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Annomauus. llpencrapieH aHanu3 pe3y/IbTaToOB YHCICHHBIX U 3KCIIEPUMEHTAIBHBIX HCCICI0BAHUN HA ydacTKe NOArnOKH kpoMok nanu 1420. B pesyrb-

Tare aHallk3a YCTAHOBJICHO BIMSHHUE MPUKPOMOYHOMN 30HBI 3ar0TOBKU HAa KQ4E€CTBO CBAPHBIX TOTOBBIX TPYOD. YCTAHOBIECHO, YTO FEOMETPHUSI KPOMOK
3arOTOBKH B JAJIbHEHIIEM BJIMSCT HA MapaMeTphl 3ar0TOBKH Ha ()OPMOBOYHOM yHaCTKE IPECCOB, COOPOYHO-CBAPOUHOTO CTAHA H MEXaHHYECKOTO
akcnangepa. OnpeesneHbl KOHTAKTHBIC 1 HEKOHTAKTHBIC YYaCTKH MPHUKPOMOYHOI 00JIaCTH 3ar0TOBKM M MHCTPYMEHTA TIpecca MOATHOKH KPOMOK.
BBISIBIICHO, YTO OTKJIOHEHHMSI 10 TEOMETPHUH KPOMKH B IaIbHEHIIIEM BIHSIOT HA Ka4E€CTBO CBAPHOTO COCAMHEHMUSI M TEOMETPHUIO IPHKPOMOYHOI 30HBI
nocie cOOpkH 1 cBapku. JlaHHbIC OTKIOHEHHUS B ajbHEHIIEM NPUBOIAT K TAKUM Ae(EKTaM B MPHUKPOMOUYHOI 30HE, KaK CMEIICHHE ITPOIOJIbHBIX
KPOMOK M OTKJIOHCHHE OT TEOPETHUYCCKON OKPYXKHOCTH. IIpOBECH PSl MATEMATHIECKUX M OKCIIEPUMEHTAIBHBIX HCCICIOBAHUM 110 TEOMETPUYEC-
KUM IapameTpaM TpyOHOH 3aroTOBKH IIPHU TOATUOKE KPOMOK, IJIe YTBEPXKIASTCS O TOM, YTO HPUKPOMOYHAs 00NacTb TPYOHO! 3aroTOBKHU IIpU Ha-
rpy3ke umeeT Gopmy BepXHEro ae(opMHUPYIONIEro HHCTPYMEHTa, TaK Kak TpyOHasi 3aroToBKa Mpu Harpyske obneraet ee. Jledopmupyrominii nH-
CTPYMEHT IIpecca MOATHOKH KPOMOK MMEET IBOJBBEHTBIH MPOQUIIb, T. €. MOJOTHYTass YacTh KPOMKH B MOMEHT HArpy3kd B 0OJacTH KOHTAaKTa
JOJDKHA UMETh TIPOGUITH 3BOIBBEHTHI. 7151 BBISIBIICHNUS XapaKTepa PacrpeaecHUss KPUBU3HBI TPYOHOI 3arOTOBKH OBUTH MPOBEICHBI HCCIICAOBAHMUS
(opmousMeHeHHs: TPYOHOH 3ar0TOBKH C HCIIOJIb30BAHHEM COBPEMEHHBIX KOMITBIOTEPHBIX CHCTEM Ha ydacTke MoAruoku Kpomok. I1o pesynbraram
MPOBEICHHBIX HCCIEI0BAHNIT ONPEIEITIIIN 001aCTh KOHTAKTa Ae()OPMHUPYIOLIECTO HHCTPYMEHTA U TPYOHOI 3arOTOBKH, @ TAK)KE KOOPAHHATHI KOHTYpa
10 Beell mMpuHe TPyOHOU 3aroToBku. O0IacThiO KOHTAKTA 3ar0TOBKHU U IehOPMUPYIOLIEr0 HHCTPYMEHTA SIBJISETCS IPUKPOMOYHAsi 30Ha TPYOHOI
3arOTOBKH, KOTOPast KOHTAKTHPYET ¢ HIKHUM J1e(hOPMHUPYIOLIMM HHCTPYMEHTOM — MaTPHILEii M BEPXHUM Ae¢)OPMHUPYIOLINM HHCTPYMEHTOM — ITyaH-
conom. Ilo pesyabraraM HCCIEHOBAHHI BBISBICHO, YTO MPUKPOMOYHAs 00NacTb TPyOHON 3arOTOBKM HE MOJHOCTBIO obiieraet BepxHHMil aepop-
MHUPYOLIHIT HHCTPYMEHT M UMEET KaK KOHTAKTHBIC, TaK M HEKOHTAKTHbIC y4acTKH. ClIe0BAaTEIbHO XapaKTep PACHPEICICHHS KPUBU3HBI KPOMKH
TpYOHOIi 3aroTOBKH M POQUIISI yaHCOHA Pa3iMYHbIN, a H3BECTHBIE METOAUKH pacuera TpeOyioT nopadotku. OnpeneneHbl OCHOBHbIC MapaMeTphbl
TpyOHOIT 3aroTOBKH MPH MOATHOKE KPOMOK. [IpOBEICH CpaBHUTEBHBIH aHATN3 PE3YIBTATOB H3MEPCHHI TEOMETPHU KPOMKH dKCIICPHMEHTATBHBIMH

