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Annomayusn. OCHOBHYIO 4acTh c€0ECTOMMOCTH MalllMHOCTPOUTENBEHON MPOIYKLIMH COCTaBJIIET CTOMMOCTh MeTajlla,
pacxomyeMoro Ha u3rorosieHue jetanu. C Lesplo YMEHBIICHHS KOJMYECTBA OTXOA0B METAJUIA U MOBBIIICHUS
KayecTBa  INTAMIIOBAHHBIX IIOKOBOK  pPa3pa0OTaHbl HOBBIE TEXHOJOTMH  IPOM3BOJCTBA  THIIOBBIX
MaIIMHOCTPOMUTENBHBIX JEeTalNel THMAa «CTyNHIa» M «(uaHem» Ha OCHOBE KOMIIJIEKCHOH TEXHOJIOTHH
MOJTYTOpsIYeH MITAMITOBKH M3 IapoBOH 3aroToBKH. COINIaCHO 3aBOACKON TEXHOJIOTHH paccMaTpHBaeMbIE JeTalu
MIPOM3BOMAT METOAOM Topsideil OONOWHON IITaMIOBKH: pa3/elICHHE MeTajula Ha LMUIMHIPUYECKHE 3arOTOBKH
JUISL TIOCNEAYIOIEH INTaMIOBKM OCYIIECTBIIAETCA pEe3KOW Ha Ipecc-HOKHHI@AX. Pa3bpoc mo macce TakMx
3arotoBok coctaBiseT 10 — 12 %; HarpeBa MeTayuia IoJ MITaMIOBKY 10 TemmnepaTypsl 1150 — 1200 °C, mpu
HarpeBe A0 TaKUX TEMIepaTyp Ha IMOBEPXHOCTH 3aroTOBKM 00pa3yeTcsl OKalIHMHA; IITAMIIOBKAa B OTKPBITBHIX
mITaMnax ¢ [peaBapuUTeNbHONM OcCajKol LMIMHAPUYECKOM 3aroToBKM M 00pe3koil 0010s. CoriacHo
paSpa6OTaHHLIM TCXHOJIOTHAM HCXOI[HOﬁ 3arOTOBKOM SBJISETCS TOYHAS mmapoBasd 3aroToBKa, IOJYyUYCHHasd
paszielieHHeM Ha CTaHaX MONEePeYHO-BHHTOBOW NPOKATKH, pa3dpoc Mo macce KOTOpoW He mpeBbimaeT 8 %.
TeMmneparypa HarpeBa MoJ IUTAMIOBKY CHI)KEHa M Haxonutcs B auamazoHe 850 — 900 °C, mpu Harpese 10
TEMIIEpaTyp MONYropsded INTAMIOBKA Ha IOBEPXHOCTH 3arOTOBKHM OKaJWHA HE 0Opa3yercs; MITaMIIOBKa
OCYIIECTBIISICTCS 32 OAMH MEPEX0]] B 3aKPBITOM IuTamrie. [IpencTaBieHsl cpaBHUTENbHBIE CXEMBI IPOU3BOJICTBA
JeTanel Mo 3aBOJACKMM M pa3pabOTaHHBIM TEXHOJOTHAM. I[IpOBEICHHBIC WCCIICIOBAHMS IIOKAa3alH, 4YTO
MIPUMEHEHNE KOMIUIEKCHONH TEXHOJIOTHMH IO3BOJIICT MONYYUTH TOYHBIC IO Macce MOKOBKH C MUHHMAIbHBIMH
MIPUIYCKaMU Ha TIOCIETYIONIYI0 MEXaHHIEeCKyI0 00pab0TKy 3a MEHbIIEe KOJINYECTBO ONEpaLi U COKOHOMHTH
70 25 % MeTaia OT HCXOJHON MacChl 3aTOTOBKH.
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Abstract. The main part of the cost of machine-building products is the cost of the metal used to manufacture the part.
In order to reduce the amount of metal waste and improve the quality of stamped forgings, new technologies
have been developed for the production of standard machine-building parts such as "hub™ and "flange" based on
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the integrated technology of semi-hot stamping from a ball blank. According to the factory technology, the parts
in question are produced by hot-dip stamping: metal is divided into cylindrical blanks for subsequent stamping
by cutting on press shears, the weight spread of such blanks is 10 — 12 %; metal is heated for stamping to a
temperature of 1150 — 1200 °C, when heated to such temperatures, scale forms on the surface of the workpiece;
stamping in open dies with pre-laying of a cylindrical billet and clipping of a chip. According to the developed
technologies, the initial blank is an accurate ball blank obtained by separation in cross-screw rolling mills, the
mass spread of which does not exceed 8 %. The heating temperature for stamping is reduced and is in the range
of 850 — 900 °C, when heated to temperatures of semi-hot stamping, scale does not form on the surface of the
blank; stamping is carried out in one the transition is in a closed stamp. Comparative schemes of manufacturing
parts according to factory and developed technologies are presented. The conducted studies have shown that the
use of integrated technology allows to obtain accurate forgings by weight with minimal allowances for
subsequent machining in fewer operations and save up to 25 % of the metal from the initial mass of the

