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Annomayusa. B dannou cmamve 6 kauecmee 00veKma uccie008anusi UCNOIb3Yemcs 080U-
Has KopobKa u3 Hepoicageowjell cmanu. /[ anaiuza npoyecca GopmousmeHenuss UcCnoib-
3yemcs npoepamma mamemamuieckoeo mooeauposanus AutoForm. Ilposeden ananus Oe-
Gexmos, 803HUKAIOWUX 8 Npoyecce BbIMANCKU 0B0UHOU Kopobku. Paccmompeno énusnue
MEexXHOI02U4eCKUX napamempos Ha 8bLCOMY GbIMANCKU O8OUHOU KOPOOKU.

Knrwuesvie cnosa: svimsoicka, MKDO, osotinas kopooka, SS304, AutoForm, npeoen 6bi-
MANCKU

Effect of process parameters on the drawing of double-box parts

Gu Jiawei gu-jiawei@outlook.com
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BMSTU, Moscow, Russia

Abstract. In this study, a stainless steel double-box structure is used as the research object.
The AutoForm finite element analysis software is employed to simulate the forming pro-
cess. An analysis of defects occurring during the deep drawing of the double-box compo-
nent is conducted. The influence of process parameters on the drawing depth of the double-
box structure is investigated.
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JledekT u pa3pylleHre B MPOIECCaX BBITSKKU BBI3BIBAIOT MPHUCTAILHOEC BHUMAHHE,
MOCKOJIbKY OJTHA M3 OCHOBHBIX IIeJIel POEKTUPOBAHMS TAKUX MPOLIECCOB M30€kKaATh
pa3pylieHus] MaTepralia B X0/l Mpollecca U UCKIIOUYHUTh MOSIBICHUE AEPEKTOB B U3-
nenmud. B nmaHHON cTathe B KadecTBe OOBEKTAa WCCIEIOBAHUS paccMaTpUBAETCSA
JIBOMHAsT KOPOOKa U3 HeprKaBerole cramu. J[s mpoBeaeHnss MOJACIUPOBAHMSI TIPO-
necca (GOpMOM3MEHEHHUsI HCTob3yercs nporpamma AutoForm. JledexTst meranu
OMPEEIIAIOTCS HA OCHOBE JUarpaMMbl PEAETbHOr0 (POPMOU3MEHEHUS.

Hcxoanbie nannble. CxeMa Mpoliecca BBITSDKKU TMpeEJCTaBiIeHa Ha puc. 1, a
UCXOJIHbIE JaHHBIE JIJI1 MOACIIUPOBAHUS B TaOJIHULIE.

HcxonHble JaHHDbIE AJ15 MOJICJIUPOBAHNA

Marepuan 3aroTroBKku SS304
TommuHa 3aroToBKH 0,8 MM
EnyHn4YHOE ycnnme npy>K1uHbl 3 MPa
3a30p UHCTPYMEHTOB 1,1x0,8 MM




A6. TexHonoeuu 06pabomku oassieHuem 159

B kauectBe ycnoBus TpeHHs NpuHHManoch TpeHue no Kynony. Uucnennoe
3HaueHue KodpduuueHra TpeHus npuHumanock p=0,15 mo pexoMeHmanusAM
B.I1. Pomanosckoro [1]. Ha puc. 2 npeacrasnena ¢gpopma 3aroToBKHU.
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Puc. 1. Cxema npouecca BbITSKKK
.= 60 MM; T, = 40 MmM; 1y = 13 MM; d = 60 MM; B = 400 MmM; A = 400 MM
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Puc. 2. Dopma 3aroToBKu

MopeanpoBanue nmpouecca BhITSKKHU. /(15 co31aHus MOJIEIN OBEPXHOCTH
MaTpULIbl MCHOJb30Bajoch mnporpamMmmHoe oOecneuenne SOLIDWORKS. ®aiin
MOJIEJI TIOBEPXHOCTH MAaTpPHUIIbI UMIOPTUPOBAJICS B MPOrpaMMHOE OOecredeHue
AutoForm. Pe3ynbratsl MoeIMpOBaHUs PEICTABIEHBI HA pUC. 3.

Ha puc. 3 BUaHO, 4TO HaMOOJEE CUIBHBIE YYACTKH YTOHEHUS! B OCHOBHOM CO-
CPEIOTOYCHBI B 30HE IEPEMBIUKU U B 30HE HUYKHETO CKPYTJIEHUS NepeMbluku. Ma-
TepHal B 00JaCTH 3aKpYTJIECHHOTO yTIila yTOJILEH B Pa3HOM CTENEHU, YTO yKa3blBa-
€T Ha OIPENEJCHHYIO CTENEHb MEepeHOca MaTepuana MEXIy O0JIaCThiO IPSIMOIo
Kpasi ¥ 00JIaCThIO 3aKPYTIIEHHOTO yIJIa.

Bausinne mupuHbl d HA Mpouecc BHITAKKH ABOMHOM KOpoOku. Kak nmoka-
3a]IM UCCIEOBaHUs, C YBEJIMYEHUEM MPOMEXKYTOUYHON IIUPUHBI d YBEIMYUBACTCS
Y MaKCUMaJibHasl BbICOTA, OJIYYEHHOU JAeTali. Y BEJIMUYECHUE IUMPHUHBI d TIO3BOJISIET
nepeHecTy OOoJbIlie MaTepualia Ha CPEAHIOI0 MPSMYIO CTEHKY M, TAKUM 00paszoM,
YBEJIUYUTH BBICOTY BBITSKKH (puC. 4).
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Bausinue TOJNIUHBI 3aTrOTOBKHU HA MPOILECC BBITAKKHA IBOMHON KOPOOKH.
Kak nokaszanu uccnenoBaHus, C YBEIUUYCHUEM TOJIIMHBI 3aTOTOBKU YBEIINUYHNBAECT-
Csl BBICOTA BBITSDKKM JBOMHON KOpOOKH. COrjacHO 3aKOHY MOCTOSIHCTBA oObema
MaTepHualia, YBEJIWYEHHUE TOJIIHUHBI 3arOTOBKH MOXET NPUBECTH K YIJIMHEHHIO
cpeaHel npsmoit cteHku (puc. 5).

Puc. 3. YTOHUYeHMe 3aroToBKMU NPV BbITAXKE
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Puc. 1. BivsHune wunpwuHbl d Ha OTHOCUTENbHYHO Puc. 5. BnvaHuve ToNLWMHbI 3aroTOBKU
MaKCUMalbHYO BbICOTY (Hmax/B) NonyyYeHHOM Ha MaKCMMabHYI OTHOCUTENbHYIO BbICOTY
neTtanu) (Hmax/B) petanu, Nony4eHHOM BbITAXKON

3akirouenue. ['1yOMHA BBITSXKKU ABOMHON KOPOOKH JTUMUTUPYETCS YTOHEHH-
€M 3aroTOBKHM B 00J1acTU mepeMbluky. [loaTomMy yBennyeHUe MUPHUHBI IEPEMBIUKU
Y TOJIILMHBI 3arOTOBKH MTO3BOJISIIOT MOJIy4YaTh 00Jiee BBICOKKE AeTanu. YTo paciiu-
PSAET TEXHOJIOTMYECKHE BO3MOXHOCTHU CIIOCO0a.
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