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PASPYHIEHUE CTAJIBHBIX TPYDB BOJIBIIOI'O JTUAMETPA
IIPU JTE®EKTE PACKATHOW ITPUTAP

IHTunxun B.H., 0.¢p.-m.1n., npogheccop xagedpur pusuxu (shinkin-korolev@yandex.ru)

HanmnonaabHbII Hecsie10BaTeIbCKHI TexHOTornueckuii yansepceuretr « MUCuC»
(119991, Poccust, Mockga, JlennHckuit np-t, 4)

Annomayus. B oTe4eCTBEHHBIX MArUCTPaIbHBIX TPYOOIIPOBOJAX MCIIONIB3YIOTCS TPYObI OOJIBIIOTO JMAMETpa — NPSIMOLIOBHbIE, JAIBYXILIOBHBIE U CIIUPAJIb-

HOILOBHBIE PA3IMYHOTO CII0C00a N3roToBIEHUS (auameTp TpyO 1o 1420 mm, kiace npouHoctu 10 K65 no crannapry API). Hoseiimumu MupoBbIMu
MHHOBAIIMOHHBIMH TEXHOJIOTHSMH TIPOM3BO/ICTBA MPSIMOLIOBHBIX OIHOIIOBHBIX CBapHbIX TpyO Oosbioro auamerpa 1020, 1220 u 1420 Mm u3 cra-
neit kimacca npounocteit K38 — K65 n X42 — X80 ¢ TonmmuuHoM cTeHKH 10 52 MM, JUtnHON 10 18 M 1 pabounm panenuem 1o 22,15 MIla ssnstorcs
npoleccsl, pa3padoTaHHble HeMelkol Gupmoit SMS Meer, 0OCHOBY KOTOPBIX COCTaBIISICT MPOLECC MPECCOBO MOIIAroBOi (JOPMOBKH IO CXEMe
JCOE. Texunonorun SMS Meer mHpoko HCHONb3YIOT poccuiickue TpyOHble 3aBobl — AO «BbikcyHCKHit MeTauTyprudeckuii 3apony, AO «Hxopc-
kuit TpyOHbIii 3aBoay», [TAO «YUensiOnHCckui TPyOONMpOKaTHBII 3aBO», a Takxke 3aBojbl epmanun, Kuras u Uuanu. OpHako crathcTHKa aBapuii
pOCCHICKUX TPYOOIPOBOJOB MOKA3BIBAET, YTO CTPECC-KOPPO3US METAIIIA CTEHOK TPYO B OCHOBHOM IIPOMCXOIUT UMEHHO Ha TPyOOmnpoBoaax 60ib-
mworo guamerpa 700 — 1420 mm. [Tpuuem cbite 80 % paspyiieHuit TpyOONpoBOAOB ¢ MPU3HAKAMHU CTPECC-KOPPO3UH HAOIIONAIOTCS HA TPYOOIIpo-
Bozax auameTpom 1020 — 1420 mm. OCHOBHOM PUYMHON KOPPO3HOHHO-MEXAHUUECKOTO PACTPECKHBAHMS METAJ1a CTEHOK TPYO SABJIAETCSI COBMECT-
Hoe jieficTBue Tpex (akTopoB: 1) HU3KOE CTaNleIIaBHIBHOE Ka4eCTBO MeTalla U 3aBOACKHUE Ae(eKThl TPYO — OOJIBIINE OCTATOUHbIC HAMPSIKEHNUS,
MHUKPOTPEIIUHEI X MHKPOPACCIOCHHS MeTallIa Iociie OPMOBKH TPYOHOIT 3ar0TOBKY, TO(PBI, PUCKH, PACKATHBIC IPUTAPBI, HECIIABJICHHS CBAPHOTO
IBA U TaK Janee; 2) Haluyue KOPPO3HOHHO-aKTHBHOW CPEJIbl M €€ IOCTYI K MOBEPXHOCTH METaIa; 3) MHOTOLMKIIOBAs yCTAIOCTh U pa3pylieHne
MeTaJlla U3-3a My/Ibcaluil BHYTPUTPYOHBIX pabounMX NaBICHUU U rugpoynapoB. Ha oredecTBeHHBIX He()TempoBomax IIOYTU B JiBa pa3a Goiblie
yem B CIIIA u EBpore 0TKa30B n3-3a 3aBOJICKHX JIe(EKTOB 1 OpaKka CTPOMTEIbHO-MOHTAXKHBIX paboT. [ToaToMy HEOOXOAMMO TILIATENBHO H3y4aTh
IPHUYHMHEI U3BECTHBIX CITy4aeB 0TKa3a TPyOOIIPOBOIOB U3-3a IPOU3BOACTBEHHOTO Opaka. B HacTosell padoTe morydeH MaTeMaTHaeCKHil KpuTepuii
OIpE/IeNIeHHs] KPUTUUECKOTO BHYTPUTPYOHOTO IaBICHNS, IPU KOTOPOM NMPOUCXOUT YIPYTroIUIACTUUECKOE PAa3pyIeHHE CTeHKH TPyOb 1pH edexre
pacKaTHOM IpHUrap ¢ pUCKOH Ha BHEIIHEH OBEPXHOCTH TPYOBL. Pe3y/braTsl HCCIIEHOBAHUS MOTYT OBITh HCIIONB30BAHBI IIPH AHATHOCTUKE IPUYHH

