CrtBOpeHHsI 1a00paTopHOi yCTaHOBKU Jyisi 3D-ckaHyBaHHSI CKIQAa€ThCs
3 HACTYITHUX €TaIliB:

— BUOIp anapaTHOi IaTPOPMH 1 KOMIUICKTYIOUHX;

— MPOEKTYyBaHHS TMOBOPOTHOI TUIATHOPMH 1 KPITUICHHS JJIs JajieKoMipa
3 iX mojaIpIIMM IpyKoMm Ha 3D-npunTepi;

— IPOEKTYBaHHS Ta BUKOHAHHS B MaTepiaii KOPIyCy YCTaHOBKH;

— po3poOKa 1 peasizallisi IPOrPpaMHOIO aJrOPUTMYy YCTaHOBKH;

— MOJICJTIOBaHHA 00'€KTa 1 IPOrpaMHe YCYHEHHS TOXUOOK.
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BJIUAHUE JUCKPETU3AIIUU OBBEMA HA TOYHOCTD
PACUYETA MPOLECCA ITPABKHU JIMCTOB B CPEJIE ABAQUS CAE

I'pudkos . I1.
JI'MA, e. Kpamamopck

[Ipn KOHEYHO-3JIEMEHTHOM MOJICTUPOBAHUM HEMAJIOBAXXHBIM (DaKTOPOM
SBJISIETCS JUCKPETHOCTh pazOmeHus oobema aedopMupyeMoro mMarepuaia, Ko-
TOpasi BIMSICT HA TOYHOCTh W BpeMs pacyeta. C yBeNHMYCHHEM THUCKPETHOCTH
TOYHOCTH pacdeTa YBEIMIMUBACTCS, HO TIPH 3TOM PE3KO BO3PACTAET BpEeMsl Ha €TO
BBITIOJIHEHUE. J[1s1 ompeneneHns MUHUMAJIbHO JOCTAaTOYHOTO KOJIMYECTBA KO-
HEYHBIX AJIEMEHTOB MPH COXPAHCHUU TOYHOCTH I10 aHAJIOTHUU C padboToii [1] ObI-
JIM BBITIOJTHEHBI MCCJIEIOBAHMS TMPOIECCa MPABKHU JIMCTOB HA MHOTOPOJIMKOBOM
MpaBUILHON MalHe [2—4].

[lenpto maHHOUW PabOTHI SIBISETCS OMPEEICHUE PAIIMOHATBLHOTO KOJTHYE-
CTBa KOHCYHBIX DJIEMEHTOB IIPH TPEXMEPHOM MOICTUPOBAHHUH TPOIECCa TPABKH
JUCTOB T10 KPUTEPUIO MHUHHUMYMa 3aTpaT MAaIIMHHOTO BPEMEHH MPU OHOBpE-
MEHHOM 00€CIIEYEHUH JOCTATOYHON TOYHOCTHU pacuera.

B pamkax ananuza HanmpsiKeHHO-Ie(OPMUPOBAHHOTO COCTOSIHUSI METaslia
IIPY TIPABKE MPOJIOJILHON KPUBU3HBI JIUCTOB OBLT BBITIOJHEH pacueT C MCIOJIb30Ba-
HUEM MeTojla KOHEYHbIX AyieMeHTOB B cucteme Abaqus CAE. PaccmarpuBaemas
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MPUMEHUTENIBHO K aHAJIU3Yy MPOoIEecca MPaBKU JUCTOB Ha MPABUIIBHBIX MalllMHAX
pacueTHasi cxema InpezcTaBisiia co0ol nepopmupyemMbiil TucT u 6 padboyux po-
JIMKOB B BHJI€ a0COJIFOTHO TBEPABIX TEll.

B cooTBeTcTBUM ¢ pacyeTHOW CXEMOM IIar poJIMKOB ObLI MPUHSAT 275 MM,
TuaMeTp pabouux poiukKoB paBHBIM 260 MM. HemocpenctBeHHO MozenupoBa-
HUE TpoIecca MPaBKU ObLIO BHIMIOJHEHO JJIs JUCTa TOMmMUHON 10 MM co CBOM-
CTBaMM MaTtepuana: £ = 2,1-10° H/MMZ; u=0,3; g,=400 MIlIa. B xauectBe rpa-
HUYHBIX YCJIOBHM OBLIO MPUHATO, YTO POJIMKU UMEIOT OJIHY BpallaTeIbHYIO CTe-
neHb cBoOOMBI. B pacdere ucmosb30Basiach MOJIEIbh KIACCUYECKON TIIACTHYHO-
CTH MeTaJlja.

KonTakt mMexay JMCTOM M POJIMKAMU 3aJaBaJICSI MIPU MOMOIIM MOJEIU
KOHTaKTa «IIoBEpXHOCTh K MOBEPXHOCTH» € KOAPPUIMEHTOM TpeHUs! paBHbIM 0,2.
PaGoune poiuMku TPUBOAMIMCH BO BpallleHWE C VYIJOBOM CKOPOCTBHIO
0,95 pan/cex. CkopocTh nBMXKEeHHs Jucta npuHsaTa paBHor 1000 mm/c. Bpems
miara pacdera OblUIO IPUHSTO 2,5 C.

