M3BECTHUS BBICIIUX YUYEBHBIX 3ABEAEHUIN. YEPHASL METAJJIYPrus. 2018. Tom 61. Ne 5

ISSN: 0368-0797. U3BecTus BeICIINX yueOHBIX 3aBeneHuil. Yepnas metamnyprus. 2018. Tom 61. Ne 5. C. 378 — 384.

©2018. Camyces C.B., Anewenxo A.C., @adees B.A.

VK 621.774.2

«MOJIEJIMPOBAHUE MNPOIECCA HENIPEPBIBHOM
®OPMOBKHU CBAPHBIX IPAMOIIIOBHBIX TPYB HA BA3E
«TPEHAKEPA-TICA 10-50»

Camycee C.B., 0.m.n., npogeccop xaghedpvt mexnonozuu u 060pyoosanus mpybro2o npouzsoocmea
Anewenko A.C., x.m.u., doyenm xagedpvt mexrnonozuu u 060py00sanus mpybHo20 npouseo0cmed
Daoeee B.A., unicenep (fdv_viktor@mail.ru)

HauuonaabHblii HecneaoBaTeIbCKHil TexHonornyeckuii ynusepeurtet « MACuC»
(119049, Poccust, Mocksa, JlennHcknit nip.,4)

Armomauu;l. OIIHI/IM U3 Hauboee NPOAYKTUBHBIX U HAACKHBIX METOAOB UCCIICA0BAHMS IIPOLECCOB 06pa60TKI/I METAJIIIOB JaBJICHUCM SIBIISCTCS IIPSIMOC

(uznueckoe MOJENNPOBAaHUE HA peanbHOM MeTaiuie. OrpaHHYeHHs] HTOr0 METO/A MPUMEHHUTENBHO K IPOU3BOACTBY CBAPHBIX TPYO, KaK MpaBH-
JI0, CBSI3aHBI TOJIBKO C OTCYTCTBHEM CIICLHATU3UPOBAHHOIO 00OPYIOBAHMS /Ul MOJACIMPOBAHHS TPOLIECCa HENPEPHIBHOW BAJIKOBOW (hOPMOBKH.
B 2014 . Ha xadenpe o6paborku meramwios aasiaeHrneM HUTY «MUCuCy Obi1a co3aana 1aboparopusi MOIETHMPOBaHKsl HAanOOJIee PacpoCTpaHEH-
HBIX MTPOLECCOB (POPMOBKH CBAPHBIX MPSIMOIIOBHBIX TPYO, MOTy4aeMbIX HENPEPHIBHBIMU MM JUCKPETHBIMHU criocoOamu. Jlaboparopusi BKIIOYaeT
B cebs crnennanuzupoBannbiii «TPEHAXKEP TOCA 10-50» (TPEHAXEP), no3Bonstouiuii MOJEINpOBaTh HEMPEPbIBHBIE NPOLECCHI MOTYUYCHHS
cBapHbIX TpyO mManoro auamerpa. Ha TPEHAXKEPe MoxkHO MoenipoBarh IpoLEecChl HEMPEphIBHON ()OPMOBKH TPYO Majoro M CpeIHero Auamerpa
10 OCHOBHBIM TIPOU3BOJACTBEHHBIM CXEMaM TPYOOIIEKTPOCBAPOUHBIX 1I€XOB: MOJYUYEHHUs CBAPHBIX TPYO KPYIIOrO CEYeHHs M3 JEHTHI, NPpoduIn-
POBaHHBIX TPYO M3 JIMCTOBOW 3arOTOBKH U MPOGHIMPOBAHHBIX TPYO M3 MPEABAPUTENBHO CHOPMOBAHHOM KPYINIOH MM OBaJIbHOW 3aroTOBKH. B
HCCIIE/I0BATENILCKOM YaCTH PacCMOTpeH ovar aedopMaiun TpyOHO! 3ar0TOBKH, BKJIFOYAIOIICH BHEKOHTAKTHBIN O4ar CBOPauMBaHMs, KOHTAKTHbIH
ouar gedopMalMi U Y4aCTOK pacrpyXHHHBaHKs. [lepBoHaYanbHO OBUTH PacCUMTAHBI TapaMeTpbl pOPMOM3MEHEHHUs TPYOHOI 3arOTOBKHM B MOHO-
TOHHOM M BaJIKOBOM o4arax ()OpMOBKH 10 TIPUHATHIM METOAMKAM. 3aTeM MPOBEAEHO CPAaBHHUE TTOTYyYEHHBIX PE3Y/IbTaTOB 0 ANHAMHKE H3MEHEHUS
LIMPHHBI 3arOTOBKHU 110 ((UKCHPOBAHHBIM CEUCHHUSIM ovara aedopmaruu. Jlajee, mpoBepeHs! napaMeTpbl BAIKOBOIO HHCTPYMEHTA Ha COOTBETCTBUE
paccuuTaHHbIX pa3MepoB. [l epBoii BaIKOBOH KIETH HEHNPEPHIBHOrO o4yara ObL1 OPraHM30BaH M MPOBEICH SKCHEPUMEHT JUISl TeX JKe YCIOBHIA,
HO B peaJbHOM BaJIKOBOM ouare. [losrydeHHBIH SKCIepuMEeHTaNbHbIA 00pa3el, pa3MEUeHHbIH 110 BOCBMH CEUCHUSIM, ObIIT 0OMEpeH Hoclie BBIXOa
3arOTOBKH M3 NPHUBOIHOMN KJIETH U NOJTY4YEHHbIC JaHHbIC 3aHECEHbI B TAOJIHI. AHAIN3 IPOBEICHHBIX PE3YIbTAaTOB M0Ka3all, 4YTo (GopMoM3MEHeHne
I1apaMeTpoB MONEPEUHbBIX CEUYCHUH COOTBETCTBYET IPHHSATHIM MOJIOKEHHUAM O XapaKTepe TeOMETPHH 3arOTOBKHU B BAJIKOBBIX MPHBOIHBIX KaJIHOpax.