pa3pyIIeHHs CTaJIbHBIX TPYO OOJIBIIOTO U CPEAHEro ANAMETPOB Ha MArMCTPAIBHBIX U MEXKIPOMBICIOBBIX TPYyOOIPOBOIAX.

Knioueswvle cnosa: cranbHbie cBapHble TPyObI OOJBIIOTO U CPEHETO0 AUAMETPOB, KPUTHUYECKOE JABICHHE Pa3pbiBa TPyObl, PACKAaTHOW MpHUrap, pucka,
MarucTpagbHBIC U MEKIIPOMBICIOBBIC TPYOOIIPOBO/IBI, YIIPYTOIUIaCTHYECKast Cpe/ia C IMHEHHBIM YIIPOYHCHUEM. .
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CoBpeMEHHBIC TEXHOJOTUH H3TOTOBJICHUS CTaJIbHBIX
TpyO OOJBIIOrO JUaMeTpa I MaruCTPaIbHBIX TPYOOIpo-
BOJIOB BKITIOUAIOT B c€0s1 OOJIBIIIOE YUCIIO TEPMOMEXaHIIEC-
KHX U MEXaHHYECKUX MPOILECCOB, OCYIIECTBISIEMBIX Ha
MeTaJUTypruieckrx 3aBofax. K Takum mporeccam OTHOCST
TOPSYYI0 IIPOKATKY CTAJIbHBIX CISI00B U IIMPOKOH CTaIbHOM
MOJIOCHI M3 BBICOKOTIPOYHOHM CTasl, KOHTPOIHPYEMOe Ka-
MUISIPHO-KATIENBbHOE ¥ JAMUHAPHOE OXJIAXKIEHUE JJIs T10-
BBIIICHHUS TPOYHOCTHBIX CBONCTB M YMEHBIIICHHS pa3MepOB
3epeH CTaJIM, IPaBKy CTAJIbHOH MOJOCHI U JIUCTA HA MHOTO-
POJHMKOBBIX JIUCTOIPABIUIFHBIX MAIIUHAX JJIsI YMCHBIICHUS
BOJTHUCTOCTH U KOPOOOBATOCTH 3arOTOBKH, OOPE3Ky KpaeB
CTaJIbHOM IOJIOCHI U JICTA HA THIBOTUHHBIX M THUCKOBBIX
HOXXHUIIAX, MOATHMOKY KpaeB JTUCTa Ha KPOMKOTHOOUYHBIX
npeccax, GOPMOBKY JIUCTa Ha TPyOO(HOPMOBOUHBIX TIpec-
cax, MpaBKy IuameTpa TpyOHOIi 3ar0OTOBKH Ha KCIaHepax
u Tak ganee [1 —36].

CraTucTHKA M NPUYUHBI aBapuii ra3oHeTenpoBoO/10B

Cpennee 9rciio MHIUECHTOB U aBapuii 3a 1999 -2009 rr.,
npuxopamuxcs Ha 1000 kM pocCHMCKUX MarucTpalbHbIX
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TpyOOIpoBoIoB, coctaBmio 0,06 oTkazoB B roj. Ha 3anan-
HOEBPOIMEHUCKUX MaruCTpalbHBIX TPyOOTPOBOAAX CpeaHee
quciio 0Tka3oB 3a 1991 — 2006 rr. cocrasuiio 0,32 oTka3a B
roz, Ha ceBepoamepukanckux — 0,48.

B EBpore cymecTByOT Tpu Hanbosiee BaKHbIC TIPHU-
YMHbI BO3HHKHOBCHHUA aBapHﬁHbIX CI/ITyaIlI/Iﬁ n yTe-
YeK — BHEITHUE BO3ACHCTBUS Ha TpyOonpoBoasl (36 %),
ctpecc-koppo3usa (29 %) u MexaHHUYECKHE MOBPEXKje-
Hus (24 %).

