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Annomayusn. B pabome nokazano ucnoivzosanue pazpabomanHo Mamemamuieckol Mooe-
T 0TI OYEHKU 2eOMEMPULECKUX XAPAKMEPUCMUK numamesneli Ha npumepe npeccosanust no-
71020 amomunueso2o npoguns. Moodenv nocmpoena Ha ocHose pe3yabmamos Oolee Hem
100 uucnennvix 3KCNEPUMEHMO8, 8bINOIHEHHBIX OISl OOHOKAHAIbHBIX KOMIIEKMO8 KOMOUHU-
POBAHHBIX Mampuy, U y4umvléaem maxue haxmopul, Kax nioujadb NONEpeuH020 CeueHusl
numamenet, ux NOJIOXMCeHUe OMHOCUMENLHO YEeHMPA MAmMpuybl U YOAIeHHOCHb OM NPOQUIIL.
Bvinonnen ananuz pacnpedenenusi nomokos mMemanid, Ha OCHO8e KOMOPO20 pazpadbomam
MexHo02u4ecKUll npoyecc, obecneuusarouull noiyuerue npoguisa ez degexmos.

Kniouegvie cnoea: npeccosanue, npeccoganue auOMuHus, NPOEKMUpPOBaHuUe MaAmpuybl,
noawlll npoghus, numamens
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The study demonstrates the application of a developed mathematical model for evaluating
the geometric characteristics of feeders in the extrusion of a hollow aluminum profile. The
model is based on the results of more than 100 numerical simulations performed for single-
cavity porthole die assemblies and takes into account factors such as the cross-sectional
area of the portholes, their position relative to the die center, and their distance from the
profile. An analysis of metal flow distribution was carried out, on the basis of which a tech-
nological process was developed to ensure defect-free profile production.
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BBenenue. AntoMuHUEBbIE NPO(OUIN IIHPOKO MPUMEHSIIOTCS B CTPOMUTENBCTBE,
MaIllMHOCTPOEHUH, aBUa- U CYJOCTPOCHUH, TPAHCIIOPTHOM M DHEPreTUYECKOM OT-
pacisx 6yaroapsi COYETaHUIO Majoro Beca, BBICOKOM MPOYHOCTH U KOPPO3UOHHOU
cToiikocTu. Poct TpeboBaHuil K UX T€OMETPUUECKONW TOYHOCTH, KAYECTBY MOBEPX-
HOCTU M DKCIUIYyaTal[MOHHBIM XapaKTEPUCTHUKAM COIPOBOXKIAECTCS YCIOKHEHUEM
KOHCTPYKLHMWA, 4TO CTaBUT HOBBIE 3a/1aud IEpej TEeXHOJIoruei npeccoBanus. On-
HOW W3 HamOoJee CIOXHBIX SIBISIETCS MPOCKTUPOBAHWE KOMOMHHPOBAHHBIX MaT-
PUIL, KCTIONB3YEMBIX JIJISl IOMyUeHUs OJbIX mpoduieit [1].
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B Takux Marpuuax moTtok MeTajuia pasJesieTcs B paccekaresie Ha HECKOIbKO
4yacTel, KOTOPbIE MPOXOAIT Yepe3 MUTATENN U CXOJATCA B €IMHBIM MOTOK B CBa-
pouHoi kamepe. KauecTtBo npodussi HanpsMyr0 3aBUCUT OT paBHOMEPHOCTU pac-
IpesIeeHNs] MeTalljla MKy OTOKAMH, OAHAKO 00ECIIEUUTh €r0 MCKIIOUUTEIBHO
pacyeTHBIMM METOAAMH TPYIHO: XapakTep TEYEHHUs MeTaula OIpENeNsieTCs He
TOJIBKO TUIOIIAJBIO MOINEPEYHOT0 CEYEHUs MHUTATENIEH, HO U UX PACHOJIOKEHUEM
OTHOCHUTEJIbHO IIEHTpa MaTPULIbl U YIAJIEHHOCTHIO OT OTBEPCTUS, (POPMUPYIOIIETO
npodUIb.

