHani3 pgocnigxeHb i ny6nikauii. 3anipHa
apmarypa — ue pisHOMaHiTHi geTtasii B Tpyb6onpo-
BOJax, CTBOPEHi AN perynioBaHHA abo 3MiHu
HanpsMKy NoToky poboyoi piguHu. Hatenep icHye
6araro crnocobis BUPOOHMLITBA 3anipHOT apMaTypu,
KOXEH 3 sKnx mae cBoi nepesaru [1]. Lie i nnTTs,
sike [03BONASE OTpUMaTtK Halbinbw  cknagHi
chopmu aeTani, WTamnyBaHHs, WO Mae nepesary
B CEpIliHOCTI BUPOOHMLTBA, i KyBaHHs, sike 403BO-
N€ OTPUMYBaTU BeNMKOrabapuTHi NOKOBKM Barok
B KiJibka abo HaBiTb Y AECATKM TOH. TakoxX crogu
BXOAATb METOAM 3BaploBaHHA, 00po6/neHHA Ha
BepcTarax i3 Y1CN0BUM NPOrpamMmHUM KEpyBaHHSAM,
BUrOTOB/IEHHA METOAOM aAUTUBHUX TEXHOMOril
i 36ipKa 3 roToBMX KOMIMOHEHTIB [2].

Taki getasli BUKOPUCTOBYKOTLCSA B HaTOBIN,
rasoBii Ta IHWWUX rany3sax npomucaoBocTi [3].
Po6oTa B ymoBax BMUBY arpecuBHOro cepeno-
BMLLIA Ta BMCOKOIO TUCKY BUMAarae BUCOKOT KOpPO3ili-
HOT CTINKOCTI Ta 3HOCOCTIKOCTI. ToMy Mae micue
NOCTiiHEe BAOCKOHA/IEHHS XapaKTePUCTUK MiLLHOCTI
fetani, a TakoX NokKpaleHHs KIHLEeBOI CTPYKTypu
aetani [4].

Y pocnigpkeHHi [5] ana BUroToOBAEHHS AeTai
BMKOPUCTOBYBABCA CMOCI6 KyBaHHA [feTasli Ha
rigpasniyHomy npeci. [pouec BUrOTOB/IEHHS
MOKOBKM 3anipHOi apmaTtypu Mae Taky TexHOso-
riYHy NOCNIAOBHICTL: 3/IMTOK Maco B Kiflbka TOH

230

nigaaeTbca onepauii 6ineTnpysaHHs, TO6TO 36UTTA
rpaHeii, aani 3arotoBka ocafXyeTbCs, TO6TO ae
npoLec 3MeHLLEeHHS BUCOTM Ta 36i/1bLLUEHHS N/IOLL
nonepeyHoro nepepisy, NPOLIMBAETLCA BHYTPILL-
Hil OTBIp | BMKOHYETBLCS onepauis NpoTAryBaHHs
Ha onpasL,.

Y pob6oTi [6] gocnimpkeHHA BigpisHAnocsa abo
X HAasIBHICTIO KOBaJ/IbCbKOI OMpaBKM BCEPeUHI
MOKOBKW, abo > npoBoamnoca 6e3 Hackpi3HOro
NO300BXHLOrO OTBOPY B UMAiHApI. Hanpuknag,
aBTop [7] y CBOEMY AOOC/IKEHHI onucas cnocié
BWUIOTOB/IEHHSA NMOKOBOK 3 OTBOPOM PO3KOUYBaHHAM
Ha onpasL,i MOPOXHMCTOI 3aroTiBkM 3 OypTOM Ha
30BHILLHI NOBEPXHI, AKWIA BiAPI3HAETLCS TUM, LU0
KOHYCHE KiflbLie BCTAHOB/IIOKTb Ha M/I0CKY HWXHIO
NANTY | 0CafKytOTb Or0 NSIOCKOK BEPXHBLOK N/U-
TOK [0 BUCOTKU, siKa [OOPIBHIOE TOBLUWMHI CTiHKN
Hanispabpukarty. [Npu LbOMYy 3aroToBKy 3 OypTOM
Ha 30BHILLHIA MOBEPXHi crnoyaTtky pPO3KoYyBasin
[0 HaniBthabpukaTy B BUIAAI KOHYCHOTO KifibLs,
a noTiM ocamkyBasiv KOHYCHe Kinbue [8]. B iHLLii
po6oTi [9] onucaHo KyBaHHSA NOPOXHUCTOT NOKOBKY
3 OMpaBKOK Ha YOTUPMOOKOBOMY KOBaSIbCbKOMY
NPUCTPOT 3 BUKOPUCTAHHAM PIi3HUX KYTIB KaHTy-
BaHb, a TakoX 3 KaslibpyBasZIbHOK AINAHKOK Ha
KOXXHOMY 3 YOTUPLOX 60iKIB [10].

