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Annomayus. IIpeacTaBieHbl pe3ynbTaThl YU3MICCKOTO U TEOPETHIECKOIO MOACTUPOBAHKS MIPOLIECCa HEMPEPBIBHONW (GOPMOBKH. DKCIIEPUMEHTBI 10 He-

npepbIBHON (POPMOBKE OJOCOBBIX 3ar0TOBOK NPOBOAMIN Ha TpyOoanekrpocBapouroM crane 10-50 mst TpyObt auam. 50 MM co creHkoi 1 M.
Iponece hopmonsmenenus TpyOHBIX 3arOTOBOK OCYILIECTBIISUIM HA y4acTKe ()OPMOBOUHBIX TOPU30HTAIBHBIX U BEPTHKAIbHBIX KIETEH ¢ OLEHKOMH
TEOMETPUYECKHUX napaMeTpoB. KainbpoBka BajKOBOro MHCTPYMEHTa — OfHOpaanmycHas. ONpeneseHbl U 3aMePEeHbl SHEPTOCHIIOBBIC MTapaMeTphl
nporecca, KOTOPbIE BIUSIOT Ha KAY€CTBO FEOMETPHUH 3arOTOBKH. AHAJIN3 TEOMETPHUYECKHX MapaMEeTPOB MOIyYEHHON 3arOTOBKHU BbISIBHII 1€(EKThI
THIa Top Ha MPaBOH KPOMKE 3arOTOBKH MEXIY BTOPOM 3IDKEPHO U TpeThell POPMOBOUHOIM KiIeTIMU. AHATOTMYHbINH 1e(eKT BbISBICH Ha JICBOM
KPOMKE 3ar0TOBKU Ha MEKKJIETEBOM PACCTOSIHUM TPETheH (POPMOBOUHOMN M 9/KEpHOH KiieTsiMu. J1ist yerpanenus nedexroB Ha pOPMOBOYHOM ydacT-
K€ MepecTpanBail TOPU30HTAIBHbIE KIETH TaK, YTOOBI YCHINS MO NMPUBOJHBIM KJIETSIM ObUIH MICHTHYHBI. [locienoBareslbHO OBIIN ONPE/E/ICHBI
9HEPrOCHIIOBBIE TAPAMETPBI NPOLECCca: TAHYIME YCHIIUS MPUBOAHBIX KIIETeH, 3HAYE€HUsI CONPOTUBIICHUH MEPEMEILEHHIO TTOJI0CHI 110 MPUBOIHBIM
KJICTSIM ¥ BEPTHKAJIbHBIC YCHIIUSI (JOPMOBKH. PacyeTsl [0 ONMpeIeieHUI0 SHEPIrOCUIIOBBIX [IAPAMETPOB BBITIONHSIN C YIETOM OCHOBHBIX TEXHHYEC-
KUX [apamMeTpoB 110 JByM MeToaukaM. [lepBas MeToAMKA YyUUTBIBAET TEOMETPHUECKUE MapaMeTphbl ChOPMOBAHHOI 3arOTOBKH M ITAPAMETPhl 0uara
CBOpAuMBAHKs C YYETOM 30HbI BHEKOHTAKTHOW Jnedopmaumnu. Bropas Metoquka 6a3upyercst Ha yuere KOHTAKTHOIO B3aHMOJCHCTBHUS 3aTOTOBKH
1 IPO(UIMPOBAHHOTO MHCTPYMEHTA 110 cedeHusIM aedopmaruu. PacxoxkaeHne pacueTHbIX M HKCIIEPUMEHTANIBHBIX JAHHBIX COCTaBHIO § — 12 %.
Tocne KOppeKTHPOBKU TEXHUYECKHX MapaMeTpoB mporecca (POPMOBKH U MEPEHACTPONKU BAIKOBBIX KaIHOpOB Oblia copMoBaHa OesnedexTHast
TpyOHas 3arotoBka. CpaBHUTENbHBIN aHAIN3 PACYETHBIX U AKCIIEPUMEHTAIbHBIX TPAGKTOPHH KPOMOK MO KJIETSIM M0 BBICOTE M IIMPUHE MOKa3al
PacXOXICHUs pe3ylbTaToB B mpeaenax 6 — 9 %. Ilpu ucciaenoBaHUN TeOMETPHIECKHX MAapaMeTpoB odara Ae(hopManiy yIUThIBAIN KOHTAKTHYIO
Y BHEKOHTAKTHYIO 30HbI O4ara CBOpauMBaHHs M yUaCTOK paclpyKUHUBaHUs. Paccuntansl mapameTpbl HOpMOU3MEHEHHs TPYOHOI 3ar0TOBKH B MO-
HOTOHHOM U BaJIKOBOM o4arax ()opMOBKH. AHaJIN3 IPOBEICHHBIX PE3YJIbTATOB IT0Ka3a, 4T0 HOPMOU3MEHEHUE 3aTOTOBKH COOTBETCTBYET IPHHSITHIM

TIOJIOKEHHUAM O XapaKTePe N3MCHCHUSA TCOMETPUM 3arOTOBKU B BaJIKOBBIX MPUBOAHBIX KaJ’lHGan.