Pacxox/eHre TeOpeTHUECKUX U AKCIIEPUMEHTAIbHBIX JaHHBIX ISl BAIKOBOTO o4yara He npessimaet 1,5 %.
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B HUTY «MUCuC» ¢ 70-x rogoB mpouwioro Beka Ha
kadeape ooOpaborku Merasuios jgasieaueM (OM/]) Hawamu
HM3y4yaTb ITPOLECC HENMPEPLIBHOIO IMPOU3BOJICTBA IPSMO-
IIOBHBIX CBAPHBIX TPYO MAajioro W CPEIHEro COpTaMeHTa
B iuHUU HenpepbBHBIX TOCA kak B naboparopun xaden-
pBI, Tak U Ha TpyOHBIX 3aBojax P®. Bojbimoe komnuect-
BO MOJICPHM3ALUN M PEKOHCTPYKUUI OBIJIO BBITOIHEHO
B TPYOODJIEKTPOCBAPOYHBIX I€XaX Pa3MIHBIX 3aBOIOB.
boutn pa3paboTaHbl U MPAKTUYECKU ONPOOOBAHBI HOBBIC
CXEMBI U CIOCOOBI MPOU3BOJICTBA CBApPHBIX TPYO MAayoro
U cpeaHero nuamerpa [1, 2].

Bnusare mapameTpoB o4aroB (OPMOBKM Ha KadecT-
BO TPYOHOI 3arOTOBKM H3y4aJlOCh MHOTHMH aBTOpaMu, HO
IKCIIEPIMEHTAIFHOE HCCIICIOBAHNE HE OXBATHIBAJIO BCEX
MPOOJIEMHBIX BOIPOCOB, MOCKONBKY PaHEe SKCIEPUMEHTHI
MIPOBOIMITA HETIOCPEICTBEHHO Ha MPOMBIIIICHHBIX CTaHaX.
OI'paHI/I‘IeHI/ISI MPUMCHUTCIIBHO K TIPOU3BOACTBY CBAPHBIX
TpyO, KaK MpPaBHJIO, CBS3aHBI TONBKO C OTCYTCTBHEM CIIe-
LUATU3UPOBAHHOIO O0OPYIOBaHUS AL MOJACTMPOBAHUS

378

mpoliecca HeMpephIBHON BankoBoi (opmoBku [2 —6]. D10
COB/IaBAJNIO OIPENENICHHBIC TPYAHOCTH, MOCKOJBKY B IPOT-
pammax paborel TOCA He mpemycMaTpuBAINCh JUIUTEINb-
HBIE IPOCTON. B HacTosiee BpeMsi, ¢ IMyCKOM COBPEMEHHBIX
BaKoBbIX TOCA, Bompoc (DU3HUYECKOr0 MOJCIHPOBAHMS
Tporiecca HenpepbIBHOW (POPMOBKH CBApHBIX TPYO OCTaeTCs
akTyansHbIM. B 2014 1. Ha xadenpe OM/] Ob11 pazpaboTaH,
cmonTupoBal u omiaxeH « [PEHAXEP-TOCA 10-50».