OCHOBHBIMM NPUYMHAMU aBapuil HA POCCUHCKUX Ma-
TUCTPaAIbHBIX TpyOomnpoBogax B tedenue 2001 — 2006 rr.
cTanu: BHemHue Bo3aeucTeus — 34,3 %, Opak MOHTaXHO-
CTPOUTENBHBIX pador — 23,2 %, crpecc-Kopposusi (Kop-
pO3UitHOE pacTpecKUBaHHUE MpPU HampsukeHuu) — 22,5 %,
CTaJICTUIaBHIIbHBIN Opak mMerasuia U eeKThl TPYO TPH UX
nsrotoBieHuu — 14,1 %, ommboUHbIe NEHCTBHUS MEepCOHa-
ma—3 % [18 —20].

EsxeromHo u3-3a CTPECC-KOPPO3UHU U YCTATIOCTHOTO Pa3-
pPYIICHHUS OT LUKINYECKHX MeperagoB BHYTPHUTPYOHBIX
JaBieHudl u3 HedTenpoBomoB BbhiTekaeT 10— 15 MuH. T
HehTH M3 noObiBaeMbIXx B Poccuu 305 muH. T (mpumep-
HO 4 — 5 %). TonbKo OT MPSIMBIX MOTEPh HEPTU SKOHOMHUE-
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ckuid ymep6 mpocturaet 270 MiH. gos. B rof. [LnoTHOCTB
pacripenenceHusl Ae(EeKTOB CTPEeCcc-KOPpO3MH Ha Maru-
CTpallbHBIX HedTenpoBomax cocrasuser 14,6 ned./xm.
CKOpOCTh CTPECC-KOPPO3WH Ha WX 3HAYUTECIBHOM YacTH
pasua 0,2 — 0,5 MM/Toz1, HO UMEeT MECTO U OOJbIIas CKO-
poctb — 0,8 — 1,16 mm/roz.

3a 1991 — 2001 rr. Konu4ecTBO aBapuil Ha ra3omnpo-
Bofax Poccwn Mo TpHYMHE CTPECC-KOPPO3MU COCTABHIIO
22,5 % ot obmero uncia aBapuii; B 2000 T. KOTUYECTBO
aBapuit nocrurio 37,4 %.

Kpome toro, B Poccuu HaxomsTcs B DKCIUTyaTalluu
350 TeIC. KM MEXIPOMBICIIOBBIX TPyOONPOBOIOB, Ha KO-
TOPBIX €XKEroJHO OTMe4aeTcsi CBbIlie 50 THIC. OMACHBIX
WHITUJICHTOB, CONPOBOXKIAIOIINXCSA BbIOpocamMu HedTH.
OcHOBHasI IPUYKHA aBAPHl — Pa3phIBBI TPYO U3-3a CTPECC-
Koppo3un. M3HOC MEXIPOMBICIOBEIX TPYOOIPOBOIOB
nocruraet 80 %, a 4acToTa MX Pa3phIBOB Ha JBAa MOPSIKA
BBIIIE, YeM Ha MaruCTPANBHBIX TPyOOIIPOBOAAX, U COCTAB-
nsiet 1,5 — 2,0 pa3psiBa Ha 1 kM.

Kpurepuii pa3pbiBa Tpyob!
npu jedexTe pacKaTHON MPUTrap ¢ pUCKoO

PackatHo#l nipurap — neekT MoBEepXHOCTH CTAILHOTO
JIUCTA B BUJIE TEMHOTO MSITHA HEMPaBUIbHOW (OPMBI, 00pa-

Puc. 1. l"op;maﬂ CTaJIbHas 1MoJioca MEXAY BaJIKaMH IMMPOKATHOT'O CTaHa

Fig. 1. Hot steel strip between the rolls of rolling mill

30BaBIIMICSA OT packara Kycka MeTajula, IPHBapUBILEro-
csl K cis0y M3-3a HAPYIICHHS TEXHOIOTHH PAa3UBKU WA
yIAaBIIEero Ha MOBEPXHOCTh JIMCTA MPH TOpsYei MPOKATKe
[12 —17] (puc. 1).

Pucka — neext NOBEpXHOCTH CTAIILHOTO JIUCTA B BUJE
KaHaBKH 0e3 BBICTyIa KPOMOK C 3aKPYIIICHHBIM HIJIH TIIOC-
KM JTHOM, 00pa30BaBIIUICS OT IapamaHus MOBEPXHOCTU
JINCTAa MPOKATHOM apMaTypoil WM NEpPEMENIEHUs MO IOo-
BEPXHOCTH JIUCTA TBEPJIOTO TeJIa.