Kniouesvie cnosa: nenpepoiBHas popmoBka, TOCA, HOpMOBOUHBIN CTaH, 3MEKTPOCBapHas TpyOa, BasikoBasi (HOPMOBKA, MOJICTHPOBAHHE, BAJIKOBBINA HHCT-

PYMEHT.
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[ BBEAEHUE

B mHacrosmee BpeMst MPOU3BOACTBO CBAPHBIX TPYO Me-
TOJIOM HETPEPBHIBHON BaJIKOBOW (POPMOBKM B JTUHHSX HE-
MIPEPBIBHBIX TPYOOAIEKTpOCcBapouHbIx arperatoB (TOCA)
peanr30BaHO Ha METAJUTYPrHUeCKUX 3aBO/IaX, Ha KOTOPbIE
MIPUXOANUTCS OCHOBHOH 00BEM TIPOM3BOACTBA CBapHBIX
Tpy0 auam. ot 50 1o 530 Mm. JIOCTYIHOCTb U yBEIUUCHUE
KOJIMYeCTBa JIMHUH TI0 M3TOTOBJICHHUIO CBAPHBIX TPyO Ma-
JIOTO U CPE/IHET0 IUAMETPOB OOBACHSIETCS TEXHUKO-DKOHO-
MHYECKAMH NPEHMYIIECCTBaMHU ATOT0 Meroma. Ha mambix
MPEINPUATHIX U3TOTABIMBAIOT CBapHBIE TPYObI B HEOOIb-
mux o0beMax.

B HUTY «MUCuC» yxe moutu 50 ser Ha kadeape
OM/]] BemyTcs WCCneIOBaHUS IPOIECCOB MPOM3BOICTBA
MIPSIMOIIOBHBIX CBAPHBIX TPYO, K KOTOPBHIM OTHOCHUTCS U He-
npepbiBHass GopMoBka B juHUAX TOCA [1, 2]. Bonbmoe
KOJIMYECTBO MOJACPHU3ALUN U PEKOHCTPYKIIUK BBITIOJTHEHO

B TpPyOO3JIEKTPOCBAPOUHBIX II€XaX pa3IM4YHBIX 3aBOJIOB.
Pa3zpaboTaHbl M TIpaKTHYECKH ONMPOOOBAHBI HOBBIE CXEMBI
M CIIOCOOBI MTPOM3BOJCTBA CBAPHBIX TPYO MAajoro M cpei-
HEro JUaMeTpoB.

HenpepriBHas BankoBast HOpMOBKa SIBISIETCSI OCHOBHBIM
CTII0COOOM MPOM3BOJCTBA AEKTPOCBAPHBIX MPSMOIIOBHBIX
TpyO Majioro u cpefHero auaMeTpos. Bompocamu uccie-
JOBaHMS HEMIPEPHIBHOHN (DOPMOBKH 3aHUMAJIHNCh TAKUE yUe-
ueie, kak S.JI. Barkun, B.J1. XKykosckuii, FO.M. Marsees,
I'A1. T'yn, B.A. PeiMoB. B ux uccienoBaHusx U3J105KeHbI Te-
OpETHYECKUE U IKCIEPUMEHTAIbHbIE METOIUKU U3YUYESHHS
TEOMETPHUH ITOJOCHI IO JUTHHE o4yara (opMOBKH, ompesene-
HUS HAIIPSDKEHHO-/1€()OPMUPOBAHHOTO COCTOSIHUS I1OJIOCHI,
SHEProCUJIOBBIX U KUHEMaTHUECKUX [TapaMeTPOB IIpoLecca
HENpPEepbIBHON BaJIKOBOM ()OPMOBKHU.

B paborax [1 — 3] npeacraBieHsl MaTepHalbl, B KOTO-
PBIX XapaKTepHU3YIOTCsl M ONpPEAENSIOTCS MapameTphl He-
IPEPBIBHON (POPMOBKH TPYO. DKCIIEPUMEHTAIBEHOE H3yUe-

531



M3BECTHUS BBICIIUX YUYEBHBIX 3ABEAEHUIN. YHEPHASL METAJIJIYPrus. 2019. Tom 62. Ne 7

HHUE TPOAOILHOI AedopMaIuy MOIOCH HA MEXKJIETCBOM
pacCTOSTHUY TIPOBO/IMIIU C IPUMEHEHUEM TeH3oMeTpuu [ 1],
OTHAKO TPYAOCMKOCTb U OrpaHUYCHHOCTH IO JJIMHC O4Ya-
ra He TO3BOJHJIM TOT METOI IMPUMEHSTH B JalbHEUIIEM.
BI)IH.ICHCPC‘II/ICJICHHI)IC TCOPCTUYCCKNUEC METOAUKU CTPOH-
JHCh HA CEPhE3HBIX IOMYIICHHSX, KOTOPbIe HEOOXOANMO
OBLIO YTOYHATH SKCNEPUMEHTAJIbHBIMU UCCIICAOBAHUSAMU.