U paCYCTHbIMU METOAAMU.
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ITpu nmoarudke KPOMOK JIUCTOBOM 3arOTOBKU OCHOBHOE
M3MEHEHHE MpEeTepreBacT MPUKPOMOUYHAsT 30HA C JICBOH M
npaBoii cropoH. Ha puc. 1 npencrasnen ouar nedopmanuu
MIPUKPOMOYHOH 0051acTi TpyOHOI 3aTOTOBKH C TIPaBoif CTO-
ponsl [1, 2].

B mporecce popmonsmeneHnss HCXOTHOW TpyOHOH 3a-
TOTOBKH Y4YacTOK KPOMKH MEHSET KPHUBH3HY IPH MOITHO-
K& KPOMOK, TIpH TOMaroBoi (popMOBKe (B 3aBUCHMOCTH OT
TUnIopazmMepa TpyObl), COOpPKEe M AKIaHAMpoBaHUU [3 — 6].
OTKJIOHEHHE TI0 TEOMETPHH KPOMKH TPyOHOW 3aroTOBKH
ToCIie TIePBOTo J1e(hOPMAIIOHHOTO MPOIiecca 3aMEeTHO CKa-
3bIBACTCS HA TCOMETPUH IIPUKPOMOTHON 30HBI TIOCIIE TIOCIIe-
IyHOIUX npoueccoB. OTKIOHEHUS 10 TEOMETPUU KPOMKH
BIIMSIIOT Ha Ka9eCTBO CBAPHOTO COCAWHEHUSI M TECOMCTPHIO
MIPUKPOMOYHOH 30HBI TIOCIe cOOpKH U cBapku [7 — 9]. Han-
HBIC OTKJIOHEHWS B JANbHEHIIEM MPUBOIAT K TaKUM Je(eK-
TaM B NPUKPOMOYHON 30HE, KAK CMELIEHHE MPOAOIbHBIX
KPOMOK, OTKJIOHEHHE OT TEOPETHUCCKON OKPYKHOCTH H T. II.

[TpoBeneH psii MaTeMaTUYECKUX M SKCIIEPUMEHTAIBHBIX
WCCIICIOBAaHUN IO OMPENENCHHI0 TCOMETPHUYECKUX Mapa-

METPOB TPYOHOM 3arOTOBKU MpPH MOATHOKE KPOMOK. YcTa-
HOBJICHO, YTO MPHUKPOMOYHAS 00JIacTh TPyOHOIl 3aTOTOBKM
IpU Harpyske UMeeT (HopMy BEpPXHETro 1e(hOopMUPYIOLIETO
MHCTPYMEHTa, TaK Kak TpyOHas 3aroTOBKa NpH Harpyske
obneraer ee. JlehoOpMUPYIOIINIA HHCTPYMEHT IIpecca Moj-
rubku kpomok (I1ITK) nmeeT 3BoNBBEHTHIN TPOQHITH, T.C.
HOOTHYTAasl 4aCTb KPOMKU B MOMEHT Harpys3ku B o0nacTu
KOHTAKTa JI0JDKHA UMETh poduinb 3BonbBeHTHI [10 — 14].

