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V. BizomocTi npo gucepraniio
MoBga guceprariii:
Koau TemaTHYHHUX PYOPHK: 55.16.17

Tema gucepranii:
1. YoockoHasleHHs1 TEXHOJIOTI] Ta OCHAIIEHHS XOJIOAHOTO 06'€MHOrO IITaMITyBaHHS TPy64aCTUX JeTayen 3
BHYTPIIIHIMU (JIaHLISIMU.

2. Improving of technology and tooling tubular parts in cold forging with internal flanges.

Pedepar:

1. O6'eKT BOCIiIPKEHHS - IPOLECU XOJIOAHOrO 06'€MHOrO IITAMITyBaHHS TPyO4aCcTUX feTasnell 3 ¢piaHuaMu. MeTa
po60TH - miABUILEHHS €(EKTUBHOCT] TEXHOJIOTIYHUX NIPOLECIB XOJI0JHOTr0 00'€MHOr0 IITAMITYBaHHS JIeTayell 3
BHYTPIIIHIMU QaHLsIMU. MeToau OCTIiIpKeHHs Ta arnapaTypa - MaTeMaTuyHe Ta QisruyHe MOLEI0BAHHS, METOIU
KOOPAMHATHUX CITOK i MaTeMaTUYHOI CTaTUCTUKU, EKCIIEPMMEHTH B yMOBax jlabopaTopiil. TeopeTuyHi i IpakTHU4Hi
pe3yJbTaTU - MaTEMaTUYHI MOJIeJIi 1711 pO3paxyHKy CUJIOBUX ITapaMeTPiB Ta NapameTpiB OpPMO3MiHHY,
peKoMeHallil 3 y4OCKOHaJIEHHS TEXHOJIOTII i pO3p00KYU OCHaleHHs. HoBU3HA - BCTAHOBJIEHO BIJIMB OCHOBHUX
(daxTOpiB HA €HEeProCUJIOBi MApaMeTPH LITAMIIYBaHHS JieTajieil TUITy BTYJIOK i3 BHYTPIIIHIM (JiaHLeM.
BripoBakeHHs1 - po3po06sIeHO 1 [lepeiaHo JJ1s1 IPOMUCIIOBOIO OCBOEHHS TEXHOJIOTI] I OCHalleHHs (€ [OBifKa po
IIPUMHATTS Ha OCBO€HHS) ['asly3b 3aCTOCYBaHHS - 06po6Ka MaTepiasiB THCKOM, MiIpO3/iau MAallIMHOOYIiBHUAX Ta

MEeTasypriHuX MigIpueMCTB, ranysesux HJIL



2. The object of the research is the cold forming processes tubular flanges. The aim of the work is an increase the
efficiency of technological processes of cold forging parts with internal flanges. The methods of research and
apparatus are the mathematical and physical modeling, methods of grid charts and mathematical statistics,
experiments in the conditions of laboratories. Theoretical and practical results are the mathematical models for
calculating the power parameters, recommendations for the improvement of technology and development of die
tools. Novelty is the influence of the main factors on the power parameters of forming parts such as bushings with
inner flange. Efficiency of implementation is the developed and transferred to industrial development of
technology and die tools (a certificate of acceptance for development). Area of application is metal forming,. unit
engineering and metallurgical enterprises, industrial research institutes.
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