- OKCNEPUMEHTA/IbHbIE UCCNEAOBAHUA

HccnenoBanust mpormecca HEMPEphIBHON (HopMOBKH
3NEKTPOCBAPHBIX TPYO OCTAIOTCS aKTyalbHBIMU U ceifuac
C LIENBIO BBISIBJICHHUS HOBBIX 3aKOHOMEPHOCTEH HampsHKEH-
HO-J1e()OPMHPOBAHHOTO COCTOSHHS MOJIOCHI B 3aBUCHMO-
CTH OT INapaMeTpPOB O4YaroB CBOpaunBaHMs. Pu3ndeckue
9KCIIEPHMEHTHI TIPOBEICHBI HAa peaibHOM MeTajuie U 000-
PYIOBaHHU.

B nacrosiee Bpems kadeapa OMI HUTY «MUCuCy»
obrmamaer o0OpyIOBaHHEM JUII MOACTHPOBAHHS (POPMOB-
KM CBapHbIX NPSAMOLIOBHBIX Tpyd [4 —6]. Hdns monenu-
pOBaHMS HENPEPLIBHOH (OPMOBKH TPyO HCHONB3yeTCs
ycranoBka TOCA 10-50, xoropasi OCHalleHa CHUCTEMOIl
VIpaBJICHUS, BKIFOYAIOIIEH HACTPOHKY Jie(hOpMaIIMOHHOTO
HMHCTpyMEHTa pabouux kiereil. s onpeneneHus 3Hepro-
CHJIOBBIX IapaMeTPOB HA KIETSAX YCTAHOBJICHA TCH30MET-
pudeckas cucTeMa, MO3BOJIIoNas (UKCHPOBATh YCHIIUSA
(OPMOBKH TI0 KJIETSIM U BBIBOAUTH JAHHBIC B IPOrpaMMe
xommbiotepa TOCA. Bo Bpems mporecca (pOpMOBKH MOJIO-
CBHl B TIPOTPAaMMHOM OOECIICUCHHN HPETyCMOTPEHA OMIINS
perucTpanny AaHHAIX ¢ mocTpoeHueM rpadukos B Excel.

Hosast sxcnepumenTanbHas ycraHoBka TOCA conep-
XKHT B CBOEM cOCTaBe ()OPMOBOUHBIH, CBAPOUHBIH 1 KaJHO-
poBounblii ctansl TOCA. OOopyaoBaHHEe W WHCTPYMEHT
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Puc. 1. [TapameTpsl HACTPOUKH (GOPMOBOIHOM KIETH

Fig. 1. Settings of the molding stand
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MO3BOJISIIOT OJJHOBPEMEHHO H3y4aTh T'€OMETPHUCCKHUE Ma-
paMeTphsl TpyOHOH 3aroTOBKH IO BCEMY OYary CBOPadH-
BaHMS JUIS TaHHOTO TUIOpa3Mepa TpyOsl, a TaKXKe MEHSTh
TeOMETPUYECKUE TTapaMeTpPhl Ouara CBOPaIHBaHUS 32 CUCT
YBEJIMYCHUS NI YMCHBIICHUS JIJIMHBI O4ara (MCHHT]) KOJIN-
9eCTBO (DOPMOBOUHBIX KIICTCH).

ITpu HacTpoiike pabouero MHCTPyMEHTa PabOUUX Kie-
Tel (puc. 1) HeoOX0AUMO COOITIONATH PSIJT YCIIOBHIA: BBIIOJI-
HEHHE CTPOTOH COOCHOCTH BEPXHETO M HUXKHETO BAJIKOB,
I7e CMEIICHHE OCH BEPXHETO BajKa OTHOCHUTEIHHO OCH
HIDKHETO Baska paBHO Hyio (6 = 0); ymisl moBopoTa oceit
BEPXHETO W HW)KHETO BaJKoB paBHEI Hymto (Y = 0); BepTH-
KaJIbHOE PAacCTOSIHUE A1 10 Bajla OTHOCHUTEIILHO JIEBOU CTOM-
KH PaBHO PACCTOSHHUIO A, 10 Bajla PaBoii CTONKHM (4, = 4,,
Ay =A,); TOPU30HTAJILHBIE PACCTOSHUS 110 OCEH BEPXHETO
¥ HIDKHETO BaJIOB UIEHTHYHBI (B, = B, = B, = B,).

Paboune knern no auxun GopmoBkn TOCA ycraHas-
JMBAIOTCS TI0 TOPU30HTAIHM OTHOCHUTEIBHO JTHA HIKHETO
Bajka (puc. 2).

