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JOCJIIXKEHHA BUTOTOBJIEHHA IMMOPOXKHUCTUX JETAJIEN 3 ®JIAHIEM
B ITPOIECI KOMBIHOBAHOT'O BUJABJIIOBAHHS

IIposedeni meopemuuti OOCHIOANCEHHS NPOYECY 3AKPUMO20 KOMOIHOBAHO20 360POMHE—PAIANIbHO20 8UOABIIO-
sanns oemani «Cmakan 3 ranyemy 3 antominiesoeo cniagy A2017 6 npoepami DEFORM 2D/3D 3anpononosarnuti me-
Mmoo 003601U6 NOGHICMIO YCYHYMU 0edheKm 3amuUcKy ma Hed03an08HEeHHsL MAMepPiaioM 3d20MOSKU HUNCHbO20 KYma No-
POJICHUHU 8 PAAHYEBIl 30HI, 3a80SKU BUKOPUCTNAHHIO 000AMKOBOI KIHEMAMUKU OOHOYACHO 8EPXHbOI MA HUMCHbOIL HaANI-
emMampuyb Ha npomueazy 6a3080My 8apianmy, 6 AKOMy 0isi deopmayii 3a20Mo6KU GUKOPUCIIOBYBABCS MINbKU AKMUG-
HUU BEPXHIll NYAHCOH. YCYHeHHs yux Oeghekmis Cmano MONCTUBUM 3AB0SKU BUKOPUCIIAHHIO 000amMKOBOI KiHeMamuKu
00HOYACHO 8ePXHbOI Ma HUJICHLOI Haniemampuys. JlocioNHCy8aANOCy BUKPUBTEHHS OLIUNbHOL CIMKU, PO3NOOLL IHMEHCUE-
Hocmi Oeghopmayiil € ma po3nooin IHMeHCUBHOCMI HANPYJiCeHb Tl 8 NepemuHi 3a20moeKu, axa depopmyemocs. Hocni-
00iCeHHsL 2papiKy 3anedCHOCMI CUIU BUOABTIOBAHHSA 810 X00Y 8ePXHLO2O NYAHCOHY 8 73 MM NOKA3AN0, WO MAKCUMATbHE
sHauenus cunu 6 160 kH moorcna nobauumu Ha emani ooOpmy8aHHs IAHYI0 MA NOBHO20 3AN0BHEHHS MAMEPIANIOM 3A20-
MOBKU NOPONCHUHU 8 HUMCHII Haniemampuyi. ITicia gopmysanus granyro be3 oegpexmis ma NOBHO20 3aNOBHEHHS Ma-
mepianom 3a20moeKy NOPONCHUHU 8 HUICHIU HANIBMampuyi 3MIiHIOEMbCA PYX Haniemampuys. Jlani 0o KiHys npoyecy Ha
emani 360POMHO20 6UOABTIOBAHHS cula deopmayii nocmitno 3pocmae (0o 150 kH). Pesyromamu meopemuyHux 0oc-
JOMHCEHb MOJICYMb OYMU 6UKOPUCIAHT 8 NPAKMUYHIN OisIbHOCME HA 6UPOOHUYMEE OJIsl NIOBUWEHHSL AIKOCTE Ma e eKmu-
eHoCcmi gueomognents oemaneti «Cmaxan 3 granyemy.

Knrouosi crnosa: xonoone 06’ ’emune wimamny8ants, 6UOAGIIOBAHHS, NOPOICHUCA Oemalb 3 QAaHyeM, Memoo
CKIHYEHUX e/leMeHmis, BUKPUBIeHHs. OLIUIbHOL CImKU, PO3NoOil IHMeHCUsHoCmi depopmayitl, po3nooin iHMeHCUSHOCHI
HAnpyiceHsb, NYaHCOoH, HANieMampuys.

