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Annomayus. IlpoBesieH aHanu3 mpolecca NpoiuBky U packatku Tpy6 Ha TITIA 70-270 AO «BbIKCyHCKHI METaTyprudecKiid 3aBO € TOYKH 3PEHHUS

sHeprocuoBbix napamerpos (JCII), BpeMeHH NPOLIMBKY U FEOMETPUUECKUX Pa3MepOB TPYO. BhINOIHEHO cOnocTaBIeHNE OTyYEHHBIX PE3yIbTa-
TOB C pe3y/ibTaTaMi KOMIIBIOTEPHOTO MOJICTHPOBaHHs B mporpaMMHoM KoMiuiekce QFORM 3D. Jlnst MozienupoBaHust CIIPOSKTHPOBAHBI OYark Jie-
(hopManuu a1 NPOLIMBKH I'Milb3bl pazmMepamu 203%16,5 MM 3a OJJMH ITPOXOJ HA ONpaBKe AuaM. 162 MM U 3a [iBe OIepalyy IPOLIUBKU 1 PACKATKH Ha
onpaBkax auaM. 76 u 162 MM cooTBEeTCTBEHHO. M3 MoMydYeHHBIX JaHHBIX 110 YHEPTOCHIIOBBIM MapaMeTpaM yCTAaHOBIICHO, YTO C TOUKU 3PEHHS DHEP-
rosarpar IpoIlMBKa B OJMH IIPOXOJl Ha ollpaBke AuaM. 162 MM npescTasisieTcs 6onee LenecoodpaszHoit. OfHaKo IpU NPOIIMBKE 32 OJHY ONEPaLUIo
PE3KO CHMIKAETCSI H3HOCOCTOHKOCTD OIPABOK, TAK KaK YBEIUYMBACTCS BPEMsl KOHTAKTA MEXK/y HHCTPYMEHTOM M FOPSIYMM METa/IOM. DTO HPUBOJIUT
K CHIDKEHHIO KaueCTBA BHYTPEHHEH MOBEPXHOCTH TUIIb3 M TPYO, 60J1ee 4acToi 3aMeHe HHCTPYMEHTA H TIOBBIILEHHIO IPOCTOEB 00opynoBanust. [Ipu
MOJIEIIMPOBAHUH BEIOPAHHBIH MapameTp (pakTopa TPEeHHs OKa3bIBACT 3HAYUTENILHOE BIMSHUE HA 3HAYEHNUE SHEPTOCHIIOBBIX MTAPAMETPOB (KPYTAILETO
MOMEHTA ¥ OTPeOIIeMO MOIIHOCTH) ¥ BpeMEHH NpomuBKU. [Tomyuensl 3aBUCUMOCTH H3MEHEHHS SHEPTOCUIIOBBIX 11apAMETPOB U BPEMEHH IPO-
LIMBKU OT (haKTOpa TPEHMS MPH MPOIIMBKE B ABYXBAJIKOBOM CTaHE C HANpaBJIAIOMUMY JuHelikaMu. C Bo3pacTaHueM (akropa TPEeHUs CHUXKASTCS
BpeMs IPOLIMBKM U yBEIMYUBAIOTCS MOMEHT M MOIHOCTb MPOKATKU. Pe3yabrarsl MOAENNPOBaHUs KOPPEIUPYIOTCS C SKCHEPUMEHTANIBHBIMU pe-
3yJITaTaMH OIBITHBIX NPOKaToK. [1pu npaBuiabHO BeiOpanHOM 3Hauenuu pakropa tpenus DCII, Bpems MpOKaTKK U reOMETPHUst THIIb3bl MOTYT OBITh

C IOCTATOYHON TOYHOCTHIO CIIPOrHO3UPOBAHBI ITPU TIOMOIIN KOMITBIOTEPHOI'O MOJACIIUPOBAHUS.