Ilycts p — BHyTpeHHEe naBneHue TpyObl, # U D — Ton-
IMHA CTEHKU W BHEWIHWH juamerp TpyObl (h <<D), o, u
G, — HpeJeNbl IPOYHOCTH M TEKYYeCTH Marepuana Tpyosl,
a, b u A — mpononbHEIA, TIOMEPEUHBI pa3Mephbl PACKATHOTO
npurapa u IIyOMHa npurapa B CTeHKe TpyObl (A<h), a, u
A| — MakcuMaJIbHbIE IIMPHUHA ¥ ITyOMHA PUCKH OT PACKaTHO-
ro npurapa (A; <A), ¢, 1 @, — yIJIbl HAKJIOHA «IIPOJOJIBHBIX
ocei» mpurapa ¥ pHCKH, COOTBETCTBEHHO, K OKPYXHOCTH
MOMIEPEYHOTO CEUYCHHS U 00pasyroIeit TpyOs! (puc. 2).

o Teopuu rIacTUYECKOTO TeUeHHUs AedOpMaLUIO dlie-
MEHTOB CIUTOIITHOHM Cpesl MOKHO MPEICTABUTh KaK CyMMY
UJIealIbHO YIIPYTOil 1 HEC)KUMAEMOH KECTKOILIACTUYECKON
nedopmanmid. [Tpu atoM ynipyras nedopmanus mogdnHseT-
csi 00001eHHOMY 3aKoHY ['yKa, a mimacTudeckas — TEOpHH
Cen-Benana—Museca.

[Mox neficTBueM BHYTPEHHETO AaBJICHUS METaJT CTCHKU
TPYOBI B 30HE Jie(eKTa pacKaTHOM MpHUrap ¢ PUCKOU UCTIbI-
TBHIBAET CJIOKHOE CONPOTUBIICHUE: OKPYKHOE PACTSIKEHHUE,
pazuansHOe CKaTHe U KOHLIEHTPALINIO HAIPSKESHHH.

!

PackarHoi
npurap

Crenka
TpyOBI

Puc. 2. Tpyba ¢ nedexromM packaTHOI mpHUrap ¢ puckoil Ha BHEIIHEH
MOBEPXHOCTH

Fig. 2. Pipe with the rolled burnt-on defect with a hairline
on the outer surface
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ITo Teopun nmpounoctu Tpecka—CeH-Benana BHemHss
CTEHKa TpyOBI paspymaeTcs, Korna MakCHMallbHbIe Kaca-
TENIbHBIC HANPSDKEHHUS JOCTHTaloT MOJOBHHBI Ipefesa
HPOYHOCTH G, .

Paspymenue cteHku TpyObl mpu JAedeKTe pacKaTHOU
IPUTap C PUCKOH MPOUCXOMUT MPH AOCTUKEHHH B TpyOe
KPUTHYECKOTO [aBJICHUS P,y

P2 pg,
mn Dl A4,
2h h—A,
,2A
x(\/gcoscp2+\/gsin(p2] (1+2 —100$(plj+1 ,
b a a

rje | = const > 1 — 6e3pa3MepHbIii KodduimeHT (onpene-
JSieTCsl SKCIIEPUMEHTAIIBHO).

KoHIleHTpaIuio HanpsHKeHUH B CTEHKE TPYObI OT pac-
KaTHOT'O MpUrapa ¢ y4eToM IIyOMHbI PUCKH YUUTHIBAET KO-
¢ duueHt

A=A a b
K, =1+2| ——L || .[=cos +\/:sin ,
1 (h_AlJ(\/; P, P %]

a KOHIICHTPAIUIO HANIPSHKCHUH B CTEHKE TPYOBI OT IIUPUHBI
Y TITyOMHBI PUCKHU — KO DULIHEHT

2A
K, =1+2 |[—Lcosq,.
a

[Tmactudeckas aedopMaiiisi CTeHKH TpyObl HAYHMHASTCS
[IpY IaBJICHUU

Kp _
Psp = GB

P2 Dy,

D A-A
o =142 L Ix
DPsp, T p 2h|: (h_Alj

a b . 2A,
X[ ([=COSQ, +,[—sing, ||| 1+2 [—cose, [+1
b a q

Pacuer kputndeckux nasnenuii mpu p= 1, D =720 mm,
h=11mm, o, = 684 Mlla, 6. = 614 Mlla, A, =3 mm,
a=20mm,b=25mm,a, =20 MM, ¢, =10,4°,9,=34,3°B 3a-
BHCHUMOCTH OT ITyOMHBI packaTHoro npurapaA (h>A>A))
B CTEHKE TPyOBI IPUBEICH B TAOJIHIIC.