Y pob6orti [11] mopentoBaHHsA Ta pPO3paxyHOK
napameTpiB Aetani nicna gedopmadii  NpoBo-
avnuca B nporpamHoMmy kKomnnekci QForm 3a
[OMOMOrol MeTofly KiHLEeBUX enemeHTiB. MeTtop,
KIHLLEBUX €eNleMeHTIB € e(DEKTUBHUM YUCENIbHUM
METOLOM PILLUEHHS iIHXEeHEepPHMX i Pi3nYHNX 3aau.
O6nacTb MOro 3acToCyBaHHA TATHETbCA Bifg aHa-
Ni3y Hanpy>XeHb Y KOHCTPYKLUiSX NniTakis abo aBTo-
MOGINIB A0 PO3paxyHKy TakmxX CKafHUX CUCTEM,
sIK aTOMHa enekTpocTaHLia [12]. 3a iioro gonomo-
rol po3rnsaAfacTbea pyx piguHM no Tpybax, yepes
Aambu, B NopuUcTUX cepefoBuLax, A0CAiIKYETLCA
nepeo6ir rasy, WO CTUCKAETLCHA, PO3B’A3YHTHCA
3aBfaHHA efNekTpocTaTtuky i MacTuia, aHanisy-
I0OTbCA KOMMBaHHA cuctem. MKE € uucenbHum
METOLO0M pilLleHHs andhepeHLianibHUX PiBHSHb, LLIO
3ycTpivaoTbea y doisnui I TeXHIL,.

Pe3ynbratn. KyBaHHs KOpnyciB 3anipHoi apma-
TYpW HaTenep € MasIoBUBYEHOK TEMOHO 3 MPUYNHM
CKnagHocTi nepepo3noginy i Tedii metany [13],
npoTe € [0CUTb MEePCNeKTUBHOI, OCKINbKU one-
pauielo KyBaHHS MOX/IMBO OTPUMATK MPaKTUYHO
Oyab-sKy (hopMy MOKOBKW, WO 6yae Habavke-
HOIO [0 KiHLEeBOI AeTani. Y uboMy BUNagKy MeTor
Takoro cnocoby BUroTOB/IEHHA 3anipHOT apmarypu
€ OTPUMAaHHS AKICHOT CTPYKTYpU MeTasly, a Takox
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30i/bLLIEHHA KoeqoilieHTa BUKOPUCTaHHS MeTany,
TOOGTO 3MEHLUEHHS KINIbKOCTI MeTasly, SKuil nige
y Bigxig,.

[nsa ouiHOBaHHA Nepepo3nogisly Metasny npu-
MNHATO YMOBHI NO3HAYEHHS A1 OCHOBHUX PO3MIpiB
Ha eckisi 3arotoeku (puc. 1).

nod

G

lﬁy

30

Puc. 1. Ecki3 3arotoBku 3 6oiikamu

Mig yac KyBaHHA UWNIHAPWYHOT 3aroToBKW
3 OTBOPOM 3AilicHIOBaINCA 06TUCKM NO KoMy A/is
OTPUMaHHA MOKOBKM 3a (DOPMOI0, HabMMXEHO
00 dhopmu adeTani kKoprnycy 3anipHoi apmarypu.
Taknid nigxig [03BOMSE TifIbKM  KOHTPO/IOBATU
doopMO3MiHY MeTasly Ta onTUMI3yBaTu cam npouec
KyBaHHS.

