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

Tema gucepranii:
1. DopMOYTBOPEHHS BiCECUMETPUYHHUX JeTajlel TUITY "CTakaH 3 JiaHueM" 3 BAKOPUCTAaHHSIM KOMOIHOBaHOTO

PaziaspHO-3BOPOTHHOTO BUIABIIIOBAHHSL.

2. The shape deformation of axisymmetric parts such as the "glass with flange" using the combined radial-
backward extrusion.

Pedepar:

1. O6'exT mOCHiI)KeHHS - IPOLeC BUIABIIOBaHHS TOPOKHUCTUX NleTasnei 3 gpiaHleM. MeTa poboTH - MifBULIEHHS
TEeXHIKO-eKOHOMiYHOi e(peKTUBHOCTI IIPOLIECIB XOJIOQHOTO BUJIABJIIOBAHHS JleTajieil Ha OCHOBI pO3pO0JIeHHS
pallioHaIbHUX TEXHOJIOTIYHUX PeXXUMiB (POPMOTBOPEHHS TOPOKHUCTHUX NleTasnel 3 praHieM. MeToau [OoCiIKeHHS
- eHepreTUYHU MeTol, MeTo, ckiHueHux eneMeHTiB (MCE), KoopiMHaTHUX CiTOK, MaTeMaTUYHOI CTaTUCTUKMU.
TeopeTnyHi i IpakKTUYHi pe3yJbTaTU -~ MAaTEMATUYHI MOJEJII AJ1s1 PO3PAaXyHKY CUJIOBYMX [TapaMeTpiB Ta
IIPOTrHO3YBaHHS IIapameTpiB GopmMo3MiHU Ta epEeKTOTBOPEHHS y BUIJISIAI YTSATHEHb, pEKOMEHAAlii 3
YIOCKOHaJIEHHS TEXHOJIOTi i po3po6Ku ocHaiieHHs. HoBU3HA - BCTaHOBJIEHO BIIJINB OCHOBHUX (DAKTOPiB Ha
€HEepProCcuJIOBi IapaMeTpH, NoeTanHe GopMO3MiHEHHS i Ae(PEKTOTBOPEHHS Y BUTJISi YTSITHEHb Y IIPOLIEC
KOMOGIHOBaHOTO PaZiiaibHO-3BOPOTHHOI'O BUJIABJIIOBAHHS [IOPOSKHUCTUX JleTasiel 3 GpiiaHieM. BripoBamKeHHs -

PO3p0o06JIEHO 1 epesaHo Ij1sl IPOMUCIIOBOIO OCBOEHHS TEXHOJIOTII 1 OCHAIleHHS! 1714 pearizauii npouecy



KOMOIHOBaHOTO PalialbHO-3BOPOTHBOTO BUABJIIOBAHHS TIOPOKHUCTHUX JeTasiell 3 GpyaHiem. [amysb 3aCTOCYBaHHS -

00po6Ka MaTepiasiB THCKOM, MiIpO3Iian MalIMHOOYIiBHUX Ta METATyPrilHUX MiAIPUEMCTB, ranysesux HJIL

2. The object of the research is the process of extrusion of hollow parts with flanges. The aim is the technical and
economical efficiency in cold forging processes of the parts on the basis of rational technological regime of the
shape deformation of the hollow parts with flanges. Research Methods are energy method, finite element method
(FEM), method of grids, mathematical statistics. Theoretical and practical results are the mathematical models for
calculating the power parameters, and the defects appearance in the form of dimple, recommendations for the
improvement of technology and development of the tools. Novelty is the influence of the main factors on the
power parameters of forming parts such as the power parameters, and the defects appearance in the form of
dimple using the combined radial-backward extrusion of hollow parts with flanges. Efficiency of implementation is
the developed and transferred to industrial development of technology and the tools for the combined radial-
backward extrusion of hollow parts with flanges. Area of application is metal forming, unit engineering and
metallurgical enterprises, industrial research institutes.
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