Kputepnii pazpbiBa TpyobI
npu gedexre packatHoii npurap (0e3 pucku)

Paspymienue cTeHku TpyOBl mpu JedeKTe pacKaTHON
npurap (6e3 pucku, D, = 0) NpouCcXOaUT MpH TOCTHKEHUH

B TpyOe KPMTHHECKOTO JIaBIeHHUSA Py .

Kp
p 2 psh.pr’

GB
D 1+2é \/gcos +\/gsin +1
W 2 AR () P ()

ITnactudeckas nedopMarys CTEHKH TpyObl HAUMHACTCS
TIPH JIABIICHUU

GT
2 1+2é \/Ecos +\/Esin +1
Yy 2 AR () P (o)

IIpumep pa3pyuieHusi TpyobI
MEKIPOMBICIOBOI0 ra30MnpoBoaa

kKp o _
psh.pr -

wi
p 2 psh.pr -

Ha puc. 3 nokaszaHa pasrepMeTH3aIus CTATBHOW TPyObI
MEXKIIPOMBICIIOBOTO T'a30MPOBOAA ¢ 0OpPa30BaHHEM CKBO3-
Horo nedekra. Pabouee naBieHne B MOMEHT UHIIHJICHTA —
pPe =44 Mlla (59 % ot npoektHoro aasnenus 7,5 Mlla).
[TpoYHOCTHBIE W TEOMETPUIECKHE XaPAKTEPUCTUKU TPYOBI

Puc. 3. PackarHo# npurap Ha BHEIIHEH TOBEPXHOCTH TPYObI

Fig. 3. Rolled burnt-on defect on the outer surface of the pipe

3aBHCUMOCTH KPUTHYECKHX IaBJIE€HHIT 0T TyOUHBI PACKATHOTO MPUIrapa B CTEHKe TPYObI

Dependence of critical pressures from the penetration depth of the rolled burnt-on into pipe’s wall

A, MM 3 4 5 6 7 8 9 10
Py MIla | 1524 | 11,42 | 9,13 | 7,61 | 6,52 | 5,70 | 5,07 | 4,56
posMIla | 13,68 | 10,25 | 820 | 6,83 | 585 | 5,12 | 4,55 | 4,09
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caenytouye: kinacc npoyHoctu K60, nuamerp 720 mm, ToI-
muHa creHkn 11 mM, mouaa 11,59 M, macca 2,251 T, BHEII-
Hee TPEXCIOMHOE M30JALUOHHOE MOKpbITHE. CTanbHOU
JIUCT [UTSL TPYOBI M3TOTOBJIEH IO TEXHOJIOTHH KOHTPOIIUpYe-
MO ITPOKATKU.

JledekT packaTHOW TpuUTap C PHUCKOH MPEICTaBIIs-
eT co00il JIOKaTbHOE YTOHEHHE CTCHKH TPYOBI PazMepoM
110x50 mm. Ilpu pasrepmeTrzanuu TpyOOIpOBOIA MPOU-
301110 BBIMAICHUE pUTapa ¢ 00pa3oBaHUEM CKBO3HOTO OT-
BepcTus pazmepom 20%25 mM (puc. 4). Bemasmmii npurap
oOHapyxeH He ObU1. [TTankuil 1 BONHOOOPA3HBIH XapakTep
MOBEPXHOCTH Je(eKTa MOKa3bIBACT, YTO MOCICTHUN CPOp-
MHUpOBajcs MpU TeMIeparype, CONOCTaBUMON ¢ TeMIepa-
TYpOH IDIaBICHUS METallla JINCTa, W Ae()OPMHPOBAIICS B
mporecce ropsiueit mpokatku (puc. 1) BMecTe ¢ IMCTOM Kak
€IMHOE LeNIoe.

XHUMHUYECKHM COCTaB U MEXaHUYECKHE CBOMCTBA OCHOB-
HOTO METaJlla CTCHKU TPYOBbI COOTBETCTBYIOT TPEOOBAHISIM
TV 1381-012-05757848-2005 nuist cranu kjacca MpoYHOC-
T K60.

Merannorpajuyeckoe HCCIEIOBAaHHE MeETaula TPy-
OBl BBIITOJHEHO ICHTPATBHON CIICIMAIbHON JIabopaTopu-
el cOOCTBEHHHKAa MEXIPOMBICIOBOIO rasomnposoja. Jlns
3TOTO B CTEHKE TPYOBI OBUIM BEIpE3aHBI TPU oOpasna. Mu-
KPOCTPYKTYpY MeETajlla ONpPEAENsIN TpaBIeHuEM IUIH(OB
YeThIPEXITPOLEHTHBIM PACTBOPOM a30THOM KUCJIOTHI B 3TH-
JIOBOM cIIUpTE. MUKPOCTPYKTYpa OCHOBHOTO MeTaJlIa Tpy-
OBbI Ha BceX NITH(ax — peppuTonepiIuTHas ¢ 0aIoM 3epHa
9—10 mo 'OCT 5639-82. IlonocuarocTs COOTBETCTBYET
6amty 2 psaa “B” mo TOCT 5640-68.