MogentoBaHHA KyBaHHA 3anipHoi apmarypu
METOAOM CKIHYEHUX €efleMEHTIB y nporpaMHoMy
komnnekci QForm p[o3BoONsie He suvwe chnpor-
Ho3ysBatn dhopmy pAeTani nicna pedopmadi,
a i cnigkyBaTy 3a 3MiHOK TeMnepaTtypu, BUBYaTH,
HaCKiNbK1 rNnboKo NpoHUKae gedopmalis B 3aro-
TOBKY, | HaBiTb AOCNIANTU CTPYKTYpy matepiasy.
KpiMm TOro MM MOXeMO CMpOorHo3yBaTu BMHUKatOM
aeektn B MeTani, siki 36iraloTbCsl 3 peasibHUMun
eKcrnepvMeHTammn maiike NoBHICTHO.

Mig yac BMIOTOBNEHHS L€l geTani cnocobom
KyBaHHS, a caMe NPoTAryBaHHAM, BUHUKaKOTb ABi
OCHOBHI 30HM Aehopmaldiii nokoBku (puc. 3) — 30Ha,
aKa ae Ha 3akpuUTTa BHYTPIWHBLOIO AiaMeTpy

-

]

(30Ha 1), Ta 30Ha, siKa e Ha 36i/1bLUEHHS AOBXMHM
MOKOBKM (30Ha 2). TOGTO 06’'eM MeTasly, KWl 3Ha-
X0AMTbCA Nif 60MKOM (30Ha 3) Nig Yac 34iNCHEHHS
06TMCKIB, NEPepPO3NOA4INAETLCA B 30HN 3aKOBY BHY-
TPILUHBLOrO AiamMeTpy Ta NOAOBXEHHS.

1
7
|

Puc. 3. 3oHu gedopmaii

MouaTkoBi NapaMeTpu KyBaHHS 3aroToBKM Ta iX
3HaYeHHsA:

— Kym nodaui a = 30°;

— HosxuHa nodavi | . = 100 mm, 150 MM,
200 mm;

— 308HiwHIU diamemp 3azomosku D, =
=1000 mm;

— BHympiwwHiti  diamemp 3azomosku d_
= 300 mm, 400 mm, 500 mm, 600 mm, 700 MM;

— CmyniHb degpopmayjii € = 10 %, 20 %;

— HAosxuHa 3azomosku [ = 1000 Mm.

[Ona aHanizy 3a/1exHoCTi KiHUEeBUX pPo3Mi-
piB AeTasli Bifg noyaTkOBMX MapameTpiB KyBaHHS
YMOBHO MpPOCTaB/IEHO OCHOBHI PO3Mipu AeTani
nicns gedopmadii (puc. 4).

Y MopentoBaHHi BUrOTOB/IEHHA KOpMycy 3anip-
HOI apMaTypu € MOX/IMBICTb BUKOPUCTaHHA roTo-
BOI MofJesii 419 BUMIPIOBaHHA BCIX PO3MIpiB, L0
NPUCYTHI Ha pUcyHKy 4. Hagani 6y/10 npopaxoBaHo
BE/IMKY KiJIbKICTb 3asIeXXHOCTeN po3MmipiB geTari.
Cepepn, H1X BMGpaHO Ti, SIKi Halikpalle nokKasykTb
BMN/IMB NapameTpiB KyBaHHA Ha KiHUEBI poO3mipu
3aroTtoBKW, a A/1s1 NPOCTOTM aHanily nobyaoBaHo
rpadoiyHi 3a/1eXXHOCTI LMX napameTpis (puc. 5).