Jlis BBISIBIIGHUS XapaKTepa paclpeneracHus] KPUBU3HBI
TpyOHOH 3arOTOBKM NPOBEICHBI MCCICIOBAHUS (HOPMOH3-
MEHEHUsI TPYOHOH 3aroTOBKH C HCIOJIb30BAHUEM COBpE-
MEHHBIX KOMITBIOTEPHBIX CHCTEM Ha YYacTKe IMOATHOKN
KpoMok [15 — 18].

ITo pe3ymsraraM MPOBEACHHBIX HCCIEAOBAHUI Opeie-
JeHa 00J1aCTh KOHTaKTa Ae()OPMHUPYIOIIETO HHCTPYMEHTA 1
TpyOHOI 3aTOTOBKH, a TAaKXKe KOOPAMHATHI KOHTYpPa 110 BCCH
mmpuHe TpyOHOH 3aroToBku [19 — 21].

OO0macTpi0O KOHTAKTa 3arOTOBKH U Je(POPMHUPYIOIIETO
UHCTPYMEHTA SIBIISIETCS. IPUKPOMOUHAsl 30Ha TPYOHOH 3aro-
TOBKH, TIPECTABICHHAs HA pUC. |, KOTOpass KOHTAaKTHPYET
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Obracmv Konmaxkma
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Puc. 1. Cxema Hactpoiiku padouero uactpymenta [I1K:
1 — marpuua; 2 — myaHcoH

Fig. 1. Configuration scheme of the working tool:
1 — matrix; 2 — punch

C HIDKHUM Je(pOPMHUPYIOMIAM HHCTPYMEHTOM (MaTpuIia) u
BEPXHHUM J1e(hOPMUPYIOLIIM UHCTPYMEHTOM (ITyaHCOH).

[lo pesymprataM HCCIIEIOBAHUH BBIIBICHO, YTO TIPH-
KpoMoO4Hasi 00JlacTh TPYOHOU 3arOTOBKH HE IOJHOCTBIO
oOJieraet BepXHUH JehOPMHUPYIONTUI HHCTPYMEHT U UMEET
KaK KOHTaKTHbIC, TAK U HEKOHTaKTHbIC yuacTku. CienoBa-
TENFHO XapaKTep PaclpeieeHIsI KpHBU3HBI KPOMKH TPYO-
HOU 3aroTOBKH ¥ MPOMWIS MyaHCOHA Pa3IMYHBIMA, 8 METO-
JIMKH pacueTa, IpeACcTaBIeHHbIC B padoTax [3, 4], TpeOyroT
JIOpaOOTKH.

Ha puc. 2 mpencraBieHsI KOHTAaKTHBIE YIACTKH IIPHKPO-
MOYHO 00JacTH TPYOHOU 3aroTOBKU U IIYaHCOHA, MOJY-
YCHHBIC B PE3yNbTaTe MaTeMaTHIECKOTO MOICIHPOBAHHS
METOJIOM KOHEYHBIX 3JICMEHTOB B IPOrPAMMHOM KOMILICK-
ce Deform 2D.

PesynbraThl MaTeMaTHYECKOTO MOJCIHUPOBAHUS TIPO-
mecca MOATHOKM KPOMOK OBIITH TONTBEPIKICHBI IKCIICPH-
MEHTAJILHO [5].

[lo pe3ymeraram NpOBEIECHHBIX HCCICIOBAHUN MINPUHY
KPOMKH TPYOHO#! 3aTOTOBKH Pa3IEIIUIH Ha IIECTh YYACTKOB.

Ha yyactke / — 2 dopma npodwiis myaHCOHA TIIOCKas,
Ha JaHHOM Y4YacTKe KpOMKa TPYOHOW 3aroTOBKH HE [ie-
(dhopmupyercsi. Yuactok 2 — 3 3aroOTOBKH KOHTaKTHUPYET C
IyaHCOHOM U UMeeT (popMy 3BONIbBeHTHI. Ha yuacTtke 3 — 4
MIPOMCXOANUT OTCTABAHUE 3aTOTOBKH OT ITyaHCOHA, CIeOBa-
TENFHO PaJnyC KPOMKH MEHBIIIE PaJiyca IyaHCOHA. Ydac-
TOK 4 — 5 sBIsETCS MEPEXOMHBIM OT HEKOHTAKTHOTO K KOH-
TAKTHOMY ¥ UMeeT (opMy, OITU3KYIO K IPO(UIIIO ITyaHCOHA.
VYyacTtok 5— 6 3aroTOBKM KOHTAKTHPYET C ITyaHCOHOM H
uMeeT (OpMy SBOJIBBEHTHI. YYaCTOK 6 — 7 HE KOHTaKTHUPY-
€T C IIyaHCOHOM U UMEET MPSIMOJIHHEHHYT0 (hopMy, ITHPIHA
KOTOPO# paBHA TOJIIMHE CTCHKH S.