- METOAMUKA PACHETA MPOLECCA ®OPMOBKU

B Hacrosimield pabote moctapieHa 3a/adya MpoBEICHUS
(U3HMUECKOTO U TEOPETUUECKOTO MOAEIUPOBAHUS MPOLEC-
ca ¢opmoBkH Ha 0aze skcnepumenTanbHoro TOCA 10-50
Uit TpyObl 50x1 MM, TIOJTydeHHST ¥ OLICHKH Ka4yecTBa JKC-
MEPUMEHTAILHBIX 00PAa3loB, KOPPEKIUH TEXHHUYESCKUX
napaMeTpoB (POPMOBOYHOIO CTaHa JIsl OJTYUYEeHHs KauecT-
BEHHOM 3arOTOBKH, a TAK)KE CPABHEHHSI 3aMEPEHHBIX CHIIO-
BbIX IApaMETPOB MPOLECCa C PACUETHBIMU.

B Tabn. 1 mpencraBneHs! mapaMeTpsl BaIKOBOTO WHCT-
pyMeHTa.

Ha puc. 3 mokazaHsl KalTuOPHI BAIKOBOTO HHCTPYMEHTA
C TEOMETPUYECKUMHU MapaMeTpaMu.

Just TpyOb1 pazmepoM 50X1 MM BBITTOJHEHBI PACUEThI
rapaMeTpoB AJii MOHOTOHHOTO M BajKOBOro oyara ¢op-
MOBKH (pHC. 4).

[TonmyueHHbIH 3KcIIepUMEHTaNIBHBINA 00pa3el] npeacTaB-
JIeH Ha puc. 5.

B Tabn. 2 mpuBeneHsl mapaMmeTphl 1Mo (UKCHPOBAH-
HBIM CeYeHHM (10 KayuOpam) s TpeX o4aroB cBOpa-
YUBaHHUS.

I'padoananuTudeckoe CpaBHEHHE PE3YIBTATOB MpE-
CTaBJIEHO Ha puc. 6.

Lo pabouezo npoduna nudicnezo eanka

Ban Pebopoa Hudicnezo sanka

Puc. 2. Hacrpoiika kanmu6pos TOCA

Fig. 2. TESA pass alignment
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Tab6nunal
Kaun6poBka BaJa1KoBOro HHCTPYMEHTA
Table 1. Roller alignment
Kners | R ,MM | ¢.,pax | R ., MM B ., m B ., MM DH.,MM D, .,mm | D ,mMm| D_ . MM
H.1 1 B.l Ki B.l HIl Hp! BI. Bp1
1 140,00 1,28 139,00 167,04 180 70 125,28 120 66,22
2 70,00 2,56 69,00 134,06 150 70 169,65 150 55,76
3 46,67 3,84 45,67 | 93,33 120 70 163,33 170 140,79
4 35,2 5,11 34,20 70,00 90 70 140,00 190 183,62
e Yeunust GOPMOBKH MOJIOCHI B KaTHOpe ONMpeNesuiu 1Mo
; hopmyne
[ 2
[ o, mS°l
1! P=01+p)——/—, (1
< [ g 1,55,
:Bni al
IR R S R Q| r1xe p— koabdunmenT pacupykunHBaHuS; M =2 — k0> Hu-
[ LMEHT YyIPOYHEHUs METaIIa; /[, — JKMHa o4ara (OPMOBKH
[ B KJIETH.
Q’:} [ PesynbraTel pacyeToB mpeACTaBICHEBIB TA0MI. 3.
3 B, ! B coorBercTBHY ¢ aHAIU30M [IapaMETPOB IOy YEHHON
Q 3arOTOBKH Ha IIEPBOM (HOPMOBOYHOM yUACTKE, BKITIOYATO-
< ToNRY ~ meM ropusoHTanbHyIo KieTh (I'K) 1 u smkepHyto Ki1eTh
_ QE‘; (OK) 1-2, 3aroroBka copmoBaHa kayecTBeHHO. Ha BTO-
Q% 1 N R SR poM yuactke, BkiarodaromeM I'K 2, OK 2-3 uI'K 3, na npa-
. - By BOW KpoMKe Ha MexkieTeBoM paccrosiuun DK 1-2, TK 3
[ s ]]Q=
/ /-\ y;q”( H];q”( H o
| BH/ BH[ L 5 B B
qu,,K ]|_13¢.|< fr4d).l<
a 6 |
Puc. 3. KanuOpsl BaIKOB: 1-2 T2xn. 23 3xkn. 34 T4k 5
a—<180°% 6 —>180°
a
Fig. 3. Roll gauges: Bn B"
a—<180°; 6 —>180° 4k
| W . T |
AHanu3 Mmoxaszai, 4YTO PacXOXkJIEHUE TPACKTOPUHU KpO- A
MOK IO KJIETSIM IO BBICOTE M ILIMPHUHE HE IPEBBIILIACT Bupx
6 — 9 %. DTO 3HAUUT, YTO METOAMKA pacueTa MmapameTpoB 5 B 5
1T 7‘BTC‘),K7 ~P2hx 733(')].1( B
BaJIKOBOTO O4ara KOppeKTHa.
Jns uccnenoBanus KadecTBa (POPMOBKH ONpeEENICHbI Lxn 12 21 23 3x1 34 4xn 5
Y 3aMepeHbI YHEPTOCUIIOBBIE TTapaMeTpsI mporecca [7 — 117. 5

Ha 6a3e metomuk [12, 13] mocnenoBaTeibHO ONIPE/IEIICHBI:
TSHYIINE yCUINS TPUBOJHBIX KIIETEH, 3HAYCHUS COMIPOTHB-
JICHU! TI0 TPUBOAHBIM KJIETSIM M BEPTUKAIBHBIC YCIIIHSI
(hOpMOBKH.