Knioueswie cnosa: nponmska, packaTka, BUHTOBas IPOKAaTKa, MOITHOCTb IIPOKATKH, odar AedopMaluy, MeTox KOHeHbIX eMenToB (MKD), dakrop

TPEHMUSI.
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- BBEAEHUE

B ycioBusIX cCOBpeMEHHOU PBIHOYHOW CHTYAIlHU TPYO-
HBIC TPCINPUSATHS BBIHYXKICHBI ITIOCTOSIHHO pPa3BHBATh
TEXHOJIOTUIO IPOU3BOJCTBA, COBEPIICHCTBOBATh KaueCTBO
MIPOAYKLUH U PACIIMPATH Pa3MEPHBIN U MapOuHBIH copra-
MeHT [1]. [Ipr ocBOeHHM HOBBIX THIIOpa3MepoB TpyO He-
00XOIMMBI pa3paboTKa PEeKUMOB Jc(opManny, TPOCKTH-
pOBaHME KaINOPOBOK HHCTPYMEHTA, OLIEHKA BO3MOXKHOCTHU
MIPOM3BO/ICTBA HA MMEIOIIEMCSI TEXHOJIOTHUYECKOM 000py-
JIOBAaHUU U JPyTUe UHKEHEPHbIE pacyeTsl [2 — 4].

B mocnennue roapl HHKEHEPHO-TEXHUUECKOE IICHTPHI
MPEeNNpUIATUA U UCCIIEA0BATENbCKUE MHCTUTYTHI IIHPOKO
HCIONB3YIOT B CBOCH paboTe MpOrpaMMHBIC KOMILICKCHI
Ha OCHOBE KOHEUHO-3JIEMEHTHOIO MOAEIUpOBaHUs [5, 6].
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C ofHOW CTOPOHBI, 3TO TMO3BOJSET HAa NEPBOHAYAIHHOM
JTare TMPOBECTH OIECHKY MPUHUMAEMBIX PEIICHUH, Tpo-
aHAU3UPOBaTh (DOPMOUBMEHEHHE MPU KCIOIb30BAHUU
HOBBIX KaJIMOPOBOK, SHEPrOCHIIOBBIC TApaMeTphl U Jpy-
rue ycnoBus npoiecca aedopmanuu. C Apyroil CTOPOHBI,
aJICKBAaTHOCTh PE3yJIbTaTOB pacyeTa BO MHOTOM 3aBHCHUT OT
UCTIONIB3YEMBIX HCXOAHBIX MapameTpos [7]. [lostomy s
KaXJI0T0 TMpoliecca HeoOXoaumMa BeprUpUKaIis MOTydeH-
HBIX PE3YJbTATOB MyTEM WX COMOCTABJICHHUS C PE3yibTa-
TaMH pealibHOro mporecca. MmMes: aHHbIe OMBITHBIX HITH
HpOMI)IHI.HeHH])IX HpOKaTOK BO3MOXHO HaCTpOI/ITb pacqu—
HYIO MOJICJIb ¥ UCIIOJIb30BaTh €€ B NajbHEHIIEM IS TIPo-
BEPKH HOBBIX pa3zpaboTok. PesynbraThl MHOTOYHCIEHHBIX
WCCJICJIOBAHUH, OMyOJIMKOBAHHBIC B TEPUOANYCCKUX HAYY-
HBIX U3JJAHUAX, TOATBEPIKAAOT 000CHOBAHHOCTD U TIEePC-
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NEKTUBHOCTL MPUMEHCHUS MPOTrpaMM JJid MOACIUPOBaA-
Hus nporeccoB OM/] [8, 9]. B pa6ore [10] npoBoaunoch
MOJIENIMPOBaHKE MpoLecca MPOIIMBKH Ha CTaHe BUHTOBOM
MIPOKATKH C HANpPaBISIOMNME auckamu. Ha ocHOBe KoM-
MBIOTEPHOTO MOJICJIMPOBAHUS TIpoliecca packaTtkd Tpyo
B TPEXBAJIKOBOM CTaHe BMHTOBOW mpokarku B QFORM
BBIIIOJHAJIUCh HMCCICAOBAHUS (I)OpMOI/I3MeHCHI/I$[ MeTal-
na B ovare jgedopmanuu [11]. B padore [12] paccmoTtpe-
HBI 0COOCHHOCTH M3HOCA BAJIKOB M OINPABOK IPOIINBHOTO
CTaHa C MPUMEHEHHEM KOMITBIOTEPHOTO MOAETHPOBAHMUSL.
Kpome ananmza sHeprocmioBsIx mapamerpoB [13] u oco-
OCHHOCTEH (OPMOM3MEHEHHS, KOMITBIOTEPHOE MOJICITUPO-
BaHUE TAK)Ke NMPUMEHSIOT [UIsl MPEICKa3aHus pa3pyLIeHHUs
Bo Bpems jaedopmarnuu [14] 1 HopMUpPOBaHUS MHKPO-
CTPYKTypHI [15].