[Iponiecu xonoaHOTrO AePOpMyBaHHS XapaKTEPU3YIOTHCS BUCOKMMHU MUTOMUMH 1 TTOBHUMH
CUJIaMU Ha 1HCTPYMEHT, IO 3HIKYIOTh HOTO CTIHKICTB 1 cTabumbHICTh Tiponecy [1-3]. Cocobu ne-
(dhopMyBaHHSI, SIKi CIIPSIMOBAHI HAa 3HIDKEHHS IIMX 00OMEXEHb, TIepe10auatoTh CTBOPEHHS O1TBIII CIIPH-
STIUBUX JJISl CHJIOBOTO PEXUMY PI3HOMMEHHHX CXEeM Halpy>KeHO-1e(OpMOBAHOTO CTaHy, 3MEH-
IICHHS TUIOIII KOHTAKTy aKTHBHOTO JIe()OPMYIOUYOTO IHCTPYMEHTY 13 3arOTOBKOIO, 3HWKCHHSI HaBaH-
Ta)XK€Hb Ha THCTPYMEHT 3a PaXyHOK 3a0€31eUeHHs O1IBIIOTO CTYIEHs CBOOOIM BUTIKAHHS METaITy a00
po3BUHEHOI pagianbHOI Teuii (po3aadi Metany) [3]. [ToemHaHHS cXeM MO370BKHBOTO 1 MOMIEPEYHOTO
BUJIABJIIOBAHHS MOXKIIMBE B KOMOiHOBaHMX crioco0ax aedopmyBanHs. [Ipu 1boMy MOKHA BUTOTOB-
JISITH 32 OJTHY OTIepaIlifo CKJIaAHi 32 (OpMOIO MOPOKHUCTI 1 CyIIbHI AeTani 3 pruaHmsMu abo Biapo-
cTkamu [4].

[ToposkauCTI MeTai 3 (IaHIeM IMHUPOKO 3aCTOCOBYIOTHCS B aBTOMOOUIBHIM, aBiamiiHii, Ma-
MIUHOOYIIBHIM Ta IHIIKX TaTy3sSX MPOMHUCIOBOCTI. B 1iux BUpoOax ONTUMAaIbHO MOEAHYIOTHCS JIeT-
KiCTb, MIIIHICTh, QYHKI[IOHANBHICTh Ta CTIMKICTb.

[Tomanpimii pO3BUTOK Ta BIOCKOHANIEHHS TEXHOJIOT1H BUTOTOBIECHHS LIUX JeTallel Ma€ BeJH-
KU TIOTEHIIIaJ Ut CyYaCHOTO BUPOOHUIITBA.

MerToro naHoi poOOTH € BOOCKOHAJIeHHs] 0a30BOr0 BapiaHTa BUTOTOBIEHHS nertam «CrakaH
3 (hmaHIeM» B Mporieci KOMOIHOBAHOTO 3BOPOTHE—PA/IiaIbHOTO BUABIIOBAHHS 3 OJHUM aKTHBHHUM
BEPXHIM IyaHCOHOM 4epe3 MOsIBY TakuX Ne(EeKTiB sIK 3aTUCK Ta HEJJO3aIIOBHEHHS MaTepialioM 3aro-
TOBKHM HMKHBOTO KyTa IMOPOKHUHH B (hIaHIEBil 30HI HamiBMaTpumi. J{Js bOTO 3amporoHOBaHHUNA
Mpolec KOMOIHOBAaHOTO 3BOPOTHE—PA/11aJIbHOTO BUAABIIIOBAHHS 3 I0IaTKOBOIO KIHEMATHKOIO OJTHO-
YaCHO BEPXHBOI Ta HIKHBOI HarliBMaTpuilb. OTpUMaHi B XO1 TOCIiKEHHS pe3yIbTaT OyAyTh BH-
KOPHCTaHI AJIs1 BAOCKOHAJICHHS MPOIeCY BUTOTOBIIEHHS aeTani «CTtakaH 3 raHiem» Ta MiJBUIICHHS
SIKOCTI LIUX JIeTaJIeH.

[IpencraBneHi B cTaTTi pe3ysbTaTH TEOPETHUYHUX AOCTIKEHb OyJIu OTpUMaHi B mporpami
DEFORM 2D, ska 6a3yetbcst Ha Metoni ckinueHHUX enemeHTiB (MCE). Lls mporpama mpo3Bosmiia
BU3HAYUTH B MEPETHHI 3arOTOBKH, siKa 1eOPMYy€EThCS, HAMPY>KEeHO Ae(OPMOBAHUN CTaH 1 CHUIIOBUI
PEXUM TpOLIECy.
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Hetanb «CrakaH 3 (praHIeM» BUTOTOBIISETHCS 3 altoMiHieBOTO crutaBy A2017, as sikoro xa-
paKTEepHI BUCOKA MIIHICTh Ta 3HOCOCTIHKICTH (puc. 1), momyns FOnra 68900, xoedimient Ilyaccona
0,33 npu Temmepatypi 20 °C.