Jlns pacueTta MCIOJB30BaHbI CIICYIOIIME JaHHbIE: R —
paanyc Hapy>KHOH MOBEPXHOCTH 3arOTOBKH; S — TOJIIIMHA
HoJOChI; b, — mmpuna kanmubpa; 6, = 300 MIla — npenen Te-
Ky4eCTH Marepuana 3arotoBkw; £ = 2-10° MIla — monyns
ynpyroctu Marepuana; IT = 1000 MIla — Mmogyns ynpouHe-
HUS MaTepraa Ipy pacTsDKCHNH.

Puc. 4. IIpoexuun ouaros cBOpaunBaHHs TPyOHOU 3ar0TOBKH
1151 MOHOTOHHOTO 1 BaJIKOBOTO 04ara ()opMOBKH:
a — BBICOTA IPO(UIIL 3aTOTOBKHU B KIIETAX M HA MEXKIICTEBBIX
PacCTOsIHUSX; 6 — IUPUHA MPOGUIIS 3arOTOBKH B KIIETSAX
1 Ha MEKKIICTEBBIX PACCTOSHHAX

Fig. 4. Projections of the focuses of pipe billet folding
for monotonous and pass forming centers:
a — values of heights of the billet profile in stands and at the distances
between stands; 6 — values of widths of the billet profile in stands
and at distances between stands
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DOpMOBOUHBII DOpMOBOUHBII DopMOBOYHBII
ydacTok Ne 1 yudacTok Ne 2 yuacTok Ne 3

1 xa. 1-2 2 K. 2-3 3 k. 3-4 4 k. 5

a

DopMOBOUHBIN DOopMOBOUYHBIN DOpMOBOYHBII
yuacTok Ne 1 yuactok Ne2 yuacTok Ne 3

1 k. 1-2 2 . 23 S\?:bf) 3 K. 3-4 4 xn. 5
6

Puc. 5. 3aroroBka nocie GopMOBKH:
a — Buz COOKY; 6 — BUJ] CBEPXY

Fig. 5. Billet after molding:
a — side view; 6 — top view

Tabnuma?2

ITapameTpsbl 1151 04aT0B CBOPAYUBAHUS

Table 2. Parameters of folding centers

3HaueHue napameTpa o cedeHusM pabouux kanudpos TOCA
112 2 | 23| 3 | 34| 4 | 5
MOHOTOHHBIH OYar cBOpa4MBaHUs
B, MM 78,67 | 72,57 | 66,48 | 57,58 | 48,68 | 38,57 | 28,46 | 28,15
H, Mm 22,80 | 32,43 | 42,06 | 48,53 | 54,99 | 57,53 | 60,07 | 63,14
BankoBblii ouar cBOpaunBaHus
B, MM 78,67 | 79,41 | 66,48 | 69,20 | 48,68 | 53,92 | 28,46 | 35,87
H, Mmm 22,80 | 20,82 | 42,06 | 38,96 | 54,99 | 52,21 | 60,07 | 59,17
OKCTIepUMEHTANBHBII 0Yar CBOpaunBaHU (TIOCIIE PacTpyKUHUBAHNSA)
B, MM 78,60 | 76,50 | 65,40 | 65,10 | 52,25 | 46,50 | 34,10 | 36,32
H, mm 19,30 | 22,60 | 43,10 | 41,80 | 52,40 | 56,30 | 60,50 | 61,10

[Tapamerp

100

100

~
[$)]
T
(9%}

75

50

25

N
[¢)]
T
[

Buvicoma kpomxu, Mkm
1<%
S
T
Paccmosinue
MencOy KPOMKAMU, MKM

0 lgn 1-2 2xn. 23 3xn 3-4 4xn Sk 0 lgn 12 2xn 2-3 3xn 34 4xn Sku

Puc. 6. Tpackroprn KpoMOK TpyOHO#! 3arOTOBKH JUISl TPEX OYaroB CBOpaYMBaHMS:
@ — 110 BBICOTE OYara CBOpayMBaHMs; O — 110 MIMPHHE o4ara CBOPA4YMBaHuUs; / — SKCIIEPUMEHTANIBHBIN; 2 — TEOPETUUCCKUIL; 3 — MOHOTOHHBII

Fig. 6. Trajectories of edges of the billet for three folding focuses:
a — along the height of the folding center; 6 — along the width of the folding center ; / — experimental; 2 — theoretical; 3 — monotonous
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Taodonuma3l