CoBpeMeHHBIE TIporpaMMHbIe KoMITieKkehl (Hampumep, QForm Extrusion [2—
4]) MO3BOJSAIOT MPOBOJUTH YUCICHHBIE YKCIIEPUMEHTHI U TIOJOUPATh KOHCTPYKIIUIO
MaTpUIbl UTEPALMOHHBIM MyTeM. OJHAKO 3TOT MOAXO0J TPeOyeT 3HAYUTEIbHBIX
BPEMEHHBIX U BBIYMCIIMTENBHBIX 3aTpaT. B CBs3M ¢ 3TUM akTyalbHOU 3ajadeu sB-
JsieTcsl pa3paboTKa METOJIMKH, MO3BOJISIONIEH YK€ Ha 3Tare MPOSKTUPOBAHUS HC-
KJIIOYaTh 3aBEJIOMO IUIOXHE KOHCTPYKUHUHU U YCKOPSTH MpoIecc pa3pabOTKH ONTH-
MaJbHOTO TEXHOJIOTMYECKOT0 IIpolLecca.

[{enpr0 HACTOAILErO MCCIEIOBAaHUS SIBISETCS COBEPLICHCTBOBAHHUE MpoLEcca
IPOEKTUPOBAHUSI KOMOMHHUPOBAHHBIX MATPHI] JIsl IPECCOBAHMSI MOJIBIX ATIOMUHU-
eBbIX MpoduIeH 3a cueT MPUMEHECHHS MaTeMaTHUYEeCKOW MOJIEIH, YUYUTHIBAIOIICH
KJIFOUEBBIE TEOMETPUYECKUE MapaMeTpbl nurarener [S]. Moaens mocrtpoeHa Io
pesyabTaTtaM Oosiee yem 100 YHMCIEHHBIX SKCHEPUMEHTOB MPECCOBAHUS IMOJBIX
AIFOMMHHMEBBIX NpoduiIeii depe3 OJHOKaHaJIbHblE KOMOWHHUPOBAHHBIE MaTpPHULIBI.
['TaBHBIM ITPEUMYIIECTBOM MOJIEIH SIBJISIETCSI BO3SMOXKHOCTh CIIPOrHO3UPOBATh HE-
PaBHOMEPHOCTh TECUEHMS METalljla y>K€ Ha CTaJuU MPOEKTUPOBaHMs, 0e3 HeoOXo-
JUMOCTH TIPOBOJUTH YUCIIEHHBIE SKCIIEPUMEHTBI U ONIBITHBIE OTIPECCOBKH.

Hayunas HoBu3HA paboThl 3aKirodaeTcsi B (hopMalInU3aliy BIUSAHUS T€OMETpPU-
YECKUX XapaKTEPUCTHUK NUTaTeNel (IUI0NaId, MOJI0KEHUS B MaTpULE, YIaT€HHOCTH
oT mpoduJIst ¥ 1p.) Ha MPOIIECC TEUEHUSI METasia, YTO MO3BOJISIET IPOTHO3UPOBATh
3¢ ()EKTUBHOCTh KOHCTPYKIMKM O€3 MPOBEIEHHUS MOJHOTO IUKIIA YUCIEHHOTO MOJIE-
JIMPOBAHUS.