workpiece.

Keywords. semi-hot stamping, ball blank, resource-saving technology, flash-free stamping, integrated technology,

cylindrical blank, closed die, initial blank
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Benenne poBaHu [S] ¥ MOCIEAYIOMUX IKCIIEPUMEHTAIBHBIX
Bonbiryto gacts (B cpenreM 60 %) cebectonmMocTi UCCIIeIOBaHUH [6] aHANIM3UPYIOT BIHMSHUE Kajuo-
MAaIIMHOCTPOUTEIBHOW  MPOXYKIUH  COCTaBISET  POBOK [7], TEXHOJOTMYECKHX (PAaKTOPOB MPH IIPO-

CTOMMOCTh METallla, PacXx0yeMOro Ha HM3TOTOBIIE-
Hue netanu [1]. Ilpum mpousBozacTBe aeraneil ma-
IIMHOCTPOCHUSI B  KY3HEUHO-TIPECCOBBIX  I[€XaxX
MPUMEHSACTCS TEXHOJIOTHS TopsSded  0OJOHWHOM
IITAMIIOBKA W3 IWIMHAPUYECKUX 3arOTOBOK, IPHU
KCIIONIB30BAaHUU KOTOPOH 10 25 % MeTaina uaeT B
orxof. [lmst moBBIIIeHUsT pecypcocOepekeHust pas-
paboTaHa HOBasi KOMITIEKCHAs! TEXHOJIOTHS TIOIYTO-
psiYell ITAMIIOBKHU U3 IIAPOBOM 3arOTOBKU B 3aKphl-
ThIX mTamnax [2]. McXOgHBIM MaTepHalioM SIBIIS-
I0TCS IIAPOBBIE 3arOTOBKH, TOJYYCHHBIE pasjere-
HHEM Ha CTaHaX IOINEPEYHO-BUHTOBOW ITPOKATKH.
Hcnonp3oBanne MOMOJBHBIX IIAPOB B KAYECTBE
UCXOTHOM 3arOTOBKH IS 0€300JI0MHO IITAMIIOBKU
HE PEKOMEHIyeTCs] W3-3a OOJBIINX JOMYCKOB II0
pa3Mepy [3]. AKTHBHO BexyTcs pabOThI 1O TOBBI-
LIEHUIO KauecTBa IIPOKATHIBAEMBIX MIApoB [4]: C
MIPUMEHEHUEM MIPOTPaMM KOMITLIOTEPHOTO MOJIEIH-
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KaTKe MapoB [8] W3 pa3smuUYHBIX Mapok cTtamu [9],
BO3MOXXHOCTH TOJIYYCHHUS IIAPOB Pa3IUYHBIX THa-
MeTpoB [10], a Takke TOMOJNBHBIX IIAPOB TOBBI-
menHoil Tounoctu [11]. HarpeB ocymectBusiercs
JI0 TEMIIePATyp MOIYyropsiueii ITaMIIOBKH, YTO 103~
BOJISICT IOJIYYUTh JIy4lllee KaueCTBO MOBEPXHOCTH
3arotoBku [12]. llltammoBka mpow3BOgUTCS B 3a-
KpeIToM mTamiie [13], koTopast SBISETCS TMpOTpec-
CHBHOM U aKTHBHO pa3BUBaroIeics [14].

Hetanu «ctynuma» u «QaHeI OTHOCATCS K Ka-
TETOPUH  CEpUHHOW  TMPOMYKIMH  Ky3HEYHO-
npeccoBwIX 11exoB (puc. 1) [15].