JHeProcuJIoBble NapamMeTpbl

Table 3. Power parameters

3HaucHUE apaMeTpoOB Il YHaCTKOB

ITapamer
P P 1 1-2 2

2-3 3 3-4 4

P, H 43,33 | 120,40 | 88,95

100,57 | 152,28 | 81,03 | 200,72

P _.H 97,93 | 9,79 | 117,52

con’

11,75 | 137,10 | 13,71 | 156,69

P_.H 107,72 - 145.4

M’

- 150,81 - 172,36

L, mm 32,08 | 13,52 | 45,80

17,30 | 48,67 | 15,48 | 42,25

BO3HHUKJIA roppa ¢ napamerpamMu A = 3,6 mm. Ha Tpethem
yuacTke, BkitouatonieM 'K 3, DK 3-4 u ['K 4, na neBoit
KpoMmke Ha MexkieTeBoM paccrosiuun 'K 3, OK 3-4 Bo3-
HHUKIIA TO(pa ¢ mapameTpamu A_= 5,3 MM.

AHanmu3 mokaszaj, 4To oOpazoBaHUE TO(pHI Ha Tpa-
BOH KpOMKE BTOpPOTO (DOPMOBOYHOTO ydYacTKa MPOU-
301IJI0 M3-3a TOTO, 4TO moamop (Tsauymiee ycunue) ['K 2
(27,9 H=145,4-117,5 H) no 3HaueHWsIM NPEBHIIIAET B
nBa pasa taaymue yeunust ['K 3 (13,7 H). Takoe cooTHOTIIIE-
HUE TIHYIIMX YCHIUH NPUBEIO K CMEIICHUIO TpyOHOI 3a-
TOTOBKH 1 00pa30BaHuio rodpa. st ycTpaHeHHs TPUIHHBI
HEOOXOMMO TaK HACTPOUTH FOPU3OHTANILHBIC KJIETH, YTO-
OBl yCHIIHS TI0 IPUBOJHBIM KJIETSIM OBLTH HACHTHIHB! ['K 2
(27,9=145,4—-117,5H) u TK3 (28,9=166-137,1 H).
Veenuuenune tanymux ycwnnid B 'K 3 ¢ 13 H mo 28,9 H
obecrieuymiid 3a c4eT JOMOJHUTEIHHOTO TPUKATUS BEpX-
HEro Bajka. J[J1s1 3Toro moHago0MIIOCH OITyCTHTh BEPXHUMA
Basiok Ha 0,17 Mm.

O0pa3oBanue roppsl Ha JEBOH KPOMKE TpeThero Gop-
MOBOYHOTO Y4acTKa MPOM3O0ILIO M3-3a TOTO, YTO IMOJIOP
(tstaymmee yeunue) 'K 3 (13 H) mo 3naueHusM nipeBbImaeT
Tsanyiee (Topmo3ssiuee) yeunue ['K 4 (-2,39 H), y xotopoit
TAHYILUE CHJIBl OTCYTCTBOBAIM (BO3HUKJIM TOPMO3SILUE
ycunusi). Takoe COOTHONICHHE TAHYIIUX YCHIIUI MPHUBEINO
K CMCIICHUIO TPYOHO 3ar0TOBKH M 00pa30BaHUIO To(pa Ha
yuactke ['K 3, OK 3-4. JIng ycTpaHeHus: NpHIUHBEI 00pa3o-
BaHMA To(h)pa HACTPOMIH TOPH30HTAIBHEIC KIETH TaK, YTO
TsHymue yeunus ['K 4 (43,3 =200 — 156,7 H) npessiimanu
taaymwme yeunust ['K 3 (28,90 = 166 — 137,1 H). M3mene-

Hue TaHyumx ycuiauit B 'K 4 3a cuer nOmomHUTENHHOTO
MIPHXKATHsL BEPXHEro BajKka 00eClednio M3MEHEHHE YCH-
muit ¢ —2,39 H na 43,31 H. []ns sToro omycTunm BepXHUHA
Basok Ha 0,21 MM.

CKOppEKTUPOBAaHHbIE pacyeTHbIE JaHHBIE SHEProCH-
noBeIx mapameTrpoB (DCII) mo mporeccy HpencTaBICHB
B Ta0I. 4.

IMocnenyromnye 5KCIEPUMEHTHl MO3BOIHMIN TIOTYYHUThH
KaueCTBEHHYIO TPYOHYIO 3aTOTOBKY (pHC. 7).