I'eoMeTpuuHi po3Mipu IMIIHAPUYHOI 3arOTOBKU Ta JeTalli HACTYIHI: PaliiyC 3aroTOBKHU
Ro = 35 mm, BucoTa 3arotoBku L = 88 MM, TOBIIMHA CTIHKHM CTakaHy s = 15 MM, TOBIIMHA (hIaHIO
hf = 15 MM, pajiyc 3a0KpyTJeHHS I = 3 MM.

B TeopernuHux AOCHIHKEHHSAX 3MIHIOBAJIaCh TUIBKKM BHCOTA 3aroTOBKH L, po3Mipu iHIIHUX
napameTpiB OyJIu HE3MIHHUMHU.

B pospaxyHkax npuiimanocsi 3HaueHHs KoedirienTa Tepts 3a 3ioenem p = 0,08 [5].
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Puc. 1. I'padix 3anexxHOCTI Hanpy>keHHs TekydocTi ag (MlIla) Bix norapudmiunoi nepopmarii
e U1t Matepiainy A2017

B 6a3zoBomy BapiaHTi BUroTOBJIeHHS feTani «CtakaH 3 ¢aHimem» (puc. 2) 3aCTOCOBYETHCS

3aKpUTE KOMOIHOBAaHE 3BOPOTHE—PadiaibHE BUIABIIFOBAHHS 3 OJHUM aKTHBHUM 1HCTPYMEHTOM — BEp-
XHIM ITyaHCOHOM, TOBHHUH XiJ] SIKOTO JOPIBHIOE 73 MM.
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Puc. 2. Cxema mporecy KOMOIHOBAaHOIO 3BOPOTHE-PAiaibHOIO BHUAABIIOBAHHS JETalli
«Craka# 3 ¢annem» (a) Ta onepKyBaHui HamiBpadpukat (0)
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[Tpu X071 BEpXHBHOTO MyHCOHA HA 48 MM B 30H1 (PIIaHITIO 3’ IBISIETHCS TAKUH JEEKT SIK 3aTHCK
(puc. 3). Ilpu noganpmomy nedopmMyBaHHI 3arOTOBKH Ieil Me(DEeKT TUIbKU 301UTbIIy€eThCsa. OKpiM
IOTO, MO’KHA OAQUUTH IIe 1 HE 3aIIOBHEHHS MAaTEpPiaJioM 3arOTOBKH HUXHBOTO KyTa MOPOXKHHHH
B (piraHIIeBiH 30HI.

Xig 24 mMm Xig 48 MM

Puc. 3. BukpuBieHHS JUTMITBHOT CiTKH (@) Ta 30UIbIICHE BiIMOBIIHE MiCIIe 3aTHCKY MaTepiary
3aroTOBKH y (uaHIeBii 30H1 (0) B mpoiieci KOMOIHOBAHOTO BUABIIIOBAHHS HA PI3HUX CTATIsNX

Jlnst ycyHeHHs 1uX Ae(eKTiB 3apornoHOBaHO MOAMDIKAII0 TEXHOJOTIYHOTO MPOLECY, SIKa
MOJISITa€ y BUKOPUCTAHHI B TPOIIeCi KOMOIHOBAHOTO 3BOPOTHE—PaTIaIbHOTO BHUJIABIIIOBAHHS J0/1aT-
KOBOi KIHEMaTHKH OJHOYACHO BEPXHBOI Ta HMKHBOI HamiBMaTpullb (puc. 4—6). [loBHui XiJ Bepx-
HBOTO ITyaHCOHA, SIK 1 B 0a30BOMY BapiaHTIi, JOPIBHIOE 73 MM.

Ha nmovaTkoBiii Ta mpomMiXxHii cTanisx (puc. 4, a, 6) U1 BUTOTOBJIEHHS SIKICHOTO 6e3/1e()eKTHOro
(hraHITIO 3/MIMCHIOETHCS OTHOYACHE TIEPEMIIIEHHS B OJJHOMY HAIIPSIMKY BEPXHBOT'O ITyaHCOHA 2 1 BEPXHBOT
4 Ta HIKHBOI 5 HAMTIBMATPHUITh 3 OTHAKOBOIO MIBUAKICTIO V1 = 1 MM/C (IIIBUAKICT BEPXHBOTO ITyaHCOHA HE
3MIHIOETBCS JTO KIHISI TIPOIIECY BUIABIIIOBAHHS) 1 XOI0OM BCIX pPyXOMHUX 1HCTPYMEHTIB S = 24 MM.