Ha puc. 1 npeacraBieHa KOMIOHOBKA INIAaBHOW JIMHUU
«TPEHAXEPA-TOCA 10-50» ans HempepblBHOH (op-
MOBKH CBapHBIX NPSIMOILIOBHBIX TPYO B 1a00OPAaTOPUH MOJIE-
mupoBanus Kadeapsl. B xoncTpykiu TOCA peanuzoBaH
TEXHOJIOTUYECKUH BAJIKOBBII MHCTPYMEHT, BBIIIOJIHEHHBII
10 OJTHOPAIUYCHOU KamOpoBKke. Takas KamOpoBKa ceroi-
H# sBIIsieTCsl Hanbonee pacnpocTpaneHHou (65 — 75 % cra-
HOB P® ee ncnosp3yroT) U XOpoIIo 3apeKOMEH10Baja ceost
B IMPOMU3BOACTBEHHLIX YCIIOBUAX.

Texunueckne napamerpsl « TPEHAXEPA-TOCA 10-50»
MPCACTaBICHBI HUKE!



METAJIJIYPTUYECKHUE TEXHOJIOTUU

Ha 6aze rmaBuoii nuauun TPEHAMKEPA (cwm. puc. 1)
MOTYT OBITh peajM30BaHbl OCHOBHBIC MPOU3BOJCTBCHHBIC
CXEMbI 11O TUITOBBIM KOMITIOHOBKaM pa60q1/1x KHeTeﬁ CTAaHOB
TOCA (puc. 2).

TPEHAXEP no3Bonsier co3maBaTh Kak THUIIOBBIC, TaK
W HecTaHAapTHhIe KoMIOHOBKH juHUA TOCA. J10 nocru-
raercs MyTeM pasMelieHus: pabo4ynx KIeTeil B Onpe/esieH-
HOM mocnenoBaTenbHOCTH. CIIPOEKTUPOBAHHASI KOHCTPYK-
Usl KIeTe TpeHaxkepa o0ecrneynBaeT COBMECTUMOCTD
C pa3HBIMH KOMIUIEKTaMH CMEHHOTO pab04ero HHCTPyMEH-
Ta, YTO OTKPBIBAET BO3MOXKHOCTHU (PU3NIECKOTO MOJEIUPO-
BaHUS M MCCIICJIOBAHUS TPOIIECCOB (POPMOBKH, CBAPKH, Ka-
TUOPOBKH, PEIyLUPOBAHUS U MPO(GUIMPOBAHUS CBAPHBIX
TpyO (cM. puc. 2).

Jlnst ncenenoBaHus ponecca HEMPEpBIBHOTO (POPMOM3-

Puc. 1. 06111851 komnoHoBka « TPEHAXKEPA-TDCA 10-50»: MEHEHUS Onpeﬂemnn reOMeTpI/II{eCKI/Ie HapaMeTp])I 3aroToOB-

I — cranuHa; 2 — GOpMOBOYHBIH OJI0K; 3 — CBApOUHBIH y3eI;
4 — KanuOPOBOYHO-TIPODUITUPOBOUYHBII OI0K; 5 — MPUBOA (HOPMOBOUHO-
ro 0JI0Ka; 6 — MPUBO KAJIMOPOBOYHO-TIPOGIIMPOBOYHBIN OJI0Ka

KU C IeITTbI0 U3y4eHUs mporecca popmousmenenus npu ¢op-
MOBKE, KaJMOpOBKE, PEaylUPOBaHUH, NPO(QHUIMPOBAHMUH,

o0ecneyrBarolye MOTyueHNEe Ka9eCTBEHHOM POy KITUH.

Fig. 1. Overall configuration of the “TESA 10-50 TRAINER™: HH;I TEOPETUYECKOTO W IKCTIEPUMEHTAIILHOTO HCCIIEIO0-

1 —bed; 2 — molding block; 3 — welding unit; 4 — calibration-profiling
unit; 5 — drive of the molding block; 6 — drive of the calibration-profiling

BaHUs OBLIT pacCUuTaH U U3roTOBJICH KOMIUICKT BaJIKOBOI'O
WHCTPYMEHTA Ha TPyOy pazmepom 50%2 Mm.

o B pabore mpeacrapneHa kanuOpoBKa BaJIKOB ISl y4acT-

ka OoTKphIThIX KajmuOpoB TPEHAJKEPA. Pacuer mapame-

Anametp Tpy6 1 npoduei, My 10-50 TPOB BAJIKOB Y4aCTKa OTKPBITHIX KJICTEH MPOBEJIN 110 METO-
Tommuna cTenky, My Mo 3 JIMKe, TIPEICTaBIEHHOMN B padoTax [6, 7] (Tabm. 1).