3aBoJICKas TEXHOJIOTUS TIOJNYUYCHHS JCTATU «CTY-
U2y BKITIOYAET B ces cliemytoriue oneparwu [ 16]:

— pe3Ka ropsiueKaTaHoro MPyTKa Ha MEPHBIC IH-
JIMHIPUYECKUE 3aTOTOBKH;

— HarpeB IMWIMHJIPUYECKUX 3arOTOBOK JO TEM-
nepatypsl 1150 — 1200 °C;
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Puc. 1. Dckusbl mokoBoK crynuia (@) u daner (6)
Fig. 1. Sketches of forgings hub (a) and flange (6)
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— ILITaMIOBKAa 3a TPHU IIepexoJa B OTKPBITHIX
mTamIax, oopeska o010s 1 IPOITUBKA OTBEPCTHSL.

IIpokaTaHHbIE IITAHTU JUAMETPOM 75 MM IIOCIE
MIpeBapUTEIHHOIO HAarpeBa B MeYd O TeMIepary-
pst 400 — 600 °C Ha KpUBOIHITHOM TIpecce DpdypT
paspe3aroT Ha 3aroToBku muHON 106 £ 2 MmMm. [lpu
3TOM LWJIMHJpHUYECKas 4acTh 3aTrOTOBKH COCTaBJIS-
eT 24 MM, KOCOH pe3 JOCTUTAET 8 MM U CMATHE IIH-
JTUHAPUIEeCKOH JacTh A0 6,5 MM. CorylacHO TEXHO-
JIOTMYECKON KapTe Macca LMINHIPUIECKO 3aroToB-
KM JOJDKHa ObITh He MeHee 3675 r. Jlanee uwimH-
JPUYECKYIO 3arOTOBKY HarpeBarOT B MHAYKIHOHHOM
Harpesarene a0 Temneparypel 1150 — 1200 °C ¢
TeMrnoM Bblgaun 16 — 18 c. Harperyro 3arotoBky
LITaMIIYIOT 3a TPU MIEPEeX0/a B OTKPHITHIX MITAMIIAX:
IpeaBapuTebHas 0CaAKa Ul yIAICHHUsI OKAINHBI U
BBIpaBHMBaHUS TOPLOB 3aroTOBKH; IITAMIIOBKA B
YEpHOBOM M 3aTE€M B OKOHYATENbHOM pyube. [locie
3TOr0 MOKOBKA IO TPaHCHOPTEPY Iepenaercs K 00-
PE3HOMY KpPHBOIIUIIHOMY TIpeccy, /i€ MPOBOAUTCA
oOpe3ka 00J10s1 M TPOIIKMBKa OTBepCcTHs. Macca 1o-
KOBKH Tipu 3ToM coctaBisier 2800 r, macca 00105
675 1, Mmacca BoIApHI 145 T 1 Macca yrapa 55 1. Ta-
KM 00pa3oM, OTXOIbl MeTajjla TpHU IITaMIIOBKE
OJHOM ITIOKOBKH COCTaBISAIOT 875 I, Macca 00Jios
coctaBisieT 675 T [17].

3aBojCcKas TEXHOJIOTUS TIOJIY4YeHHS JeTalu
«hraHeny BKIIOYAET B ce0sl CIeIyOIIIe OTePallui:

— pe3Ka ropAYeKaTaHoro NpyTKa Ha MEpHBIE IIH-
JUHAPUYECKHE 3aTOTOBKH;

— HarpeB UWIMHAPUYECKUX 3arOTOBOK /10 TE€M-
nepatypsl 1150 — 1200 °C;

— IOTaMIIOBKa 3a JiBa IE€PEeXoAa B OTKPBITHIX
mITammax, oopeska o0os.

Pe3ka ropsuekaTaHHOrO TpyTKa JHAMETPOM
50 MM u3 ctamu Mapku 40 Ha MEpHBIE 3arOTOBKHU
OCYILECTBISUTM HAa IPECC-HOXKHHUIAX B XOJIOJHOM
COCTOSIHMH. [MnuHApUYecKre 3aroTOBKM BBICOTOM
70 MM 13 OyHKepa IMTaMITIOBOYHOM JTMHUN TIOJAFOTCS
o OJHOW B WHAYKIHMOHHBIM HarpeBartenr KWH
750/2,4. Temneparypa HarpeBa 3aroTOBKH COCTaBJIsI-
et 1150 — 1200 °C, teMn BblJauu HArpeThIX 3aroTO-
BOK W3 mHAyKTopa 12 — 14 c. llTammoBky ¢raHma
OCYILECTBISUTM Ha KPHUBOLIMITHOM TOPSYEIITaMIIO-
BOYHOM Iipecce ycunueM 6,3 MH 3a nBa nepexona: B
MpeABAPUTEIBHOM PyUbe IITaMIIa POBOAUTCS OCA-
Ka 3aroTOBKH B TOPEIl IO BBICOTHI 35 MM, B YMCTO-
BOM pydYbe INTaMIla TPOHUCXOAUT OKOHYATEITHHOE
(dopMupoBaHHE TOKOBKH, NMPHU 3TOM H3JIHILIEK Me-
TaJUIa BEITECHAETCS B OOJIOMHYIO KaHABKY. Y TajicHHe
0071051 TIPOBOIAT HA OOPE3HOM TIpecce, MOCIe Yero
rOTOBas MOKOBKA MOCTYIAET B Tapy AJISl OXJIXKCHUS
Ha Bo3ayxe. Macca rotoBoii mokoBkH ¢uanua 890 r,
Macca obsost 233 T, macca yrapa 13 .