Marepuannsl 1 meroabl. Ha puc. 1 npencrasieH 3CKn3 HCCIEI0BaHHOIO B pa-
oote mpoduis. JanHelil mpoduiab HECUMMETPUUYEH, UMEET JBE MOJOCTH, a TaKXkKe
yeTblpe Noaku. [lockonabKy mpoduib MOJbIM, sl €ro MPOU3BOJCTBA HEOOXOIUMO
UCIMOJIb30BaTh KOMOMHUPOBAHHYIO MaTPUILY.
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Ha puc. 2 nzo0paxkxeH MaTpU4YHbII KOMIUIEKT B IU1aHE cBepXy. Ha Hem mokasza-
Hbl MUTaTeNn 1, OCH mepeMblueK 2, UEHTP NMUTATENsA 3 U BBIXOJHOE OTBEPCTHE,
dbopmupyroiiee KoHTYp npoduiis 4. KonrdecTBo nepeMbluek onpeaesstoT Koaude-
CTBO TIUTaTeNie. MaTpulia Jijis MpecCoBaHUs UCCIeayeMoro npoduist umeet 4 me-
peMbIukH U 4 nutateneil. Uepes KaxkIablid MUTATENb MPOXOAUT OMPEICICHHOE KO-
JUYECTBO METaJlJIa, KOTOPOE MOCTYIAaeT B OTPaHUUCHHYIO 30HY Ha Mpoduie.

Ha oOwem meTamia, mpoTEKArOIIEro Yepe3 MUTaTellb, OKa3bIBAIOT BIMSHUE Ta-
KHE €T0 XAPAKTEPUCTUKH KaK IUIOMIAb ITONEPEYHOTO CEUEHUSI, PACCTOSIHUE MEXAY
LEHTPOM MUTATEIISI U [IEHTPOM MAaTPUUYHOTO KOMIUIEKTA B MJIAHE, PACCTOSTHUE MEK-
Iy UEHTPOM MUTATENs U IEHTPOM Y4dacTKa npoduiis B 1iaHe, B KOTOPBIN MOCTymMa-
€T METaJUI U3 3TOr0 NUTATENsA, a TAKXKE IUIOIIAIb 3TOro ydactka npoduis. s
ydeTa 3TUX MapamMeTpoB Oblla pa3paOoTaHa MaTeMaTH4yecKash MOJIEJb, TTO3BOJISIO-
11ast OIEHUTH TUIOIA/Ib MUTATENs, He Mpuderas K JUIMTEILHOMY MOJICTUPOBAHUIO.

B Tabmn. 1 npeacrapiieHbl 3Ha4CHUS MTapaMeTPOB IMUTATENEH, ONMCAaHHBIX BBIIIIE.

Puc. 2. KOHCTPYKTMBHbIE 3N1€MEHTbI MaTPULLbl

Tabnuya 1
ITapameTpsl nuTaTe I
Paccrosinue 10 Paccrosinue 10
Ilnomans Paccrosinue a0 .
Ilepumerp, - . HEHTPA KOM- HEeHTPa MUTaeMOM
Ne NnUTaeMoOn IUTAEMOM 30-
MM 5 IUIEKTA B IUIaHE, 30HBI B IJIAHE,
30HBI, MM HBI, MM
MM MM
1 164 148.3 23,6 28.5 8,1
2 121,7 82,1 14,4 53,3 38,95
3 158.,9 108,5 24,3 27,3 4,2
4 138,7 54,6 25,1 57,6 32,6
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B Ttabn. 2 mpencraBieHbl 3HaYeHHS (AKTUUECKUX IUIOMAACH KOMILUIEKTa
Y PACCYMTAHHBIX ITPU IMTOMOIIY MATEMATUYECKON MOJENH.

Tabnuya 2

3HauyeHus (l)aKTl/lquKI/lX H paCcCYNTAHHBIX IIPHA MOMOIITA MaTeMaTHUYeCKOil Mo/1e/Iu

mJiomaaei KoMILIeKTa

IInomans IInomann AOCOJIIOTHOE OTKJIO- OTHOCHTEIBLHOE OT-

Ne NHUTATEA NUTATEJIsA HeHUe GaKTHYeCKOH KJIOHeHHe (paKkTH4e-

n/n (pakTnueckas pacyeTHas OT pacyeTHOM MJ10- CKOM OT pac4yeTHOM

(MM?) (Mm?) majau, Mm> iomanm, %

1 1827,1 2042,1 215,0 11,8
2 1041,9 1166,5 124.,6 12,0
3 1686.,5 1734,6 48,1 2.9
4 1435,2 1426.,5 -8,7 -0,6