IlepBeIit 06paser BeIpe3aH B MecTe Ae(eKTa B IOCKOC-
TH, TOTIEPEYHON HAITPaBIIEHHUIO Mpokara mcra (puc. 5). [To-
JIOCYATOCTh MEPJINTA IO CEYCHUI0 00paslia HEOAHOPOIHA.
Y noBepXHOCTH 00pasiia, IPUMBIKAIOIICH K AeeKTy, Ha0-
JIIOJIAETCSl JIOKATbHOE HCKAXKEHUE OJHOHANPABICHHOCTH
MEPIAUTHON mojocyaTocTu. Takue MCKaKeHHUsI CTPYKTYPBI
MIOKA3bIBAIOT, UYTO Ae(eKT ObLI CPOPMUPOBAH MPH ropsyei
nedopMary B Iporecce MpoKaTky Jrcta. OTCYTCTBUE B

a

CTPYKTYpE BBIPAXEHHOTO OrHOaHMs JE(EKTHOTO ydacTKa
0 BCEH ero NMPOTSHKEHHOCTH, a TakkKe ero opma MmoKasbl-
BAIOT, 4TO JAe(eKT Ae(hOopMHUPOBAICS MPU MPOKATKE BMECTE
C JINCTOM KaK eIIHOE IIEJIO0e.

Bropoit obpasen (puc. 5) Belpe3aH B MecTe Ie(eKTa B
TUIOCKOCTH, TApaJlIeNbHOI HANpaBIEHHUIO TPOKaTa JIHCTa.
Ha Bropom o6pasiie Takxke HaOMI0gaeTCs JIOKAIbHOE HCKa-
YKEHHE HaIPaBIEHHOCTH MEPIUTHON MOIOCYATOCTH.

Tpetuii o6paszer; 6bu1 BeIpe3aH Ha paccTostHUN 300 MM
ot Mecta fedexra. Ero crpykrypa Oblia mpuHATa 33 HCXOA-
Hy10. Pa3MepHOCTh HEMETAUIMYECKUX BKIIOYCHUN (OKCH-
nel Toueunblie) o mikaie «a» I'OCT 1778-70 ouennBaercs
6amtom 2.

IIpuunna o0pa3oBaHNsl PACKATHOIO IPUrapa

C TOYKM 3peHHs aBTOPa, pa3Mephl U BUJ CKBO3HOTO OT-
BEPCTHS PA30PBAHHOW TPYObI HA ¢ BHEIIHEH W BHYTpPECH-
Hel TOBEPXHOCTAX CBUACTCIBCTBYIOT B MOJIB3y TOI0, 4YTO
BO3MOXKHOUM NIPUYMHON Je(eKTa pacKaTHOU Mpurap ¢ puc-
KOM MOCITy>KWJIO MaJieHUe eCTUrpaHHoM raiiku tuna M12
(F'OCT 5915-70, mmpuna 19 mm, quaronans 21,94 mm, Toin-
nmHa 10 Mm) umn M 14 (TOCT 5927-70, mupuna 21 mwm,
nuaroHanb 24,25 MM, TommuHa 11 MM) Ha TTOBEpXHOCTH
packalieHHOTO JIUCTa MU Topsyel mpokaTke (puc. 1).

Jlo MOMeHTa BAAaBIMBAHUS B FOPSIYMH JIUCT TEMIIEpaTy-
pa raiiku Oblla 3HAYMTENBHO HIKE TEMIIepaTyphl JHCTA.
Banku npu npokaTrke He cpasy 3axBaTWJIM raiiky, U OT Hee
Ha MOBEPXHOCTH JIUCTa 00pa3oBajach prcKa ¢ MOCTENEHHO
YBEITMYUBAIONIIIMUCS TTyONHOH ¥ MTOTIEPEIHBIM Pa3MepOM.
MakcuManbHbIN NOMEpeYHbIl pa3Mep PUCKU PaBEH pa3Me-
py raiiku B MOMEHT €€ BAaBJIMBaHUA B JINCT. BaaBnuBanue
raliki B FOpH‘II/Iﬁ JIUCT 6])1.]'[0 MOMCHTAQJIbHBIM U MPUBEJIO K
JIOKAJIbHOMY IOBBILIEHHIO T€MIepaTypbl MeTajla BHYTPU
CTEHKH JIMCTA JI0 TEMIIEpaTyphl, CPAaBHUMOU C TeMIEparTy-
poi ITaBICHUS METajlla, ¥ BEIOPOCY YacTH MOITY>KUIKOTO
MeTajula HapyKy. DTO BbI3BAJIO 3HAYUTENILHOE YBEIHYE-
HHE pa3MepoB Ae(eKTa CTEHKH JIFCTA B HAIIPABICHUH €T0