Ckopoctb popMOBKH (KannOpoBku), M/mua 0,5 — 10 Jig TeopeTHYecKUuX HUCCIeNOBaHUN oOpaser AJTUHON

Veunue Metasia Ha Bajiku, KH: 660 MM OBLT pa3MedyeH Ha BOCEMb (DUKCHPOBAHHBIX Ce-

FOPH30HTAIBHOC 1-10 YEHUH M0 XapaKkTEepHBIM ydyacTKaM ouara aedopmarui.

BEPTHKATBHOE 2-10 [TapaMeTphl TIOTIEPEYHOr0 CedeHHs TPYyOHOI 3arOTOBKH
Tsanymee ycunue npuBogHON KieTw, KH 150 JUIsl TaHHOTO Ooyara pacCuMThIBAJIM MO CXEMe, ITOKa3aHHOU
Yucio paboynx KIeTeid: Ha puc. 3. MccnenoBaHusi MpOBOAWIM Ul odara IHepBOM

TOPU30HTAJIbHBIEC (OTKPBITOTO THUIIA) 4 npusoaHoii ket TPEHAXEPA. B Ta6n. 2 npeacraBneHs

TOPU3OHTANIbHEIC (3aKPBITOTO THIIA) 3 ImapaMeTphbl 04aroB CBOpaYnBaHUs.

BEPTUKAJIBHBIE (3KEPHBIE) 7 leomerpuueckue mapaMeTpsl ovara gedopmanuu s
Tun npusoza Henxoit HepBOH KJIETH (BUJ CBEPXY) MOKA3aHbI Ha PHC. 4.
Momocts apurarens, KBt 0,75 MOHOTOHHBII OuYar cBOpauMBaHUS OOECIEUMBAET ITOC-
MexkiereBoe paccrostiie, MM 100 —200 TENEHHOE M3MEHEHME OCHOBHBIX I'€OMETPHYECKUX Iapa-

DopMOBOUYHBIN CTaH PenykunonHslit cran
Hanpasnenue

JIBHOKEHHS TIOJIOCHI
—_—

JIBUIKCHUS TTOJIOCHI

\cBapquHﬁ KanubpoBouHslii cTan
[l [l [l

Hanpasnenne

Puc. 2. TunoBbie komroHoBKH cTaHOB TOCA 17151 TPOM3BOJICTBA CBAPHBIX TPYO

Fig. 2. Typical configurations of TESA mills for the production of electric welded pipes
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Ta6numa 1

HapaMeTpu BaJIKOB OTKPBITBIX KaJ]l/IﬁpoB

Table 1. Parameters of open calibers rolls

Homep | R, , R, R 9, A H},
BaJKa | MM MM MM rpan MM MM
1 147,13 | 143,13 | 145,13 | 67,5 | 163,49 | 24,79
2 73,57 | 69,57 | 71,57 | 135,0 | 135,93 | 45,40
3 49,04 | 45,04 | 47,04 | 202,5 | 96,20 | 58,60
4 36,78 | 32,78 | 34,78 | 270,0 | 52,02 | 62,78