ITpu orieHke kayecTBa POPMOBKU BAKHYIO POJIb HTPAIOT
3HAYEHUSI SHEProCUJIOBBIX MMapaMeTpPoOB U paclpeesieHue
WX MO TPUBOAHBIM KieTsM ctaHa [14 — 18]. PaBHOMep-
HO€ COOTHOIIEHHUE TSHYLIMX YCUIUI U pacrnpeneieHne ux
M0 COCEIHUM KJIETSM O0€Cle4YrBaeT YpPaBHOBEIICHHYIO
HArpy3Ky Ha 3arOTOBKY IpPH HENPEPHIBHOM (HOpMOM3MeE-
HEHUHM W TIO3BOJSIET CTa0MIM3MPOBATh OdYar CBOpavMBa-
Hus [19 — 21]. Pacuernsie metomuku omnpeneneHust DCII
YYUTBHIBATIM MAaKCUMAJIbHOE YHMCIIO TEXHUYECKUX MapaMerT-
poB. B Hacrosmiel paboTe pacdeT MpOBEAEH 110 METOAU-
kam [12, 13]. MeTtoauka [12] yuuTeIiBaeT reoMeTpuiecKkue
mapamMeTpsl C(OPMOBAHHOH 3aroOTOBKH W OCOOCHHOCTH
y4acTKa oyara CBOpauMBaHUs C y4€TOM BHEKOHTAKTHOM Jie-
(opmarmm. Metonuka [13] 6a3upyercst Ha ydeTe KOHTaKT-
HOTO B3aWMOJICHCTBUSL 3arOTOBKUA U TPOQHIUPOBAHHOTO
WHCTPYMEHTA 110 CEUCHUSIM e(popManii. AHATUTHIECCKOES
CpaBHEHHE YCHIWH (POPMOBKH MPEJCTABICHO Ha pHC. 8.
3HavYeHUs yCHIIHKA (POPMOBKH IO KJICTSIM IO MeTOuKe [12]
Y OKCIIEPUMEHTAIBHBIM 3aMepaM OTJIMYAIOTCS HEe3Hauu-
TenpHO, HA 6 — 8 %, ¢ Meronukoii [13] —Ha 8 — 12 %.

Tadonumad

PacueTHble T1aHHBbIE JHEProCUJIOBBIX MapaMeTpoB

Table 4. Calculated data

on power parameters

3HaucHue napaMeTpoB U1l YHaCTKOB

[Tapame
et S 1-2 2

2-3 3 3-4 4

P, H 43,33 | 18,26 | 88,95

33,60 | 152,28 | 48,42 | 200,72

P _.H 97,93 | 1,46 |117,52

con’

2,69 | 137,10 3,87 | 156,69

P ,H 120,00 - 145,36

TsIH

- 166,00 - 200,00

L, mm 32,08 | 13,52 | 45,80

17,30 | 48,67 | 15,48 | 42,25
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DopMOBOUHBIH
ydactok Ne 1

DopMOBOYHBIH
\ ydacTtok Ne 2

DopMOBOYHBIH
yuacTok Ne 3

1 xa. 1-2 2 k. 2-3

DopMOBOUHBIN
yuaactok Ne 1

DopMOBOYHBIH
yuacTok Ne 2

3 k. 3-4 4 k. 5

DOpMOBOYHBII
yuacTok Ne 3

1 xa. 1-2

2 K. 2-3

3 k. 3-4

Puc. 7. 3aroroBka nocie opMOBKH cO cKoppekTHpoBaHHbIME DCI1:
a — BUJ COOKY; O — BUJI CBEPXY

Fig. 7. Billet after molding with corrected ESP:
a — side view; 6 — top view

VYeranoska TOCA 10-50 pacmmpsieT TpaHUIBI UCCIIET0-
BaHUS Tpoliecca HernpeprlBHON (opmoBkH. Ee KOHCTpPYK-
IUST TIO3BOJSIET M3MEHATH MapaMeTpbl OYaroB CBOpPAYH-
BaHUS: MEXKKJIETEBOE PACCTOSIHUE, KOMIIOHOBKY KJETeH,
TEOMETPHUI0 HHCTPYMEHTA, KHHEMAaTHIECKHE YCIOBHS (op-
MOBKH, TPAaeKTOPHM CBOpauMBaHUs Mosockl. s onpene-
nenust DCII GopMOBKH B KIIETSX YCTAaHOBJICHBI TEH30/aT-
YUKH, KOTOpbIE (PUKCUPYIOT YCHIINS B Ipouiecce POPMOBKHU.
OCII oToOpaxaroTcst B MPOrpaMMHOM 00ECIICYCHUH B BUJIC
rpauKoB, B KOTOPBIX MOXKHO OIIPEEIIUTh YCUIIHS TIPH BXO-
Jie TIOJIOCHI B KJIETh, IIPU BBIXOJIE MOJOCH U3 KICTH U MPH
YCTaHOBUBILIEMCS Tpoliecce HeNPepbIBHON (POPMOBKHU.

Taknum 00pa3om, OCBOCHHAS IKCIICPUMEHTAIBHAS yCTa-
HOBKA MO3BOJIMT UCCIIEOBATh T€OMETPUUYECKUE MTapaMeTpPhl

300

N
S
S

Yeunue, H

100

0 1 1 1 1 1
1,0 1,5 2,0 2,5 3,0 3,6 4,0

Homep ¢popmosounoii knemu
Puc. 8. Yemnue GpOpMOBKY O KIICTSIM:

1 — 110 aHHBIM paboThI [12]; 2 — SKCIIEpHMEHT;
3 — 1o maHHEIM pabdoTsr [13]

Fig. 8. Forming force on stands:
1 —based on work [12]; 2 — experiment; 3 — based on work [13]
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B IIUPOKHX Ipeesax, a TakkKe HampsHKeHHO-Ie(hOpMUpPO-
BaHHOE COCTOSIHUE 3arOTOBKU M YHEPTOCHIIOBBIE MTapaMeT-
pBI IIporiecca.