Macca UHMIMHIPUYECKOW 3arOTOBKHM W3 CTalld
Mapku 40 nmamerpom 48 MM H BeIcTOM 80 MM
cocraBisier 1136 r. Takum oOpa3om, moTepu Me-

TaJja MpH MITAMIIOBKE TOJHKO OJHONM IMOKOBKH CO-
cTaBisroT 110 246 T (21,7 % OT Macchl TOKOBKH).

Mertoabl uccjieq0BaHMI

151 coBepIIEHCTBOBAHMS CYIIECTBYIOLIEH TeEX-
HOJIOTMM TIPOM3BOJACTBA JeTallell «CTyNHLa» H
«hnanery ObUIO NPOBEICHO KOMIUIEKCHOE HCCIIe-
JIOBaHUE BO3MOKHOCTH IIPUMEHEHHUSI HOBOW TEXHO-
JIOTUU TONyropsiyeit 0e300JI0MHOM ITaMITIOBKU W3
I1apOBOM 3aroTOBKM C IMPUMEHEHHEM METOAa KOM-
MBIOTEPHOTO MOJEIUPOBAHMUS C TOCIEAYIOIINM
MOITBEP)KICHUEM pe3yiibTaTa SKCHEPUMEHTAIbHbI-
MU HUCCIIEJIOBAHHSAMHU B YCIIOBHUSIX PEANbHOTO IPO-
M3BOJICTBA.

Ha nepBoM 3Tane 0bLI10 IPOBEACHO KOMIIBIOTEP-
HO€ MOJIEJIUPOBAaHKUE C MPUMEHEHHUEM IMPOrpaMMbl
QForm (mumensus Ne R0-U1791-091214Y100).
st mpoBeneHns MCCIeAOBaHUN OBLT CIIPOEKTHUPO-
BaH BHUPTYaJbHBIA TEXHOJIOIMYECKHH Hpouecc
IMTaMIIOBKK Ha KPUBOLIUMIIHOM TOpAYCIITAMIIOBOY-
HOM IIpecce, UCXOJIHbIE JAaHHBIE IS MOJEIMpOBa-
Husl (00OpyInOBaHWE, MapKH CTalH, TeOMEeTpHde-
CKHE€ pa3Mepbl MMOKOBOK M IITaMIIOB) COOTBETCTBO-
BaJIM JaHHBIM peajbHOTO Mpoliecca.

Ha BTOpOM »3Tame MOKOBKM CTymMua u (QuaHer
LITAMIIOBAIM ~ Ha  OOOpYINOBaHMH  Ky3HEYHO-
MIPECCOBOTO 11€Xa U3 LIAPOBBIX 3ar0TOBOK, IOJTyYEeH-
HBIX Ha CTaHaX IONEPEYHO-BUHTOBOM IIPOKATKOM.

PesyabTarhl necjie10BaHUM

PesynpraThl KOMIBIOTEPHOIO MOJEIUPOBAHUS U
9KCIEPUMEHTAIBHBIX UCCIEA0BAaHUH MMOKA3aHd, YTO
IIpY MPOU3BOJACTBE 00EMX MOKOBOK MCXOTHASI 3aro-
TOBKa XOpOILIO LIEHTPUPYETCS B IITAMIIE, B IIPOLIEC-
Ce MITAaMIOBKU METaJUI TOJIHOCTBIO 3aIIOJHSET 00b-
€M IITaMIla, CHjIa ITAMIIOBKA HE MPEBBIIIACT MaK-
CUMaJIbHOE 3HAYEHHE, COTJIACHO MacmopTy Ha 000-
pynoBaHue. Pe3ynbrarel MOAEIUPOBAHUS  IOJI-
HOCTBIO ITOATBEP)KIAKOTCS SKCIIEPUMEHTOM.