METPOB TONEepeuHblx cedeHnit [1,7—9]. Tpaexkropun
nepeMerieHus (GUKCHPOBAHHBIX TOYEK IO MUPUHE U3MEHS-
FOTCSI TUIABHO, MIPOQHIb 3aTOTOBKH IIOCTEIICHHO YBEIHIHBA-
€T KPUBU3HY 10 Mepe NPHOIIKCHNS K BAJIKOBOMY KaJIHOpy
nepBoil kietn. Kak mokaszaiu paHee IMpOBEICHHBIC TEOpe-
THYCCKHE U SKCIICPIMEHTAIBHBIC HCCICIOBAHUS (DOPMOBKH
C aHAJM30M KOHTAKTHOTO B3aUMOJCWCTBUS WHCTPYMEHTA
nBankoB [l, 10 —12], Takas TpaekTopusi peasbHO BOC-
MIPOM3BOJIMIMA TOJBKO CICIUAIBHBIM BaJIKOBO-POIHKOBBIM
WHCTPYMEHTOM (POPMOBOYHOTO OOOPYIOBaHUSI M 0OECIIeUH-
BacT paBHOMEPHOE U3MEHEeHUe (YBEIMUCHHUE) ne(opMaruii
Y HalIpsDKEHUH 10 Mepe (OPMOBKH MPOQUIIS 3aroTOBKH.
Takue owarm medopMalvu 3a CYeT KOHTAKTHBIX YCIOBHU
BAJIKOBO-POJIMKOBOTO MHCTPYMEHTA C 3arOTOBKON HCKIIIO-
YafOT JIOKAJIBHBIC BCIUIECKU MPOMOIBHBIX Ie(GOpMaIuii 1Mo
KpoMKaM ¢ oOpazoBaHHeM Tropbl (BOIHBI) KPOMKH HITH
HEKOHTPOJIMPYEMBIE TIOTIEPEUHBIC CMEIIICHUS TTPOQIIIAL.
[TapameTpbl GOPMOBKH (HUKCHPOBAIU TIO 3aBUCMOCTH
M3MCHEHUsI IIIMPUHBI 3aTOTOBKH IO JUIMHE O0Yara CBOpadu-
BaHMS 110 Pa3MEUCHHBIM CCUCHUAM. PacdeTs mokasanu, 9ro
[IMPHHA 3arOTOBKU PaBHOMEPHO YMEHBIIAETCS JI0 YEThHI-
peX-TISATH KOHTAKTHOM 30HBI o4ara Jiehopmarnuu Ha 9,6 MM,
3aTeM PaBHOMEPHO paclpyKUHHUBACTCs Ha 4,8 MM.
Xapaktep (OPMOM3MEHECHHUS TapaMeTPOB 3arOTOBKU
B BAJIKOBOM OYare MCCIENOBaH MHOTHMU aBTOPaMH C yue-
TOM YCIIOBHH KOHTaKTHOTO B3aMMOJCHCTBHS 3arOTOBKH

A
i 4 |
g
|
|
|
|

O

0 X

Puc. 3. [TapameTpsl mONepevyHOro CeYeHHs 3aTOTOBKU B OYare CBOpadm-
BaHUs epBoit HOPMOBOUHOI KiIeTH:
A, — paccTosHEEe MEKTy KPOMKAMH 3arOTOBKH ISl i-IO CEYeHHs oJara,
H, — BricoTa ipoduiis, R; — paauyc popMOBKH 3aTOTOBKH

Fig. 3. Parameters of cross section of the billet in forming zone of the
first molding stand:
A, — distance between the edges of the billet for the i-th section;
H, — height of the profile; R, — molding radius of the billet
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Puc. 4. 'eomeTpuyeckue napaMeTphbl ouara CBOpaduBaHus B EPBOH
KJIETH:
@ — MOHOTOHHBIH OYar CBOpauMBaHusl; O — BaJIKOBBIH OUar CBOpauyMBaHUs

Fig. 4. Geometric parameters of the forming zone in the first stand:
a — monotone forming zone, 6 — roll forming zone

¢ IPOQUITUPOBAHHBIMHA BaJKaMH UM HMHTEHCHBHOCTH IMO[I-
ruba mo jumHe odara [1,2,13 —16]. OOmuUM MHEHHEM
SIBIISICTCSI TO, YTO BAJIKOBBIM O4Yar UMEET TPU XapaKTEPHBIX
y4acTka (OPMOM3MEHEHHUSI U JIJIS KaXKJIOTO ydacTKa MpH-

Tabnuma 2
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ITapamMeTpbl 04aroB cBOPAYHBAHMSA

Table 2. Parameters of the forming zone

Ceuenne 1 ‘ ‘ 3 ‘ 4 ‘ 5 ‘ 6 ‘ 7 8
Bug ouara MoHOTOHHBII O4ar cBOpauMBaHUs
A, MM 172,8 169,4 | 166,73 | 163,49 | 164,35 | 165,82 | 167,46 | 169,2
H;, mm 2 9,5 15,2 24,79 243 24,0 23,7 23,26
R;, MM - 382,33 | 236,21 | 147,17 | 151,10 | 155,21 | 159,76 | 165,48
Bun ouara BankoBrrit ouar cBopaunBaHus
A, MM 172,8 171,1 169,2 | 163,49 | 1644 165,1 166,7 169,2
H;, mm 2 14,87 19,83 | 24,79 | 24,44 | 2395 | 23,70 | 23,26
R, MM - 248,6 186.,4 147,1 150,5 154,2 158,5 165,5
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CYIIH CBOM OCOOCHHOCTU M3MCHEHUS MapaMeTpoB B 3aBU-
CUMOCTHU OT THUIOB KaJIMOPOBKH, KOMIIOHOBKHM IPUBOJHBIX
Y XOJIOCTBIX PabOYMX KIETei, 0COOEHHOCTEH KOHTaKTHOTO
B3aMMOJIEHCTBHSI HHCTPYMEHTA U 3arOTOBKU.