ITicnsa uporo BepxHs 4 Ta HIWKHS 5 HamiBMATpPUIll 3MIHIOIOTh HAIPSIMOK PyXy Ha MPOTHIICKHUI
(puc. 4, B), TOOTO MEPEMIIITYIOTHCS B TIPOTHIISKHOMY HAIPSMKY /10 BEPXHBOTO ITyaHCOHA 2, alie BXKe 31
mBukicTio Va2 = 0,5 mm/c. [Ipu iboMy Xi1 BEpXHBOTO IyaHCOHa 2 TOpiBHIOE S =49 MM Ta 000X HarmiBMa-
Tpuiib S = 24 mm. Lle cripusie Tedii MaTepiamy 3aroTOBKH B 3BOPOTHOMY HAMPSIMKY, 3MEHIITY€E CHITY J1eop-
MyBaHHs Ta 3a0e31euye KiHIIeBUI BUCOTHHI po3Mip netai «CTakaH 3 (raHiem.

Amnarti3 (puc. 5) BUKpUBIIEHHS JUTHIILHOI CITKH, PO3IIOJIUTY IHTEHCUBHOCTI AeopMartiii €i Ta 1HTe-
HCHBHOCTI Hanpy»eHb ci, (MI1a) B mepeTnni 3arotoBkwy, sika nedopmyernes, Ha mpomikHii (1) craii mpo-
11eCy KOMOIHOBAaHOTO BHJIABITIOBAHHS 3 JIOJATKOBOIO KIHEMAaTHKOIO BEPXHBOI Ta HIDKHBOI HAIlIBMATPHIIb
TI0Ka3aB, 1110 y (JIaHIIEBiH 30HI CTakaHy BIJICYTHIN Takuii 1eeKT, sIK 3aTUCK, TIOBHICTIO 3aIlIOBHEHA MaTepi-
QJIOM 3arOTOBKH BCSI TIOPOKHUHA IT1€T 30HH B HIDKHIM HAMBMATPUIN S5, MAaKCUMalIbHE 3HAYCHHS IHTCHCHB-
HocTi aedopmartii 1,5 y BepxHiif yacTuHi (hraHId i 1HI cTakaHa (puc. 5, 0) Ta MaKCUMaTbHe 3HAUSHHS 1H-
TeHcUBHOCTI Hanpy»keHb 350 MIa B Tux ke 30Hax (puc. 5, B).

Takwuii sxe aHasi3 Ha KiHLEBIH (2) cTazii mporecy KOMOIHOBAHOTO BHJIABIIOBAHHS IOKAa3aB, IO
OoTpUMaHa siKicHa 0e3 1e()eKTIB 3 MOTPIOHUMH T€OMETPUIHUMH po3MipaMu AeTaib «CTakaH 3 (IaHiem»,
3 MAaKCUMaJIbHUMH 3HAUCHHSIMH 1HTEHCUBHOCTI Jehopmartii 2,5 Ha BHYTpilHii OiuHIl TOBEpXHI OTBOPY
CTaKaHy 1 B 30HI JTHa Ta MAKCUMaJIbHUMH 3HAUCHHSAMH 1THTEHCHUBHOCTI Hanpy»eHb 350 MITa i po3ranryBan-
HSIM IMIX HAIpPY>KeHb MPHOJIM3HO B THX K€ 30HAX, IO 1 HA poMbkHii (1) cramii mporecy.

By noGynoBanuii rpadik 3anexxHocTi (puc. 6) cunu BugasmoBanHs (kH) Bi X01y BEpXHBOTO
MyaHCOHY (NOBHUH XiJ TOPIBHIOE 73 MM).
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o

a 0
Puc. 4. KomOGiHoBane BumaBmtoBaHHs jaetaini «CrtakaH 3 (iaHemM» 3 JI0AATKOBOIO
KIHEMaTHKOIO BEPXHBOI Ta HIKHBOI HamiBMaTpuib (V1= 1 mm/c, V2 = 0.5 Mmm/c) Ha modaTKoBiii (a),
npoMikHi# (0) Ta KiHIIEBiH (B) CTamisIX:
1 — 3aroroBka, sika 1eOpMy€eThCs; 2 — BEpXHii aKTUBHUN IyaHCOH; 3 — HIDKHIM IMyaHCOH
(mpoTuIyaHCcoOH); 4 — BEpXHS HaMiBMATPULS; 5 — HIKHS HAMliBMaTPHIIS
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Puc. 5. BukpuBieHHs AUTHIBHOL CiTKH (), pO3MOAiN iHTEeHCHUBHOCTI aedopmartiit €i (0) Ta
po3noain (B) iHTeHCUBHOCTI HanpyxeHb ci (MIla) B mepeTuHi 3arotoBku, sika aeGopMmyeTbcs, Ha
npomikHii (1) Ta KiHUEBid (2) cTamiax mpoiecy KOMOIHOBAaHOTO BHUJIABIIOBAHHS 3 J10JIATKOBOIO
KiHEMaTUKOIO BEPXHBOI Ta HIKHBOI HAaIlliBMATPHIh