IIpuMeHeHne KOMIUIEKCHOM TEXHOJIOTHU IIOJIY-
ropsiyeil IITaMIIOBKM W3 IIAPOBOM 3arOTOBKU IS
NPOM3BOJACTBA (pyIaHIA MO3BOJMIO COKPATUTH OIle-
palyIo IITaMIIOBKY HA JIBa MEPEX0/Ia.

HoBasg kOMIUIEKCHasi TEXHOJIOTUS JUIsl ITPOU3-
BOJICTBA TTOKOBKH (pJIaHIIa COCTOUT M3 CJICAYIOIINX
onepauuii [18]:

1. Paznenenue Merasuia Ha IIApOBbIE 3aTOTOBKH
nuameTpoMm 90 MM ITPOBOAWTCS Ha CTaHe TOIeped-
HO-BUHTOBOM mpokaTku. [lomyueHHas 3aroroBka
umeer Gopmy mapa, kKojgeOaHHE Macchl HE TPEBBHI-
maet 6 % [19]. lllapoBas 3aroToBKa MMeEET XOpO-
1iee KauyecTBO MOBEPXHOCTH, paBHOMEPHO Harpesa-
eTcs B MHAYKTOpE, He TpeOyeT AOMOJHUTEIbHOM
oTIepaIiy peABapUTENbHOM ocanku [20].

2. IHyKIMOHHBIN HAarpeB 3aroTOBKH JI0 TEMITe-
paTypsl nosyropsueil mramnoBku. [IpenBapurens-
HBIIl pacyeT ONTHUMAJIbHOW TeMIlepaTypbl Harpena
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IapoBOM 3arO0TOBKH W3 cTanu Mapku 40X 1mokasai,
YTO ONTUMAJIbHAsl TeMIIepaTypa HarpeBa 3aroTOBKU
cocraBisier 860 + 5 °C. B ycioBHAX peanbHOTO
MPOM3BOJCTBA TeMIIEpaTypa HarpeBa MIapoBOW 3a-
rotoBku OblIa moBeimeHa 10 900 °C. Ilpu cHmke-
HUU Temmeparypsl HarpeBa ¢ 1200 mo 900 °C co-
NPOTHUBJICHHE MeTaia AedopMaluy CTaal MapKu
40X Bospocmo Ha 52 %, MIacTHYeCKHUEe CBOMCTBA
yMeHbIIMINCE Ha 34 %, yrap MeTaiuia COKpaTHiICs
Ha 92 %, 00e3yriepokuBaHHe TOBEPXHOCTH OTCYT-
CTBYeT.

3. IlTamMmnoBka 3a OAWH HEPEXOA B 3aKPHITOM
mITamie, IpoLIMBKa OTBEPCTHSL.

[IpuMeHeHHnE KOMILIEKCHOM TEXHOJOTHU MOIY-
ropsidel MITaMIOBKU M3 IIapOBOM 3aroTOBKH IS
LITAMIOBKHA JAETAM «CTYIHLA» CHHU3WIO PACXOA
MeTajula Ha OJJHOM MoKoBKe Ha 730 T Mo cpaBHEHUIO
C TIOJYYCHHEM TaKOW e TTOKOBKU TOpsiueit 00bheM-
HOHM IITaMIOBKOM U3 LMJIMHAPUYECKON 3aTOTOBKU B
OTKPBITOM IITaMIIC.

Ha puc. 2 npuBenena cxema TEXHOJIOTHYECKOTO
mpolecca MTaMIOBKH MOKOBKH «CTYNHIA» IO 3a-
BOJICKOM TEXHOJIOTMM W3 LWIMHAPUYECKON 3aro-
TOBKH (pHC. 2, @) U 10 pa3padOTaHHOW TEXHOJIOTHH
U3 apOBOM 3ar0TOBKHU (pHC. 2, 0).

[IpuMmeHeHne TEXHOIIOTUU TOIyropsden 6e300-
JIOWHOW IITAMIIOBKU ()JIaHIIa U3 [IAPOBOW 3ar0TOB-
KM B3aMEH CYIIECTBYIOIICH MO3BOJIMIO COKPATHUTh
OIEPaLMI0 IITAMIIOBKMA HA OJIWH IEPEXOX U IOBBI-
CUTBH K03 (OUIIHEHT HCIOIB30BAHHS METAJIIIA.