[ BuiBOAbI

ITposepens! n Hactpoensl kamuOpel TOCA 10-50 Ha
Y4acTKe OTKPBITBIX KJIETEH, MPOBEICH HKCIIEPUMEHT IS
TpyObl muam. 50 u creHkoi 1 MM. DKCHepUMEHT MoKasall,
9TO Ha IMepBOM (HOPMOBOYHOM yUaCTKE 3arOTOBKa CPOPMO-
BaHa KadecTBeHHO. Ha BTOpoM H TpeTbeM (POPMOBOUHOM
yJacTKax BO3HUKIM TO(PPHl COOTBETCTBEHHO Ha MpaBOI
Y JICBOM KPOMKaX 3arOTOBKH M OOKOBOE CMEIlleHHE. AHAIN3
KauecTBa (POPMOBKH yCTAaHOBHII, YTO 0Opa3oBaHUE TOQpHI
Ha TIPaBOH KPOMKE BTOPOTO (POPMOBOYHOTO YIACTKA IPOH-
3011110 U3-3a Toro, uto noanop I'K 2 npessimaer B 1Ba paza
Taaynme yeuwausa 'K 3. Oto npuseno k 60KoBOMy cMeltie-
HUIO TPYOHOIi 3arOTOBKM W 00pazoBaHHi0 rodpsl. O6pazo-
BaHUE TO(pPBI HA JIEBOI KPOMKE TPETHETO (POPMOBOUHOTO
y4acTKa MPOU30LLIO KU3-3a TOro uto, noAmnop 'K 3 mpessi-
maer tanymme ycunus 'K 4. [nsg ycrpaneHust negexros
Ha BTOPOM H TpeTheM (POPMOBOYHOM YUACTKAX HACTPOMIIH
TOPU30HTANBHBIC KJICTH TaK, YTOOBI YCHITHUS ITO TTPUBOIHBIM
KJIETSIM OBUTH WACHTUYHEBI. YCTAaHOBJIEHO, YTO PaBHOMEPHOE
COOTHOIICHUE TSIHYIINX YCHIIMA W pacIipelelieHue X IO
TIPUBOIHBIM KJICTSIM 00CCIICYNBacT CTAOMIFHOE M YCTOHYIH-
BOE€ (pOpPMOM3MEHEHHE TPyOHOI 3aTOTOBKH.
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MODELING OF LONGITUDINAL WELDED PIPE FORMING IN OPEN ROLLING PASS
UNIT OF ELECTRIC WELD PIPE MILL

S.V. Samusev, V.A. Fadeev

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

Abstract. The results of theoretical and physical modeling of pipes for-

ming process are described. Experiments on strip billets forming were
carried out on 10-50 pipe-welding mill for a pipe 50 mm in diameter
with Imm wall. Forming of pipe billets was carried out at unit of
forming horizontal and vertical stands with estimation of geometrical
parameters. Roll drafting is one-radial. Energy-power parameters of
the process that affect quality of billet geometry were determined and
measured. Analysis of geometric parameters of resulting billet has re-
vealed defects of buckling type on the billet’s right edge between the
second edger and the third molding stand. Similar defect was detec-
ted at the left edge of the billet at a distance of the third molding and
edger stands. To eliminate defects in forming section, shaping stands
were rebuilt so that forces on drive cells were identical. Energy-force
parameters of the process were sequentially determined: pulling for-
ces of drive stands, resistance to strip movement and vertical mold-
ing forces. Calculations for determining energy-force parameters
were performed taking into account the main technical parameters
using two methods. The first technique takes into account geometric
parameters of molded billet and parameters of working zone with
the zone of non-contact deformation. The second method is based

on consideration of contact interaction between the billet and shaped
instrument along the deformation section. Discrepancy between cal-
culated and experimental data was 8 — 12 %. After adjusting techni-
cal parameters of the molding process and the passes re-adjusting, a
defect-free pipe billet was formed. Comparative analysis of calcu-
lated and experimental edge trajectories along the height and width
of the cages showed discrepancy in results in range of 6 — 9 %. While
studying geometric parameters of the focus of deformation, contact
and non-contact zones of working zone and area of sprinkling were
taken into account. Parameters of the pipe billet shaping in monoto-
nous and roll forming centers have been calculated. Analysis of the
results has shown that change in billet’s geometry in shaping stand
corresponds to the accepted statements of billet’s geometry changes
in rolling pass.

Keywords: cold roll-forming, TESA, molding mill, electric-welded pipe,

roller forming, modeling, shaped roll.
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