Jlnst uccnenoBaHusl mpoLecca MpaBKK JIMCT pa30MBaIM HA Pa3IMYHOE KO-
andecTBo sueek, a umenHo: 300 (puc. 1, a); 1224 (puc. 1, 6); 4545 (puc. 1, B);
7191 (puc. 1,r1); 15014 (puc. 1, o). [Ipu 5TOM BO Bcex cilydyasx KOJUYECTBO
AJIEMEHTOB IO TOJIIIMHE JUCTa ObUIO MPUHATO PABHBIM 5, UTO SIBISETCS BIOJHE
JIOCTATOYHBIM MCXOJSl U3 OCOOCHHOCTEH MPOTEKaHUs IMpoliecca 3HAKOIepEeMEH-
HOTO U3ruda.

a 0

B Tr

A

Pucynox 1 — Mooenu aucmos ¢ paziuunoil Oouckpemusayueil 06vema
(konuvecmeo snemenmos). a— 750; 6 — 1500; ¢ — 3000; 2 — 6000, 0 — 15000

B mponecce pacuera ¢uxcupoBanoch BpeMsi pacueTa U Cujia MpaBKU
Ha TPEThEM POJIUKE. BBIIO yCTaHOBIEHO, YTO C YBEJIMYEHUEM JUCKPETHU3ALUU
obbema nedopMUpyeMOro MaTepuala, BpeMs pacueTa yBEJIMYMBACTCS Ipak-
THUYECKU JMHENHO W npu KoimdecTBe stueek 15120 cocrtaBnser 4,2 wyaca
(cm. puc. 2, a). [lonydyeHHble 3HAUYCHUS CUJIBI MPABKU UMEIOT 3HAYUTEIbHBIN
pa3dpoc, KOTOPBI yMEHBIIAETCS C YBEIMYEHUEM KOJHUYECTBA 3JIEMEHTOB.
Hcrnonb3yst MOMy4YeHHBIM BO BpeMsi pacyeTa psii 3HaYCHUW CHUJT MPaBKH, OBLI
TaKke omnpezeneH kodhUIMEHT Bapualui WX pa3dpoca Al KaXA0ro ciydas
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JTUCKpETU3alu 00heMa, KOTOPBI cocTaBuil bojiee 15 % B ciaydae MCmosb30Ba-
HUs ceTku u3 750 aneMeHToB U nopsiaka 1 % npu yBeIMYEHUH JUCKPETU3ALMU
6onee 6000 rrmemeHTOB (puc. 2, 0), UTO MO3BOJIAET ClIeJaTh BBIBOJ O JIOCTATOY-
HOCTH pa3dueHuss oobema Mmertamia Ha ypoBHEe 6000 KOHEUYHBIX 3JEMEHTOB.
JanbHelee yBeIMYEHUE KOJIMYECTBA KOHEYHBIX 3JIEMEHTOB SIBJISIETCS HELEIIEe-
coO0Opa3HbIM, TaK Kak MPUBOJAUT K 3HAYUTEIHLHOMY TMOBBIIICHUIO BPEMEHH pac-
geta, 6omee 11000 cex B cirygae 15000 anmemeHTOB (CM. puc. 2, a).

14000 16 ——
12000 11509,2 14 —E=— ESIlorpemmocTh pacieTa
” 1 B =e-Kosbdument Bapuarym
S 10000 =
] . —
5 8000 10—
8 N —=
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= 43535 6 —=
& 4000 4 %\E
21206 = s
2000 |gp9.5 11613 ) = i\%\‘f/.
o NI P = I = I = =
750 1500 3000 6000 15000 750 1500 3000 6000 15000
KomaecTBo a9eeK KomdecTso saeek
a 0

Pucynok 2 — 3asucumocms epemenu (a) u mounocmu (6) pacuema
om KoIUu4ecmea aueex

B pesynbTare peanuzanyu KOHEYHO-3JIEMEHTHON MOJIEIHU MpoIecca MpaB-
KM JIUCTOB OBLIO YCTAHOBJICHO, YTO IIPU MOJICTUPOBAHUM PallMOHAIBLHBIM KOJIH-
yectBoM sBisieTcss 6000 KOHEUHBIX 31eMeHTOB wianu 1875 sueexk Ha IOTOHHBIM
MeTp 3aroToBKu. IIpu 3TOM BpeMs peanu3aiiid MOJICIH COCTaBIISICT MPHOIN3H-
tenbHO 1,17 yaca npu 3HaYeHUH KO3 (GUIIMEHTA BapUalluK CUITBI paBKu Ha 1 %
BBIIIIE OTHOCUTEJIHHO 00JIee TOUHOI'O 3HAUCHMS.
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