[lepBblit y4acTOK BHEKOHTAKTHOH JedopMaluu ycioB-
HO MOXKHO Pa3[eJIUTh Ha TpU 30HBL [lepBast 30Ha 1o ceve-
HUSIM 1 — 2 XapakTepHa TeM, YTO MPH BAJIKOBOI (OPMOBKE
W3MECHEHHE TapaMeTPOB MPOQUIIST 3aTOTOBKU IPAKTUICCKH
HC MPOUCXOAUT, TaK KaK BJIMSTHUC CHUJIOBBIX q)aKTOpOB oT
KOHTAKTHOTO OdYara IPHBOTHOTO KaauOpa He3HAYUTEIHEHO
B Hauvajie yyacTka. B crnexyromeit 30He ceueHuit 2 — 3 uH-
TEHCUBHOCTh M3rHba BO3PACTaeT, MOCKOJIBKY BO3pacTaroT
TSHYIINE YCHIIUS OT KJIETH, BIMAIONINE Ha oceBoe (hopmo-
M3MEHEHHE MPOIOJIbHBIX BOJOKOH IO LIUPHUHE 3aIOTOBKH.
[TapameTps! npo¢uis U3MEHSIOTCS [UIABHO, HA YPOBHE H3-
MEHEHUI MOHOTOHHOIO ouara. B mocnennei 30He nepBoro
ydacTka (cedeHust 3 — 4) MPOUCXOAUT OCHOBHOE MHTEHCHUB-
HOE (POPMOU3MEHEHNE HA OTHOCUTEIIBHO HEOOJBIION JTH-
He yyacTka (56 MM). D10 00BsICHAETCS BO3pacTaHHEM Tsi-
HYLIUX YCUIMHA U HHTEHCUBHBIM U3MEHEHUEM IOIEPEYHBIX
MapaMeTpoB HEMOCPEACTBEHHO IEpe]] BXOAOM 3arOTOBKU
B KOHTAKTHBIH ouar aedopmanui BaJKoBoro kaauopa. Bee
mapaMeTphl 10 MUPUHE, BHICOTE U KPUBU3HE AO(POPMOBBI-
BAaIOTCS JIO TlapameTpoB npoduis kanmmOpa. Takas WHTEH-
CUBHAsl ()OPMOBKA SIBIISICTCSI IPUUMHON BCIIIIECKA MIPOIOIIh-
HBIX IedopMaImii KPOMOK 3arOTOBKH M MOYKET MPUBECTH
K BO3HUKHOBEHMIO TO(POB WIN APYTUX INIACTUYECKUX OT-
KJIOHEHHI TPaeKTOPUH KPOMKHU OT 3aJJaHHOW CUMMETpHY-
HoMt cxemsl [1, 2, 17 — 20].

B HacTosielt paboTe TeoOpeTHUSCKHUIA pacuyeT MpoBeIeH
JI0 SKCIIEPUMEHTANIbHBIX HccienoBaHuil. OnHON U3 3a1ad
TAHHOW PabOTHI SBISETCS MPOBEPKA M3BECTHBIX TEOPETHU-
YEeCKUX MoOfeJel pacdera MmapaMeTpoB BaJKOBOTO Odara
(OPMOBKH TO TapaMeTpam, ITONyYCHHBIM OKCIIEPHMEH-
tansHo Ha TPEHAXEPe.

AHanu3 3KCHEPUMEHTAIBHBIX JaHHBIX Ui BaJKOBOIO
oyara 1o JUHAMHUKE M3MCHEHUs IIHPHHBI NPOQUIs MOKa-
3aJ, 9TO Ha TiepBOM yuacTke (347 MM) mpu mepexonue ot
MEPBOTo ceveHus (MCXOAHas 3aroToBka 172,8 MM) KO BTO-
pomy mupuHa yMmenbemmwiach Ha 1,7 mm (171,1 mm). Tlpu
MEPEeXoie CO BTOPOTO CEUCHMS B TPEThE YMEHBIICHUE CO-
crasmwio 1,9 mm (169,2 mm). Ha tpetseii 30He pazmep mim-
PHUHBI yMeHbIIHICS Ha 5,7 MM (163,49 Mm).