JmiHa KaXIoro ydJacTka 3aBUCHT OT OOIMIEH IIHPUHBI
kpomku. OnpeneneHne MUPUHBI KPOMKH BO3MOXHO IPH
M3BECTHOM MMPHUHE ICXOIHOTO JINCTA, TEOMETPHH U PACIIO-
JIOKEHHSI MHCTPYMEHTOB OTHOCUTEIIBHO IICHTPa Je(OpMHU-
PyeMOil 3arOTOBKH.
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Puc. 2. Ouar nedopmaru KpoMKH TPyOHOI 3ar0TOBKH

Fig. 2. Deformation zone of pipe billet edge

[TepBoHayanbHO ONMpENENUIN WUPHUHY JUCTa B , He-
00XOMUMYIO IJISI TIOyYSHUsI TOTOBOM TPYOBI C 3aJaHHBIM
JUAMETPOM C YUETOM BEJIMYMHBI OCTAaTOYHON Aedopmaruu

€., 10 popmyrie
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J

Janee onpenenuiny WHUPUHY KPOMKH BKp C y4ETOM Ha-
crpoiiku uucrpymenra IITK:

B —A
Kp :n—_Xn_Sﬂ
2

rae A — pacCcTOSHUEC MEXIy BEPXHHUMH HWHCTPYMCHTaMH
(myanconamu) TIK; X — miockuil y4acTOK BEPXHETO MH-
crpymeHnra (1 — 2).

s ompeneneHus reOMeTPUU MIPUKPOMOYHON 00IacTu
TPYOHOH 3aroTOBKM HEOOXOJMMO HA3HAUYUTh CHUCTEMY KO-
OpJIMHAT U ONPENCIUTh KOOPIUHATHI TOYCK BEPXHETO HHCT-
pyMeHTa.

Hagano cucTeMbl KOOPIUHAT CIIEAYET BBOIUTH B 3aBH-
CMMOCTH OT LIEJM pemraeMoi 3amadn. Ecim mocraBiieHa
LEJb — ONPEACIUTh TEOMETPUICCKUE apaMeTPhl IIPUKPO-
MOYHOH 30HBI C YYETOM OTKJIOHCHHH IO PACIOJIOKEHHUIO
HCXOTHOHN JIMCTOBOW 3aroTOBKU IO IIMPHHE M JJIHHE, TO
HaJaJo CHUCTEMBI KOOPAMHAT Oy[CT B CEpelnHE JHCTOBOU
3arotoBkH B Touke O, 6e3 yuera — B Touke O, .

JlI aHaTMTHYECKOTO MCCIICIOBAHMS T'COMETPHUCCKUX
napamMeTpoB TPYOHOH 3aroTOBKM HpPU MOATHOKE KPOMOK
BBC/ICM JICKapTOBYIO CHCTEMY KOOPAWHAT C B3aWMHO TIEp-
NCHIUKYISIPHBIMU OcsiMu Ut riepBoro ciydas OX u OY,
nyst Broporo — O, X, m O, Y,.

OX,=OX+A4+X;
0,Y,=0Y+S.

Kak ormeuanoce paHee, MaTpuila W ITyaHCOH IIpecca
MOATMOKKA KPOMOK UMEIOT MPO(UIb IBOIBBEHTHI, CIICIOBa-
TEJILHO JJIsl pacyera Npoduiist MyaHCOHa HEOOXOIMMO OITpe-
JIEUTH KOOP/IMHATBI TOYEK SBONIbBEHTHI B cucteme X, O, Y.