N3 nmanHbIX Tabd. 2 BUAHO, YTO OTHOCHUTEIHHOE OTKJIOHEHHE (PAKTUUECKHUX
TJIOMIAIEH OT pacdyeTHBIX He Oousbiie 15 %, U3 dero ciemyer, 4To mUTaTeIN odec-
MEYMBAIOT paBHOMEPHOE TeueHue mpoduisa. [IpoBeaem MareMarndeckoe MOJEIH-
pOBaHWE MPECCOBAHUS Yepe3 MOJYUSHHBI MaTPUYHBIA KOMIUICKT JIJIs Bepuduka-
MU pe3yJIbTaTOB pacyeTa (CM. puc. 3).

Puc. 3. lTony4yeHHbIN MAaTPUUYHbIA KOMMIEKT

Ha puc. 4 noka3zanbl pe3yiabTaTbl MOJICIMPOBAHUS IIPECCOBAHUS YEpPE3 TOTY-
YeHHYI0 MaTpuily. BuaHo, 4to mpoduiab HCTEKaeT paBHOMEPHO, BO BCE YYaCTKHU
npo@uiis MOCTyNaeT IOCTATOYHO METajlia, IPU 3TOM OOKOBBIE pedpa TakKe UcCTe-
KaroT paBHOMEpHO. Ha puc. 5 moka3zaHa cTaTUCTUKA CKOPOCTEW UCTCYEHUSI METAJI-
Ja, Ha KOTOPOM MOKa3aHO, YTO aOCOMIOTHBIN pa30opOC CKOPOCTEH UCTEUEHUS COCTa-
BUI 35 MM/c, UTO MpH CpeAHEeH CKOpOCTH UCTeueHus paBHOM 346 mwm/c
COOTBETCTBYET MPOU3BOJICTBY T'OTHOTO MPODHIIS ¢ pABHOMEPHBIM UCTECYCHUEM.
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Puc. 4. MogennpoBaHve nNpeccoBaHUs Yyepes rnoJiyyeHHy MaTpuuy
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Puc. 5. PacnpepeneHne ckopocTun uctevyeHns npocuns

3akarodenune. B cTathe OblI MOKa3aH HOBBIM CIIOCOO MPOEKTUPOBAHUS MaT-
PUYHBIX KOMIUIEKTOB C IPUMEHEHUEM MAaTEMaTUYECKOM MOJEINH, ITO3BOJIIOIIECH
OLICHUTHb TOJHOCTh TUTaTened, He mpuleras K IUTEILHOMY MOJECIUPOBAHUIO,
a y)K€ Ha dTale IPOEKTUPOBaHUA. bpUIO MOKa3aHO, YTO IPU OTHOCHUTEIBHOM OT-
KJIOHEHUU (PaKTUYECKUX TUIOLIAJEH MUTATeNe, OT pacCUUTAHHOM IpPHU MOMOIIU
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monenu B 12 %, momy4aeTcsl TogHas MaTpulla, MO3BOJISIIONIAs MPOU3BOAUTH IIPO-
¢bunb 6e3 nedextoB TeueHus. [lonydyeHHass MaTeMaTH4yeckass MOJIEIb MOXKET IpU-
MEHSATBCS ISl TIPOSKTUPOBAHUS APYTUX NPO(HIICH W TO3BOIUT YBEIUYHTH CKO-
pPOCTh pa3pabOTKH TEXHOJOTHYECKUX TMPOIECCOB 3a CUYET YMEHBIICHUS BPEMEHU
MOJICJIUPOBAHUS MPECCOBAHMUSI.
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