Ha BTopoM y4dacTke KOHTAKTHOTO B3aUMOJECHCTBHS BaJ-
KOB ¢ 3aroToBKoil (110 MM) mmpuna mpoduis MeHseTcs
HE3HAYUTENbHO (Ha | MM).

Ha tpetpem yuactke (203 MM) B mepBoil 30HE pac-
NPYKUHUBAHUS IIMpPUHA yBenuuuiach Ha 0,7 MM, a Ha
BTOPOM yuacTKke Ha 1,6 MM ¥ B KOHILIE y4acTKa LIMpHUHA
yBenmuumiack Ha 2,5 mm. [Ipu 3ToM MakcumanbHas WH-
TEHCUBHOCTH M3rn0a 3aroTOBKHU AOCTUTHYTA B CCUCHUAX
3 — 4, Ha paccTOSHUM B 56 MM, TJe MHUpPUHA YMEHBIIU-
J1ach Ha 6 MM.

JUIss OCyIIeCTBIICHUS] KCIIEPUMEHTAIbHONH (HOPMOBKH
MIPOBOJIMIIN NTPOBEPKY TabapUTOB BAJIKOBOTO MHCTPYMEHTA
YYacTKa OTKPBITHIX KaJTHOPOB.

Ha puc. 5 npeacrasnena cxema IPOBEPKU HOBBIX BaJl-
KOB IEpBOW KJIETH Ieper dKcrepuMeHTtamu. [loaroroska
BAJIKOBOTO MHCTPYMEHTA K HKCIIEPUMEHTAM MpPEACTaBICHA
Ha TIpEMEpe BEPXHEro BajKa IMEPBOr0 KaInuOpa ITOJIHOTO
oxBata. ['abapuTHbIe pa3Mepbl BajKa CPaBHIIU C pacdeT-
HBIMH JaHHBIMU. [Ipodninb Banka mpoBepsutr MPHIIOKEHH-
€M K MpO(QUIMPOBAHHOM YACTH CHELHAIBLHOTO MIA0JIOHA,
M3TOTOBJICHHOTO II0 pacyeTHOMY panmycy. [lo 3HaueHmsIM
3a30pOB MEXKIY KaTHOPOBAHHON YacThIO BajKa M MOBEPX-
HOCTBIO 1I1a0JIOHA OTPEIeIsUIA Ka4ecTBO paboyei moBepx-
HOCTH Bajka. 3a30pbI MEXly MOBEPXHOCTHIO BaJIKa U MI1a0-
JIOHOM HE JOJDKHBI TIPEBBIATH TOMYCTHMBIX MPEICIOB.
B nanHOM ciyuyae, MOCKONBKY HMHCTPYMEHT OBLT HOBBIM,
3a30poB He HaOmonanmu. OcTaibHble paboune KaauOpbl
BTOPOM — UETBEPTON KJIeTel OBIIIM MPOBEPEHB! AHATOTUYHO
(B Marepmanax cTarby HE MIPEICTABICHBI).

[IpoBeneHne KCIEPUMEHTATIBHON (HOPMOBKU B KaJH-
Ope MOJTHOTO OXBaTa 3aKJII0Yaoch B ciemyromeM. Ha mc-
XOJHYIO JMCTOBYIO 3arOTOBKY, Pa3MEUCHHYIO Ha BOCEMb
CCUCHUH aHAIOTHYHO TEOPETUIECKUM HCCIICIOBAHHSM, Ha-
HOCHJIM TTONIEPEYHBIC PUCKHU C 3aTaHHBIM IIarom. BaFOTOBKy
(opmosanu B nieproii kiietn TPEHAXKEPa. Dkcniepumen-
TaJbHBIN 00pa3el] 3aroTOBKH MpeICTaBlIeH Ha puc. 6.

JlaHHBIE TIO AKCIIEPUMEHTY B BaJIKOBOM OdYare mepBOM
KJIETH NPECTABIEHBI B TA0MI. 3.

JlmHamMuKa W3MEHEHHS ITUPHHBI 3aTOTOBKH B (PHKCHUPO-
BAHHBIX CEUEHMSIX OIHM3Ka K pacuCTHbIM JaHHBIM. OTKII0-
HEHUS pacYCTHBIX U SKCTIEPUMEHTAIBHBIX 3HAUCHUH JIeKaT
B nuanasone 0,5 — 1,5 %.