B 2008 . Ha AO «BBIKCYHCKHI MeTaJTyprudec-
kuii 3aBoa» (BM3) B coctaBe TOCL] Ne 3 BBeneH B CTpoit
nerictyromux ydactok TITA  70-270 mnpousBoxacTBa
ropsiueie()OPMUPOBAHHBIX TPYO, MCIOIB3YEMbIX MPHU H3-
TOTOBJICHUU MY(T J1sl TpyO HedTssHOro copramenra [16].
Jannsiit TITA nmeeT BO3MOXHOCTD YBEJTHUCHHUS TPOU3BO-
IUTENBHOCTH 110 50 THIC. T B TOJI.

Ilenbio maHHOIl pabOTHI ABISIETCS aHANN3 Mpolecca To-
psueil mpoKkaTku TpyO M CpaBHEHHE PE3yIBTaTOB MOJIEINH-
pOBaHUs C pe3yibTaTaMH PeaJbHOro Mpolecca Npu u3Me-
HeHUM (hakTopa TPEHHS.
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Puc. 1. Cxema HacTpoiiku o4ara aeopmariiu mpy npoimBke (@)
u packarke (0)

Fig. 1. Scheme of deformation zone setting parameters for piercing (a)
and rolling-off (6)

- SKCNEPUMEHTANIbHOE UCC/IELOBAHUE NPOLLECCA
MPOKATKU TPYB HA TMA 70-270

OKCIEepUMEHTATIbHBIC MCCIIENOBAHUS TIpoLecca IMpo-
KaTKu OecIoBHBIX TpyO npoBoawitnck Ha TITA 70-270 AO
«BM3» [17 — 19]. Jl1st mpoBeeHUS ONBITHBIX MPOKATOK H
CPaBHEHUS SKCIEPUMEHTAIBHBIX JaHHBIX C pe3ylbTaTaMu
MOZIETIUPOBAHUS BEIOpAaH TUHOpasMep Tpyo auam. 203 Mm
C TONMIMHOM cTeHkn 16,5 MM. [[ist monmydeHust JaHHOH Tpy-
ObI OBUTH CIPOEKTHPOBAHBI O4aru JeopMaruy MpOIIUB-
HOTO/pacKaTHOTO CTaHa C BO3MO)KHOCTBIO TIOJNyYCHHUS 32
OJIHY, 1100 32 JBE ONEpalry MPOLINBKY MPOIINBKY U pac-
katky (puc. 1, 2).

B kauecTBe nCX0qHOM ObLIa UCTIOIb30BAaHA 3aTOTOBKA U3
cranu Mapku 45 muam. 190 mwm. [lepen nmpormmBKoii 3aroTos-
KW Harpe€BaJiv B I€YU € MIaratonivm noaoM J0 TEMIICPATyPbL
1180 °C. CymmapHOe BpeMst HarpeBa COCTaBIsuIo 2,5 .

IIpouiecc mpokaTtku MpoTeKan CTaOWIbHO, 0e3 Hapy-
IICHUs MIEPBUYHOTO M BTOPUYHOTO 3axBara. B mporecce
MPOBEJCHUS SKCIEPUMEHTA KOHTPOJIMPOBAIN T€OMETpHUEC-
CKHE pa3Mephl ITOMYYCHHBIX TPYO, BpeMsI IPOKATKH U YHEP-
TOCHJIOBBIC MapaMeTphl Iporecca (KpyTSmuii MOMEHT
U TTOTPEOIIIEMYIO MOIITHOCTH ITPOKATKH ).

B 1ab6n. 1 mpeacraBieHb! pa3Mephl MOTYYEHHBIX THIIB3 U
TpyO TOCIIE IPOIINBKA M PACKATKH.

[Ipu mpomuMBKe Ha OMPABKE MEHBILETO JHAMETPa YCTOH-
YHBOCTH CTEPIKHS MEHBIIE, TOITOMY CPEIHSS Pa3HOCTEH-
HOCTb IIOCJIE IEPBOTO ITPOXO/Ia BBIIIE, OJJHAKO HA KOHECUHBIX
TpyDOax pa3HOCTEHHOCTH OJMHAKOBASL.

