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HOIITAPOBE JIOKAJIBHE JTE®@OPMYBAHHS JIMCTOBUX 3AI'OTOBOK

Bucoka koHkypeHmiss 3 0oky BHpoOHUKIB 3 3aximHoi €Bpormm Ta Kwutato crnonykae
MAIIMHOOY/IBHI MiNPUEMCTBA YKpaiHU IIYKAaTH MOXIIUBOCTI 1O BJIOCKOHAJIECHHIO ICHYIOUMX
TEXHOJIOT1H BUPOOHMIITBA JIeTaJIei Ta 3ar0OTOBOK 1 BIPOBAKEHHIO HOBUX METOJIB 00pOOKH.

IcHyrOo4i MeTOIu BUTOTOBJICHHS JETajeil 3 JINCTOBOTO Marepialy 3a3BHYail MOJIrae y
BUKOPHUCTAHHI IITaMITyBaJIbHOTO OCHAIIEHHS Ta mpeciB. [Ipu 11boMy co0iBapTiCTh BUTOTOBJICHHS
TAKOTO OCHAICHHS [JyXe BHMCOKa, a 4Yac Ha MHOro BUTOTOBJCHHS HE JIO3BOJSE IIBUAKO
MepeHaIaro)KyBaTi o0JIaJHaHHS M1 BUIYCK HOBOI MpPOAYKUii. SIKIIO B yMOBax MacoBOro Ta
CepIHOTO BUPOOHMIITBA 3aCTOCYBAHHS TAaKMX METOJIB BUTOTOBJICHHS JeTalied €KOHOMIYHO
JOIIUThHE, TO B OJUHUYHOMY Ta ApiOHOCEpPIHHOMY BHPOOHHUIITBI HEOOXITHO BHUKOPHUCTOBYBATH
OB TPOTPECUBHI METOAU OOPOOKH.

OnuH 3 TaKMX METOJIB € TomapoBe JokalbHe nedopmyBanHs (Incremental sheet forming).

KitouoBoro mepeBaroro momiapoBoro JedopMyBaHHS B IOPIBHSHHI 3 TpaaulliiHUMU
nporecamMu JeopMyBaHHS JIMCTOBHX METANIB TMOJSTAaE B TOMY, IIIO HE MOTPIOHO BUTOTOBIISATH
CHeIliaJIbHI IITaMIIH.

JloxansHe nedopmMyBaHHS BIIOYBAETHCS IIIAXOM MEPEMIIICHHS CHEPUIHOTO IHCTPYMEHTY
0 CHeiaIbHO PO3pOOIIEHIN TPaeKTOPii 32 TOTIOMOTOI0 YHCIOBOTO MTPOrPAaMHOTO KEPYBaHHS.

Inero Ta mexani3m naHoro mMeroxay 3ampornoHyBaB Jlexxak Exsapn y 1967 pomi [1]. Tlepmri
JOCHITHI YCTaHOBKM OynM CTBOpeHI SMOHCHKUMH HaykoBisiMu Kitazawa K., Murata K.,
Matsubara, M y 1996 pomi [2,3].

3aranpHa cxema MOoLIapOBOro JIOKAIBHOTO AeOpMyBaHHsI MpecTaBleHa Ha puc. 1

Pucynok 1 — CxeMa noIrapoBoro J0KajabHOTO Je(pOpMyBaHHI
1 - muTa HIWKHS, 2 — TUTTa BEPXHsI, 3 — yaHCOH, 4 — JIMCTOBA 3aTOTOBKA

OmauM 3 HAWOUIBII MIMPOKO AOCTIHKYBAaHOI (HOPMOIO MOIIAPOBOTO AehOpMYyBaHHS €
«roukoBe naepopmyBanHs» (Single Point Incremental Forming - SPIF), B mporueci sikoro
JMCTOBUN MaTepian 3aTUCKAETHCS JKOPCTKO MO Kpasx, aje HE MiATPUMYETHCS 3HU3Y 1 3arOTOBKA
(bopMyeThCS 32 PaxyHOK MEPEMILICHHS IHCTpyMeHTa (puc. 2).
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B mnpomec ¢opmMo3MiHM 3 BUKOPUCTAHHSAM OIHOTO IHCTPYMEHTa MalOTh MiCIe Taki
mobanbHi  gedopmariiiiii - epexTd, sSK BUTHH JIMCTa 1032 30HO  (OPMO3MIHM  Ta
HEKOHTPOJIbOBAaHE MOTOHILICHHS MaTepiany 3arOTOBKH.