Puc. 4. Jledhext packaTHOl npurap Ha BHEILIHEH TIOBEPXHOCTH (@) U CKBO3HOE OTBEPCTHE
Ha BHYTPEHHEW MOBEPXHOCTH (6) pa3opBaHHON TPYObI

Fig. 4. Rolled burnt-on defect on the outer surface (a) and the through-hole on the inner surface (6) of the rupture pipe
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Puc. 5. O6pa3ipl nedekra, BRIpe3aHHbIe MONEPEYHO (BBEPXY)
1 MapajuiesbHO (BHU3Y) HANPABJICHUIO TPOKATa CTaIbHOIO JIHCTA

Fig. 5. Defect’s samples, cut perpendicular (top) and vertical (bottom)
to the rolling direction of the steel sheet

BHEIITHEHN MOBEpXHOCTU. Tak Kak TeMIeparypa «ynpyrom»
raiiky Oblia elie CYNIeCTBEHHO HIKE TeMIIepaTyphl pac-
KaJICHHOTO «IJIACTUYECKOTO» JINCTA, TaliKa JIeTKO BJABH-
J1ach B JIMCT NMPAKTHYECKH HA MOJHYIO €ro TolmuHy. Ilo-
cJie BJABIMBAHUS TallKM B TOPSYMI JIUCT €€ TeMIiepaTypa
Pe3KO yBeJIMYMIach U MPUOIU3UIACh K TEMIIepaType JIuc-
ta. [Ipu mpokarke railku ¢ JUCTOM Kak €JIMHOTO IIEJI0r0
Yyepe3 HECKOJIBKO BaJIKOB TOJIIIMHA IallKM YMEHBILINJIACH,
a ee ToNepeuHble pa3Mephbl YBEIMUWINCh M TPUOOpeNH
OBaJIbHbIE OYEPTAHUS.

IIpoyHOCTHOI aHAJN3 KPUTHYECKUX JABJICHUI
pa3pyuieHHOH TPYObI

l'eomeTpuveckrie U MPOYHOCTHBIC XAPAKTEPUCTUKH Pa-
30pBaHHOM TPyObl: D = 720 MM, 2 = 11 MM, 6, = 684 MIIa,
c,= 614 MIla,A =3 MM, a=20 mMm, b=25wmm, a, =20 mm,
¢, =10,4° ¢,=34,3° u A= 10 mm. UHIaeHT Npou3o1mest
npu pabouem gapneHun pP*P = 4.4 Mlla. [Ipumensis kpu-
Tepuid paspbiBa TPyObl Npu AedeKTe packaTHOM Hpurap c

pPICKOﬁ, ojryyaeMm, 4To Ipu MUHUMAJIbHOM 3HAUYCHUU |l = 1
Kp pasp

umeem p¥=4,56 MITa, £ — P
pasp
p
YTO IUIacTHYecKast AedopManus CTCHKH TPyObl Hadajgach

HECKOJIbKO paHblie — pH p.,' = 4,09 MITa.

Pesynbrarsl BeIYMCICHUN IIOKA3bIBAIOT, YTO KPUTEPUI
pa3pbIBa TpyOBI IpH JeexTe pacKaTHOW MpUrap ¢ pUCKOi
XOPOILO COMIACYETCsl ¢ SMIUPUUECKUMH JTaHHBIMH Pa3pbl-
Ba peajbHON TPYyOHI.

=3,6 %. OtMmerum,
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OT™MeTnM, 4TO IIacTr4ecKas aehopManus CTeHKU TPpyObl
6e3 nedexro npu D =720 mm, £ =11 MM, 6, = 684 MIIa,
6, = 614 Mlla npoucXOAUT MpPH BHYTPEHHEM [aBICHUU

2hc

P = DT = 18,76 MIla, a ee paspywienue — npu p, =

2ho,
== - 20,90 MIla.