= |

Puc. 2. TemnepaTtypHe none gecdopMoBaHOi NOKOBKU
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Puc. 4. EcKi3 NOKOBKU
10% 20%
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Puc. 5. MNpadik 3an1eXXHOCTI NOA0BXEHHA 3aroTOBKU Bif, BHYTPILWWHBbOrO AiameTpy
nokoBKu 3a gechopmadii 10 % (a) i 20 % (6)

3 rpacpika 3a1exHOCTi NOAOBXEHHSA AeTani Bifj
BHYTPILUHLOrO AiameTpy fAetasii 3a Aechopmadii
(pwnc. 5) MOXHa ckasartw, Lo B pas3i 36i/1bLUEHHS BHY-
TPILWHBLOTO AiamMeTpy 3aroTOBKM Ki/IbKICTb MeTasly,
AKa ge Ha MOAOBXEHHS, 3MEHLUYETbCS, TOOTO
3a 3MEHLUEHHs AiaMeTpy 3MEHLUYETbCS i Nnokas-
HUK JOBXWHW yCTyny. Takox y pasi 30i/blLIeHHs
BeNMUMHK nogadi 3i 100 mm o 150 MM MOXHa
no6aynTn 3MEHLUEeHHS MOKa3HWKa MOLOBXEHHS,

10%

1 e

0 0.2 0.4 0.6 0.8 1
dH2/D30BH1

a

TOGTO LLOBXMHM YCTYNY, LLLO NOKA3Yy€e HaM xapaktep
3MiHX PO3MIpiB 3a 3MiHW NOYaTKOBMX NapameTpis
KyBaHHSl. TakoX Yy pasi MOpPIBHSAHHSA MNOKasHMKa
CTyneHsa gedopMaLil € 3a/1eXHICTb — UMM Bifblue
nokasHuk pedpopmaii, TuM 6Ginblle cTae napa-
METP LOBXWHU YCTyny.

Mpachik 3anexHOCTi 3aKoBYy KOHyca Bif BHY-
TPILWHLOrO AiameTpy getasi (puc. 6) nokasye Ham
Xapaktep 3MiHM BIQHOLUEHHA AiaMeTpy 3akoBy

4 ——100
3

——150

0 0,2 0.4 0,6 0,8 1
deu2/D30BH1

0

Puc. 6. Mpacpik 3an1€XXHOCTi 3aKOBY KOHYCY Bif, BHYTPILLHLOrO AiiaMmeTpy NOKOBKMU
3a gechopmadii 10 % (a) i 20 % (6)
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i BHYTPILWIHBbOrO AiaMeTpy NOKOBKW Bif, 3MiHWU napa-
MeTpIiB KyBaHHs. 3a gedpopmauii 10 % My 6a4nmo
3MEHLUEHHA BE/IMUYMHM 3aKoBY, a 3a gedpopmavii
20 % BOHa 3a/IMLIAETLCA NPAKTUYHO CTas1010.
BucHoBKW. BrKOHaHi JOCNIMKEHHS Ta OTpu-
MaHi rpacdivHi 3a51eXHOCTi galTb 3mMory Bubpartu
iHTepBann, 3a SAKUX MOLOBXKEHHS 3aroTOBKM Ta
KiNbKiCTb MeTany, Wo ae Ha 3akoB, byayTb MaTu
ONTMMasIbHI  CNiBBIAHOLWEHHS A1 BMPOOHMLTBA
KyBaHHsIM KOpryciB 3anipHoi apmarypu. Hagani
ue [03BONTb BMOMpaATU HEoOXigHI iHTepBanu
B reOMETPUYHUX PO3Mipax NOKOBKW, Mig, sKi 6yae

nigxoauTy BeNMKa HOMEHKNaTypa getaneit anip-
HOT apmaTypun. TO6TO BUKOHaHe [OCAIAKEHHA Aa€e
3MOry OCBOITM HOBY TEXHOMONI BUPOOHULTBA
KyBaHHSIM AeTasieli 3anipHOi apmaTypy, a TOYHiLLe
Takuil cnocib KyBaHHs, 3a SKOro Oyae OoTpMMaHo
ONTUMasIbHI NapameTpu BUTpPAT MeTany Ta eHep-
rocMnoBuX BUTPaAT. JocCnigpKeHHS TakoX [03BOSISE
CK/1aCTW TEeXHOJIOTYHY KapTy BWUrOTOBSIEHHSA KOp-
nyciB 3anipHoi apMarypu Ta rpadiyHo BM3Ha4aTu
noyaTKoBy reoMeTpil0 3aroTOBKM Ta napameTpu
KyBaHHS, L0 A03BO/ATL OTPMMATN HEOOXiAHY reo-
MeTpito geTani AN 3aMOBHMKa.
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