Binx mouatky nedopmariii 3aroToBKY BiIOYBA€THCS MOCTIHE 3pOCTAHHS CHIIHM JI0 MAaKCUMAJIbHUX
3HauyeHb (160 kH). Ha wiif crazii BinOyBaeTbest hopmyBaHHs uiaHIto 6e3 eeKTiB Ta HOBHE 3alIOBHEHHS
MarepiaioM 3aroTOBKU MOPOYKHWHHU B HIDKHINM HaiBMATPHI (3aKpUTe BUAABIMOBaHHA). [Ticis 1iporo Bep-
XHS Ta HWOKHSI HallIBMATpPUILll 3MIHIOIOTh HAPSIMOK PYyXy Ha MPOTUJIEKHUM, TOOTO NMEPEMILYIOTHCSI B IIPO-
THJIGKHOMY HAIPSMKY J0 BEPXHBOTO ITyaHCOHA, a BEJIMYMHA CHIIH JehopMarlii Ha BEpXHBOMY ITyaHCOH1
3HIKY€EThCS 10 HaltMeHIMX 3HaueHs (70 kH). Jlani 1o kiHis nporiecy Ha erarti 3B0pOTHOTO BUIABITIOBAHHS
crna edopMartii mocTiiHo 3poctae (o 150 kH).
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KiHeL, sTany Nel 3MiHa HaNPAMKY pyxy HaniBmaTpuub
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Puc. 6. I'padik 3anexxHocTi cuinu BugasitoBanHs (kH) Bix xoy BepXHBOTO myaHCOHA (MM)