Ha puc. 3 npeicraBieHbl KOOPJAMHATHI TOYEK MPOdus
KPOMKH B cucTemax koopaunar ZOY, u X,0,Y,.
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Puc. 3. Koopauuars! Touek npoduiis myaHCOHA B CHCTEMaX KOOPAHHAT
Z0Y,uX,0,Y:
a — paamryc BOIIOTHI (OKPY>KHOCTH);
¢, = 43° — HaYaNbHBIH yTOJ DBOJIBBEHTHI; @ = 88° — KOHEUHBIH yro
9BOJIbBEHTBI

Fig. 3. Coordinates of punch profile points in coordinate systems ZOY,
and X,0,Y,:
a —radius of the evolute (circle);
¢, = 43° — initial angle of the involute; ¢_= 88° — final angle of the
involute

B obmiem cirydae ypaBHEHHE YBOJIBBEHTHI OKPY)KHOCTH
B (hopme uMeeT BUI:

Z(p) =acose + apsing;
Y, (@) = @sing +a@pcoso.

Jsist TOro, 4TOOBI B JaNbHEUIIIEM OMPEICIUTh MapamMeT-
PBI KPOMKH IIPU HATpy3Ke, IIepeiieM B CHCTEMY KOOPIMHAT
XOY:

X, = (YO, —YO,)sin¢ — (£, — ZO,)cos ¢;

Y, = (YO, —YO,)cos9 + (£, — ZO,)sing.

Jlanee paccuntaeM KOOPAUHATHI, PAJIYCHI H YIIBI IPO-
(bnItst MyaHCOHA M TIPUKPOMOYHOHN 001acTu TpyOHO#t 3aro-
TOBKH.

OCHOBHBIMH T€OMETPUYECCKAMH TTapaMeTpaMH II0CIe
MOJATUOKU KPOMOK SIBJISIFOTCSI PaJyC M BBICOTA MOJOTHY-
TOU KPOMKH.

Paguyc mnomorHyToll KpOMKM IJIsi KaXKIOIO ydacTka
ofpeJieNisieM 0 OTACIBHOCTH. YdacTku [ —2 u 6 —7 npu
OTIPEACIICHUN CPEIHETO PaANyca HE YUUTHIBAINUCH, TAK KaK
OCTarOTCs TUIOCKUMH. YdacTtku 2 —3 u 5— 6 umeror npo-
(uTb MyaHCOHA, CIIENOBATENBHO ISl PacyeTa CPeTHETro pa-
IIIyca HeOOXOIMMO OTPEICITUTh IMHUPHHY KayKIOTO YIacTKa.

[wupuny yuactko 2 -3 B, ,u5—-6B, , ycranosuim
IKCIIEPUMEHTAIBHO, OTIPEICIINB [UTHHY TYTH N3HOUICHHBIX
Y4acTKOB MyaHCOHA, a TaK K€ METOJJOM KOHEUHBIX HJIEMEH-
TOB, H3MEPUB JITTMHY KOHTAKTHBIX 30H:

82—3 = (0’15 - 0’20)8 ; BS—G = (0’20 - 093O)ka.

Kp?

CnenosarenbHo mupuHa ydactka 3 -5 B, (=
=(0,50+ 0,65)BKp.

Ha yuacTke 3 — 4 paanyc KpOMKH B K&KJ0H TOYKE paBEeH
Ry , =R,, — (0,50 +0,85), rne R,, — paauyc myaHcoHa B
1-0M TOUKe.

Cpennuit paanyc paccCMaTpUBaCMbIX YIACTKOB OIpese-
JIMJIM TI0 KOOPAMHATAM TPEX TOYEK.

B Tabnuue npeacraBieHbl KOOPAUHATHL TOYEK MPHKPO-
MOYHOW 30HBI TPYOHO! 3arOTOBKH, MOTYYEHHBIC dKCIICPH-
MCHTAJIbHBIM U PACYETHBIM IIyTEM. Pacuer MMPpOU3BEJACH YH-
CJICHHBIM M aHAJUTUYECKUM METOAAMHU.