Ha puc. 3, 4 npeacrasnens! rpadukn KpyTSAIIEro Mo-
MEHTa Ha pabodyeM BajKe W TOTPEONIIeMOW MOIIHOCTH
IpU MPOIINBKE U PACKATKE TPYO, MOTYyUCHHBIC 3 CUCTEMBI
VIPaBICHUS YaCTOTHBIMH TIPEOOpa30BaTEISIMU TJIABHOTO
IIPUBO/IA MPOIIMBHOIO CTaHa.

[Ipn mpommBke Ha OmpaBKe AWAM. 76 MM KpYyTSIIUH
MOMEHT Ha OJHOM BAJKC MNPU YCTAHOBUBIIEMCS PEIKUME
coctaBui B cpearem 110 — 125 kH M, MomiHOCTh mpokar-
kn — 650 — 800 xBT. I'paduku n3MeHEHNSI MOMEHTA U MOIII-
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Puc. 2. Cxema HacTpoiiku o4ara aeopMaliuu mpy IpOIIUBKE
B OJIHY OTIEPALIHIO

Fig. 2. Scheme of deformation zone setting parameters
for piercing in one pass
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Taonuma 1

I'eomeTpuyeckue pazMepbl IHiib3 U TPYO Moc/ie IKCIePUMeHTANLHOI npokaTku Ha TIIA 70-270

Table 1. Geometric dimensions of the mold tubes and pipes after experimental rolling on PRP 70-270

IToxasarenn

Hapyxwuslit nnamerp
THJIb3BI/TPYOBI, MM

TonmuHa cTeHKH
THJIB3bI/TPYObI, MM

CpenHsisi pa3HOCTEHHOCTh
THJIB3BI/TPYObI, MM

[IpommBka Ha orpaBke auam. 76 MM 183 473 2,7
Packarka Ha onpaBke quam. 162 MM 203 16,5 1,2
ITpomuBka Ha onpaske quaMm. 162 MM 203 16,5 1,2

HOCTH IPOKATKHA UMEIOT XapaKTePHBIN BH/ C HHTEHCHBHBIM
POCTOM ¥ CHIDKCHHEM 3HAYCHUH MPH 3aTIOJIHEHUN U OCBO-
OokIeHNH oyara JedopMaliii COOTBETCTBEHHO. YCTaHO-
BUBIIASICS CTAJIMsSl MPOIITMBKU 3aHUMAET MPHOIU3UTEIBHO
8 ¢, a Bech mporecc — 13 c.

B mporiecce packaTku MpOIIMTON THIIB3BI HA OTpPaBKe
Jquam. 162 MM 3Ha4eHUS KPYTAIIErO0 MOMEHTA M MOIITHOCTH
BO3PACTAIOT M COCTABIISIOT JIJISi OJHOTO BaJiKa HAa YCTaHO-
puBleics craguu 125 - 150 kH'-Mm u 850 — 950 kBt co-
OTBETCTBCHHO. YBEIIMUYCHHE SHEPrOCHIIOBBIX TapamMeTpOB
B JIAHHOM CJIy4ae OOBSICHSIETCS HEKOTOPBIM CHI)KCHHEM
TeMIeparypbl THIb3bl U YBEITMUECHUEM TUIOIIAN KOHTAKT-
HOU TIOBEPXHOCTU MEX/Ty BAJIKOM M 3aTOTOBKOM.
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CyMMmapHOe BpeMsl packaTKM COCTaBUIIO MPUOIH3H-
TenpHO 23 ¢, a BpeMsl ycTaHOBHUBIIEHCs (a3er — 15 c.

Ha puc. 5 npencrasiensl rpauKu KpyTAILIEr0 MOMEHTA
1 IOTPeOIsIeMON MOIITHOCTH TIPH MPOIINBKE B OJMH ITPOXOJT
Ha ompaBke AuamM. 162 mm.

CyMMmapHOe BpeMsI HPOIIMBKH B JaHHOM CIydae CO-
CTaBUJIO 25 ¢, a BpeMsl YCTAHOBMBLICHCS CTAANUU MPOLEC-
ca — 17 c. MakcuMmanbHble MOMEHT U MOLIHOCTb IIPOKaTKU
HaOJIIOIaI0TCS B KOHIE yCTAaHOBUBILEHCSA CTaUU U COCTaB-
a0t 125 — 150 kH-m 1 780 — 900 kBT cooTBEeTCTBEHHO.