B Hacrosmei paboTe npencTaBieHbl pacdeTHBIC M 3KC-
NEPUMCHTAJIbHBIC JaHHBIC IO USMCHCHHUAM HINPUHBI IIPO-
(bwitst 3aroTOBKHU TipU (HOPMOBKE B BAJIKOBOM 0Yare MepBO
knetu. [Tokazarenu o JUHAaMHKE M3MCHEHUM BBICOTHI npo-
(bust, paguycoB npoduis Mo PUKCUPOBAHHBIM CCUCHHSIM
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Puc. 5. Bepxuuii Banok nepBoii (popMOBOUHOI KJI€TH ¢ II1A0IOHOM

Fig. 5. Top roll of the 1st molding stand with a template
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Vi
Vuacmox ucxoomoi Vuacmox it qaﬂ:lsfnﬁ Bxoonoii Beixoonoi Vuacmox unmencusnozo Pacnpysicu-
3a20MO6KU Odehopmanuu Odehopmayuu | yuacmox yuacmox pacnpyoic it yuacmor
145 mm 139 um 63 mm__| 56 mm | 54 mm 128 vum 75 mm
[ T N [
VYuacmox 1 Oehop ancgen{;ol;):;t;:;mnou Vuacmox pacnpysicunuseanus
347 mm 110 mm 203 mm
Puc. 6. DxcriepuMeHTaIbHbBIH 00pasel ¢ JUIMHAMH 10 y4acTKaM
Fig. 6. Experimental sample with lengths of areas
Tabnuna 3
I[MapaMeTpbI 3aroTOBKH MOCJIe IKCTIEPUMEHTA
Table 3. Parameters of the billet after the experiment
Ceuenne 1 2 3 4 5 6 7 8
A, MM 172,8 | 169,0 | 168,2 | 163,49 | 163,4 | 164,2 | 1659 | 169,1
H,, mm 2,00 14,34 | 19,21 24,6 | 24,54 | 23,88 | 232 22,8
R., MM - 248,9 | 187,1 | 147,1 | 151,1 | 154,7 | 158,8 | 166,3
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SIMULATION OF THE PROCESS OF CONTINUOUS FORMING
OF STRAIGHT-SEAM WELDED PIPES ON THE BASIS OF “TESA 10-50 TRAINER”

S.V Samusev, A.S. Aleshchenko, V.A. Fadeev

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

Abstract. One of the most productive and reliable methods for studying the

processes of metal forming is direct physical modeling on a real metal.
The limitations of this method, as applied to the production of elec-
tric welded pipes, are generally related only to the lack of specialized
equipment for modeling the continuous roll forming process. In 2014, a
laboratory for modeling the most common processes of forming welded
straight-seam pipes produced by continuous or discrete methods was es-
tablished at the “Metal Forming” Department of NUST “MISIS”. The
laboratory includes a specialized “TESA 10-50 TRAINER” (TRAINER),
which allows simulation of continuous processes of electric welded
pipes of small diameter. At the TRAINER, it is possible to simulate the
processes of continuous forming of pipes of small and medium diameter
by the basic production schemes of the pipe-electric welding manufac-
tory: obtaining welded pipes of circular cross-section from strand; pro-
duction of profiled pipes from sheet billet; obtaining profiled pipes from
a preformed round or oval billet. In the research part of the article, the
focus of deformation of the pipe blank, including the non-contact focus
of the folding, the contact deformation center and the sprung portion, is
considered. Initially, the shaping parameters of pipe billet in monoto-
nous and roll forming centers were calculated by the adopted methods.
The obtained results were compared by dynamics of the change in the
width of billet from fixed sections of the deformation center. Further,
the parameters of the roller tool were checked for compliance with the
calculated dimensions. For the first roll stand of a continuous focus, an
experiment was organized and conducted for the same conditions, but
in a real roll center. The obtained experimental sample, marked out in
eight sections, was measured after the billet had left the drive stand and
the obtained data are listed in the table. Analysis of the results showed
that the shape change of the cross-section parameters corresponds to the
accepted provisions on geometry nature of the billet in the roller drive
calibers. The discrepancy between the theoretical and experimental data
for the roll center does not exceed 1.5 %.

Keywords: continuous molding, TRAINER, TESA, welded pipe, roller

molding, modeling, forming mill, roll caliber.
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