HoBas xoMIuiekcHass TEXHOJIOTHS IJ1d TIpOU3-
BOJICTBA A€TaJU «(pIaHel» COCTOUT U3 CIEOYIOIINX
onepauuii [21]:

— pasleneHre MeTaila Ha IIapoBbIE 3arOTOBKH
nuaMeTpoM 60 MM IPOBOAWIM Ha CTaHE IOIeped-
HO-BUHTOBOH MPOKATKHY;

— Harp€B MmapoBbIX 3aroTOBOK B HWHIYKIIMOHHOM
HarpeBarelie OCYIIeCTBIILIN 10 Temmeparypsl 850 °C;

— HarpeTble AapoBbIe 3arOTOBKU IITAMIIOBAIH B
YICTOBOM py4be 0€3 MpeaBapUTEIbHON OCaJKH.

Ha puc. 3 nokasana mocnenoBaTeNbHOCTD OIIe-
paunii U3roTOBJIEHUS TIOKOBKH «(IIaHeI 10 3aBOJI-
CKOW TEXHOJIOTMH (TOpsivas LITaMIIOBKa B OTKPbI-
TOM IITaMIle U3 MWINHAPUYECKONW 3arOTOBKH) U TIO
pa3paboTaHHOW TEXHOJIOTUHM, OCHOBAaHHON Ha KOM-
IUIEKCE TEXHOJOTMHM  TONyropsaeil  0e30010iHOM
IITAMITOBKHM M3 11apoBOM 3arotoBku. [Ipu ucnons3oBa-
HHW HOBOW TEXHOJIOTMH TIPOW3BOJICTBA (hIIAHIIA KO-
YeCTBO IITAMIIOBOYHBIX OIEPAlMi COKpamaercs: Ha
JIBa Tiepexo/ia. PacueTsl mokasany, 4To Tpyu MPOU3BO/I-
cTBe (uanna 6e300J0HHOM MITAMIIOBKOM W3 MIapOBOM
3arOTOBKM SKOHOMHSI METalJla Ha OHOW MOKOBKE CO-
cTaBisieT 10 22 % 10 CPaBHEHMIO C MOITYYEHHEM 3TON
K€ TIOKOBKH OOJIOHHOM IIITaMITOBKOH.

BriBoasbl

PesynbpTathl mpoBeEHHBIX HCCIIEA0BAaHUN MOKa-
3aJIM, YTO MPUMEHEHUE KOMILJIEKCHOW TEXHOJOTHU
MOJIyTOpsiYe IITaMIOBKM W3 IAPOBOH 3arOTOBKU
TIpH MIPOU3BOCTBE JeTallel «(hIaHem» U «CTYITHIIa»
M0 CPaBHEHHUIO C 3aBOJICKOM TEXHOJOTMEH HMeeT
Cleyrollye IpeuMyIIecTBa:

— YMEHBUICHUE KOJHMYECTBA TEXHOJOTHYECKHUX
orneparui;

— COKpallleHHE LITaMIIOBOYHBIX IEPEXOJIOB 3a
CYeT UCKIIFOUYEHHUS OTepaly OCaIKHU;

— MOBBIIICHUE KAY€CTBA MIOBEPXHOCTH 3arOTOBKHU
3a CYeT MOHMKEHUs TEeMIlepaTypbl HarpeBa 3aro-
TOBKH;

— CHIDKEHHUE KOJIMYECTBAa OTXOAOB MeETalla 3a
CYeT OTCYTCTBUA 00O

Takum 00pa3oM, KOMIUIEKCHYIO TEXHOJIOTHIO
MOJIYyrOpsiYel MTaMIOBKUM W3 IIAPOBOWM 3arOTOBKHU
MO>KHO PEKOMEHI0BATh AJIsl MPOU3BOJCTBA AeTajci
«hnanem» M «cTymua» B3aMEH C 3aBOJICKOW TeX-
HOJIOTUH TOPSYCH 00JIOMHOM IIITAMITOBKH.
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Puc. 2. TlocieoBaTenbHOCTh TEXHOIOTHIECKHIX OTIEPAInii TPOM3BOACTBA MMOKOBKHU «CTYITHLIA»
Fig. 2. Sequence of technological operations for the production of the forging “hub”
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Fig. 3. Sequence of technological operations for the production of a “flange” forging
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