Bwieoown. 1lpencrasien aHaiu3 pe3ysibTaToOB HCCIEN0-
BaHMS (DOpPMOM3MECHEHHS TPYOHOW 3aroTOBKH B HPUKPO-
MOYHOH 30HE 9KCIIEPUMECHTAJIbHBIMU U MAaTEMATUYCCKUMU
METOlaMU U OIpelesIeHbl KOHTaKTHbIE U HEKOHTAKTHBIE
YYacTKM TPUKPOMOYHOM o0OIacTu TpPyOHOH 3aroTOBKH C
BEPXHUM JI€(POPMHUPYIOIIHM HHCTPYMEHTOM.

Ha ocHoBe mpoBeneHHOTO aHanu3a pa3paboTaHa Me-
TOAWKA pacueTa TEOMETPHUYCCKHX IapaMeTpoB TPYOHOM
3arOTOBKH, YYHTHIBAIONAs OCOOCHHOCTH HCCIEIYEMOTO
npouecca.

Pesynbrarsl pacueTa MOKa3bIBAIOT BO3MOXKHOCTh IIPH-
MEHEHMs JAaHHOIO METOJA JUIsl OLIEHKH BIMSHUS OTKJIOHE-

Koopaunarbl Touek NPHKPOMOYHOIi 30HbI TPYOHOI 3ar0TOBKH

Coordinates of about-edge zone points of the pipe billet

Touxa DKCIEPUMEHT YucieHHbIH METO]T pacyeTa AHaATUTHYECKUI METOJT pacuyera
MeToJl OTOrpaMMeTpuu | mporpamMHsbIid komrieke Deform 2D/3D meton 1 MeTon 2

X Y R X Y R X Y R X Y R
2 0 0 - 0 0 - 0 0 - 0 0 -
3 4893 | 0,13 |429,75 48,70 0,15 428,35 48,0 0,16 | 435,75 | 48,0 0,16 | 428,75
4 97,75 | 5,86 |410,02 97,20 5,85 410,39 95,7 5,60 |420,80| 97,2 5,95 |410,42
5 145,53 | 17,39 | 408,19 145,30 17,46 408,35 143,7 | 16,80 | 413,00 | 145,0 | 17,52 | 407,00
6 180,55 | 29,88 - 180,45 30,02 - 178,1 | 28,70 - 180,5 | 30,25 -
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HUs 110 (OopMe U CBOMCTBAM HCXOIHOM 3arOTOBKH Ha I'¢o-
METpPHIO TPyOHOH 3arOTOBKH MOCIIE MOATHOKH KPOMOK, UTO
B JJAJIbHEHIIIEM [TO3BOJIUT BHECTH KOPPEKTUPOBKH MO PEKU-
MaM (OPMOU3MCHEHHUSI.
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Abstract. The results analysis of numerical and experimental studies on
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edge bending at the 1420 line was performed. It determined the influ-
ence of about-edge zone of the billet on the quality of finished welded
pipe. It was found that the geometry of the billet’s edges effects fur-
ther on the billet’s parameters on preform zone of molding presses,
assembly and welding mill and mechanical expander. The contact
and non-contact areas of about-edge zone of the billet and the tool of
edge bending press were determined. It was revealed that the deviation
in the edge geometry effects further also on the quality of weld joint
geometry and about-edge zone after welding and assemblage. These
deviations later lead to such defects in the about-edge zone like lon-
gitudinal edges of mixing and deviation from the theoretical circle. A
number of mathematical and experimental studies was performed on
the geometric parameters of billets at edge-bending and it was stated
that the about-edge zone of pipe billet under loading has form of the
deforming tool, as pipe billet at loading covers it. Deforming tool of
the edge-bending press has involute profile, i.e., bent part of the edge in
the contact area should have involute profile during loading. To iden-
tify the nature of the distribution of pipe billet curvature the authors
have investigated the pipe billets deformation using modern computer
systems at the area of edge-bending. The results of the studies have

shown: the contact area of the deforming tool and pipe billet, coordi-
nates of the loop across the pipe billet width. Contact area the billet and
deforming tool is about-edge zone of pipe billet which is in contacts
with the lower deforming tool — the die and the upper deforming tool —
the punch. According to the research it was found that the about-edge
zone of the pipe billet does not completely cover the upper deform-
ing tool and has both contact and non-contact portions, therefore, the
curvature distribution pattern of the billet edge and the punch profile
differ, and known calculation methods need to be improved. The main
parameters of billets at edge-bending were determined. A comparative
analysis of the measurements results of edge geometry was made using
experimental and computational methods.
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