PucyHok 2 — 30BHIIIHIN BUIIIS]] CTEHA TOIIAPOBOTO JIOKAJIBHOTO 1e(hOpMyBaHHS

PisaumMu  mocnmimHukamMu  OyiM  3allpOTIOHOBAaHI  METOJIW  QJalTHBHOI 3MIHH KPOKY
NEepeMilleHHs] MTyaHCOHA JUIs KOMIIEHCalii reOMeTpUYHOI HEeTOYHOCTI 3aroToBku [4,5]. Ilporte
JIlaH1 METOM 3aHaJITO TPOMI3JIKI Ta MOTPEOYIOTh BEIUKOI MATOTOBYOI POOOTH, KaTiOpyBaHHS.

TakoX ICHYIOTH IHII BapiaHTH INPOLECY IMOIIAPOBOro JedopMyBaHHS, SKI HA3UBAIOTh
"IBOXTOYKOBE 1e(OPMYBAHH», B SIKUX JIUCT (POPMYETHCS Ha TOBHUX 200 YaCTKOBUX MATPHUILIX 3
BUKOPUCTaHHAM OJTHOTO a00 Oiblie 1HIEHTOPIB.

Maiixe ogHouacHo 3 SPIF meromom OyB po3poOieHHi NBOX IHCTPYMEHTAIBHHN METOJ
MOIIApOBOTO JIOKanbHOTO eopmyBanHs (Two point incremental forming - TPIF). Bin no3Bosnse
OUTBIII TOYHO KOHTPOJIOBAHHM T'€OMETPit0 37e(hOPMOBAHOI 3arOTOBKH 3a PaXYHOK BHKOPHCTAHHS
YKOPCTKOT'O MIANOpY, IKUH BiANOBiAa€ Mpod1sIt0 OTPUMYBaHOI 3aTrOTOBKH (AUB pHC. 3).

Pucynox 3 — Cxema nomnrapoBoro JIOKaJbHOTO e(OpMYyBaHHS 3 BUKOPHCTAHHAM KOpCTKOTO mimmopy (1 -
IUTATa HIKHS, 2 — IDTATA BEPXHS, 3 — MyaHCOH, 4 — JINCTOBA 3aTOTOBKA, 5 — KOPCTKUH MigIOP)
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PucyHok 4 — 30BHillIHI# BUIIISAA CTCHAA JBOX IHCTPYMEHTAIBHUI METO/] OILAPOBOTO JOKAIbHOTO
nedopmyBaHHS

JaHuii MeTo] TNIACTUYHOTO JOKAJILHOTO Je(pOpMyBaHHS 32 CBOIMH XapaKTEPUCTUKAMHU Ta
HaIpy>XeHO-Ae(pOPMOBAaHIUM CTaHOM B ocepenky aedopmarlii AyKe CXOXKHUHA 10 POTaIliHHOI
BUTSDKKH OCECUMETPUYHHUX AeTayie [6].

PucyHok 5 — 30BHIIIHI# BUTIISII eTati Ticsl MOUIAPOBOro JIOKAIBHOTO Ie)OpMyBaHHS
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[lpore nmaHmii MeTOA BHUMAara€ BHIOTOBJIECHHS JXOPCTKOTO IANOpPY, MO0 3MEHIIYE IS
IIBUJIKOTO TEPEHAaIaroHKeHHs Ha BUTOTOBIICHHS HOBOI JI€TaJIi.

Jlnst 301IbIICHHST TEOMETPUYHOI TOYHOCTI Ta 30€peKEHHS THYYKOCTI mporecy Oyio
3aMpONOHOBAHO HOBUH JIBOX IHCTPYMEHTAJIbHUI METO]I IOLIAPOBOTO JIOKAIBHOTO 1e(OPMYBaHHS
(Double-Sided Incremental Forming - DSIF) [7,8].

OTxe, 3a1a4i CTBOPEHHS] HOBUX Ta BIOCKOHAJCHHS ICHYIOUMX TEXHOJIOTIH IUIACTHYHOTO
neopMyBaHHS JMCTOBUX 3arOTOBOK € JOCHTH aKTyaJbHOI. TEeXHOJIOTis IOIapoBOTo
JIOKAJIbHOT'O TIACTUYHOTO 1e()OpMYyBaHHS CTAHOBUTH 3HAYHUN 1HTEpEC IS JOCIITHHKIB.
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Binnuyoxuii nayionanvHull mexuiuHutl yHigepcumen

MOJAEJIOBAHHS ITPOIECY HAHECEHHA I'ASOTEPMIYHOI'O IIOKPUTTA
METOAOM KIHHEBO-EJIEMEHTHOI'O AHAJII3Y

BinbiricTs cremiamicTiB BBaXKalTh, IO BHACTIAOK MIHIMaIbHOTO TEIJIOBOTO BILIUBY
nporecy I'TH crpykTypa matepiany nerani 3aidmiaeTbes 0e3 3MiH. SIK MOKa3yloTh HACTYMHI
JocHiKkeHHsT — 11e He30BciM BipHO[1]. TlosicHIOETBCS 1€ TUM, IO Mepea MOYaTKOM HAaHECCHHS
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