Pa3peIB paccmarpuBaemoil TpyObl Ha Tpacce MpH pa-
6ouem nmaBnennu rasza 4,4 Mlla (4,4/20,9 =21 %) u 3Ha-
yuTebHble pasMepbl aedexra 110%50 mm (xopowio pas-
JMYUMBIC Ja)Xe HEBOOPYKCHHBIM IJIa30M) YKA3bIBAIOT Ha
HEOOXOAMMOCTh YIYYIICHUST METOIOB YIBTPa3ByKOBOIO
KOHTPOJISI M TUAPOUCTIBITAHUH TPYO Ha 3aBOIaX-M3TOTOBH-
TEJSAX JIUCTA U TPYOBI C IIEIbI0 HEMOMYIICHHs MOTOOHBIX
Jie(heKTOB.

Buoioowt. IlpennoxxeH MaTeMaTHYeCKUN KPUTEPH On-
peaeneHnss KpUTUIECKOTO BHYTPUTPYOHOTO ABICHUS TIPH
ne(eKTe pacKaTHOU MPUTap C PUCKOH Ha TOBEPXHOCTH TPY-
OBl B 32aBUCUMOCTH OT F'€OMETPUIECKUX Pa3MePOB JePeKTa
U MPOYHOCTHBIX CBOMCTB MeTaiu1a TpyObl. Pe3ynbraTsl uc-
CIICZIOBaHUS IPUMEHEHBI K pealbHOMY MHIUACHTY pasrep-
MeTH3al11 ¢ 00pa3oBaHUEM CKBO3HOTO Ae(eKTa CTalbHOM
TPYOBl MEXKIPOMBICTIOBOTO Ta3zonpoBoaa. IlomyueHHbIH
KPUTEPUH MOXKET OBITh HCIIOJNIB30BaH IPU ITUATHOCTHKE
MPUYXH Pa3pyIICHNs CTATIBHBIX TPYO OONBIIOTO U CperHe-
ro AMaMeTpoB razoHedrenpoBoos [12 — 36].
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DESTRUCTION OF LARGE-DIAMETER STEEL PIPES AT ROLLED BURNTON DEFECT

V.N. Shinkin

National University of Science and Technology “MISIS”, Moscow,
Russia

Abstract. In the domestic pipelines the large-diameter pipes of different

methods of manufacturing are used — the straight-line-seam welded
pipes, the one- and double-seam welded pipes and the spiral-seam
welded pipes. The diameters of pipes are up to 1420 mm, the strength
class of pipes is up to K65 per the API standard. The world’s latest in-
novative technologies for the production of the large-diameter straight-
line-seam single-joint welded pipes (the diameters are 1020 mm,
1220 mm and 1420 mm, the grade strengths of steel are K38 — K65
and X42 — X80, the wall thickness is up to 52 mm, the length is up to
18 m and the working pressure is up to 22.15 MPa) are the processes
developed by the German company SMS Meer and based on the step-
by-step process of press forming according to the scheme JCOE. The
SMS Meer technologies are widely used by the Russian pipe plants —
JSC “Vyksa Steel Works”, JSC “Izhora Pipe Mill”, PJSC “Chelyabinsk
Pipe-Rolling Plant”, as well as the plants in Germany, China and India.
However, the accident statistics of Russian pipelines shows that the
stress corrosion of metal of the pipe’s wall occurs mainly on the pipe-
lines with the large diameter 700 — 1420 mm. With more than 80 %
of the destruction of pipelines with the signs of stress corrosion are
observed on the pipelines with the diameters of 1020 — 1420 mm. The

main cause of the corrosion-mechanical cracking of metal of pipe’s
wall is the combined effect of three factors: 1) low steel-smelting qual-
ity of metal and the manufacturing defects of pipes (the large resi-
dual stresses, the microcracks and microexfoliation of metal after the
pipe blanks’ forming, the corrugation and hairlines defects, the rolled
burnt-on defects, the faulty fusion of weld seam and so on); 2) pres-
ence of corrosive-active environment and its access to the metal sur-
face; 3) high-cycle fatigue and fracture of metal due to the pulsations
of the in-tube working pressures and hydroblows. On the domestic
pipelines pipes’ ruptures are almost two times more frequent than in
the United States and Europe due to the manufacturing defects and
the construction-installation defects. Therefore, it is necessary to study
carefully the causes of the known cases of pipelines’ rupture due to the
manufacturing defects. In this work, the pipe with the rolled burnt-on
and the hairline defect on the outer surface of pipe is considered. The
mathematical criterion for determining the critical in-tube pressure at
which the elastic-plastic rupture of the pipe’s wall is taken place is
obtained. The results of the investigation can be used in the diagnostics
of the rupture’s causes of the steel major- and medium-diameter pipes
on the main and interfield pipelines.

Keywords: steel welded pipes of large and medium diameters, critical pres-

sure of pipe’s rupture, rolled burnt-on, hairline, main and interfield
pipelines, elastoplastic medium with linear hardening.
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