BUCHOBKU

Jlist TEOPETUYHUX JTOCTIKEHb MPOIecy KOMOIHOBAHOTO 3BOPOTHE—PA/1iaIbHOTO BHJIABIIIO-
BaHHsA AeTam «CtakaH 3 (diaaHiem» 3 amominieBoro cruiaBy A2017 Oyna BUKOpHCTaHa Iporpama
DEFORM 2D/3D, sika 6a3yeTbcsi Ha METO/1i CKIHUEHHHX €JIEMEHTIB. 3aporiOHOBAaHUA METO/ 103BO-
JIMB MOBHICTIO YCYHYTH J€(EKT 3aTUCKY Ta HE03alIOBHEHHS MaTepialioM 3ar0TOBKH HUKHBOTO KyTa
MOPOKHUHU B (DIIaHIIEBIN 30HI, 3aBASKH BUKOPUCTAHHIO JI0JIATKOBOI KIHEMATHKH OJHOYACHO BEpPX-
HBOI Ta HIXKHBOI HaIBMATPHIIb Ha IPOTHBAry 6a30BOMY BapiaHTy, B IKOMY Ui Aedopmariii 3aroro-
BKHM BUKOPUCTOBYBABCS TIJIbKU aKTUBHUN BepXHil myaHcoH. s orpumanHs neram «Crakas 3 ¢ia-
HIIEM» 3 IOTPIOHUMH pO3MipaMH 1 SKICTIO Ha TOYATKOBIN Ta MPOMIKHIN CTaAIsIX CIIOYATKY 3/1HCHIO-
€TBCSI OJTHOYACHE MEePEMIIICHHS B OJHOMY HAIIPSIMKY BEPXHBOTO ITyaHCOHA i BEPXHBOI Ta HUIKHBOT
HamiBMaTPHIlb 3 0OTHAKOBOIO HIBUIKICTIO V1 =1 MM/C 1 X0/10M BCiX pyXOMHUX IHCTPYMEHTIB S = 24 MM,
a MOTIM BEpXHs Ta HIKHA HalllBMaTpPHUIIl 3MIHIOIOTh HAIIPSIMOK PyXy Ha MPOTHIICKHHUH 31 IIBUAKICTIO
V2 = 0,5 Mmm/c 1 X010M BEpXHBOTO ITyaHcoHa S = 49 MM Ta 000X HamiBMaTpuib S = 24 MM. AHami3
PO3MOJILTY IHTEHCUBHOCTI epopmalliii €i Ta IHTEHCUBHOCTI HANpY>KeHb Gi MIOKa3aB, 1110 Ha TPOMIXK-
Hil cTajii MaKCUMallbHE 3HAUCHHS IHTEHCUBHOCTI AedopmMariii qopiHoe 1,5 y BepxHiii yacTuHi (ia-
HIIA 1 IHI CTaKaHy Ta MaKCUMaJIbHE 3HAUYEHHs IHTEHCUBHOCTI HalpykeHb AopiBHIoe 350 MIla B Thx
Ke 30HaX, Ha KiHIEBIN cTajil MakCUMalbHEe 3HAYSHHS IHTEHCUBHOCTI nedopmarii JopiBHIOE 2,5 Ha
BHYTpIIIHIM O14HII MOBEpXHI OTBOPY CTaKaHy 1 B 30H1 JIHAa Ta MaKCUMaJIbHE 3HaYEHHS IHTEHCUBHOCTI
HanpysxeHb jaopiBHIoe 350 MIla, mo i Ha mpomixHil cTanii. Po3moain pedopmartiii i HarpyxeHb
HaOyB OUIBII PIBHOMIPHOTO XapakTepy y 30Hi (uanus. JlocmipkeHHs rpadiky 3aaeKHOCTI CHIIU BU-
JIABITIOBAHHS BiJl X0y BEPXHBOTO IyaHCOHY B 73 MM T0Ka3aJio, 0 MaKCHMaJIbHE 3HAYCHHS CHJIH B
160 xkH moxHa nobaunTH Ha etarni (JopMyBaHHs (JIAHIIIO Ta IOBHOT'O 3aIIOBHEHHS MaTepiaioM 3aro-
TOBKHU MOPOKHUHU B HIKH1M HamiBMaTpui. [licns popmyBanHs dianio 6e3 AeeKTiB Ta HOBHOTO
3aIIOBHEHHS MaTepiajioM 3aroTOBKH IMOPOKHUHY B HY)KHIN HaliBMaTpHIll 3MIHIOETHCS PyX HaIliBMa-
TpuIlh. Jlani 10 KiHI IpoIiecy Ha eTari 3BOPOTHOTO BUABIIOBAHHS CHIa e opMalrii MOCTIHHO 3po-
crae (mo 150 kH). Lli pe3ynbpTaTét MOKYTh OyTH BUKOPHCTaHI B MPAKTUYHIH JisSUIBHOCTI HA BUPOOHH-
LITBI JJIs MiJBUIIEHHS AKOCTI Ta €eKTUBHOCTI BUPOOHUIITBA AeTanei Tuiry «CTakaH 3 QuaHiem.
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Kosarev V., Chuchin O. Research on the manufacturing of hollow parts with a flange in the process of com-
bined extrusion.

Theoretical studies of the closed combined backward-radial extrusion process of the “Cup with Flange” part
made of aluminum alloy A2017 were carried out using the DEFORM 2D/3D software.

The proposed method allowed to completely eliminate the clamping defect and underfilling of the lower corner
of the cavity in the flange zone with the workpiece material, due to the use of additional kinematics of both the upper and
lower half-matrixes, as opposed to the basic version, in which only the active upper punch was used to deform the
workpiece. Elimination of these defects became possible due to the use of additional kinematics of both the upper and
lower half-matrixes. The curvature of the dividing grid, the distribution of the intensity of deformations €i and the
distribution of the intensity of stresses ai in the cross section of the workpiece being deformed were studied. The study of
the graph of the dependence of the extrusion force on the stroke of the upper punch in 73 mm showed that the maximum
force value of 160 kN can be seen at the stage of flange formation and complete filling of the cavity in the lower half-
matrix with workpiece material. After the flange is formed without defects and the cavity in the lower half-die is completely
filled with the workpiece material, the movement of the half-dies changes. Then, towards the end of the process, at the
stage of reverse extrusion, the deformation force constantly increases (up to 150 kN).

The results of the theoretical studies can be applied in industrial practice to improve the quality and efficiency
of manufacturing “Cup with Flange” parts.

Keywords: cold bulk forging, extrusion, hollow part with flange, finite element method, mesh distortion, strain
intensity distribution, stress intensity distribution, punch, die.
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