Bo Bcex cimywasx MOXHO OTMETUTh pPa3HMILy B 3HEp-
TOCWJIOBBIX TapaMeTpax Ul JIEBOTO M TPABOTO Bajka,
KoTopast pocrturaer 25 kH'M 1 KpyTsliero MOMEHTa
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Puc. 3. Kpysiuuii MoMeHT (a) u motpebisieMast MOIIHOCT (6) pH MPOIIMBKE 3aroToBOK auaM. 190 MM Ha ompaBke quam. 76 MM.
Ha nieBblii Basiok (110 X0y MPOKaTKK) HArpy3Ka BhILIE

Fig. 3. Torque (a) and power consumption (6) for piercing billets with diameter of 190 mm on mandrel with diameter of 76 mm.
On the left mill roll (during piercing) the load is higher
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Puc. 4. Kpysiuguii MomeHT (a) 1 motpebisieMast MOIIHOCTD (0) IPH pacKaTKe THIIb3bl Ha ONpaBKe auaM. 162 M.
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Ha nesblif Baiok (110 X0y IIPOKATKM) HAarpy3Ka BbILIE

Fig. 4. Torque (@) and power consumption (6) for rolling-off the mold tube on mandrel with diameter of 162 mm.

On the left mill roll (during piercing) the load is higher
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Puc. 5. MomeHT (a) 1 MOIIHOCTS (6) NPOKAaTKH IPH MPOIIMBKE HA ONpaBke auam. 162 Mm.
Ha neBblii Basok (110 X0y MPOKATKH) HArPy3Ka BBIIIE

Fig. 5. Rolling torque (a) and power (6) for piercing on mandrel with diameter of 162 mm.
On the left mill roll (during piercing) the load is higher

u 150 kBt nmo momHoctu. JaHHbIi (akT MOXKET OBIThH CBS-
3aH C HECHMMETPUYHON HACTPOMKOH ouara aedopmaruu
WM Pa3IUdMsIMHU YCIIOBUM TPEHUS B y3JlaX TJIaBHOTO TpH-
Bo/ia (IIMUHJIETBHBIX YCTPOUCTBAX WIIM PEIYKTOpax) M Ha
KOHTaKTe MeTajlia ¢ pabouynuMK BaJIKaMH.

W3 monydeHHBIX AaHHBIX MO JHEPrOCHIOBBIM IIa-
pamMeTpaM MOXHO 3aKIIYHUTh, YTO C TOYKH 3pPEHUS
SHEPro3arpar MpOIIWBKA B OJWH IMPOXOJ Ha ONpPaBKE
nuaMm. 162 MM mpencrapisieTcs Oonee 1eaecoo0pa3HOu.
OjHaKko TpH TPOIIMBKE 32 OJIHY ONEpPAINI0 PE3KO CHHU-
KAETCSI UBHOCOCTOWKOCTh OTPABOK, TaK KaK yBEJIMYHBa-
€TCS BpeMsI KOHTAKTa MEXJy WHCTPYMEHTOM H TOPSYUM
MetaiioMm [1, 12]. DTo NpuBOAUT K CHUKEHHUIO KauecTBa
BHYTPEHHEH MOBEPXHOCTH T'MJIB3 M TPyO, Oojiee vacToi
3aMEeHE MHCTPYMEHTA U TIOBBIIICHUIO MTPOCTOEB 000PYI0-
BaHus. JlaHHBIe (DAKTOPBI TAaK)KE TOJKHBI YUUTHIBATHCS
pu BeIOOpE peXUMOB ehopMaIiyH.

- MOAENUPOBAHUE NPOLIECCA MPOLUUBKU
U PACKATKU

MogenupoBaHue Mpolecca MPOUIMBKH BBIMOIHSIIOCH
B QFORM 3D [20] B mOJTHOM COOTBETCTBUH C PEATbHBIMHU
pasMepamMu pabodero MHCTPYMEHTa MPOIIMBHOTO/pacKar-
HOTO CTaHa M MapaMeTpaMy HACTPOWKH 04aroB nedopma-
uu (cM. puc. 1, 2).

OCHOBHBIC HCXOIHBIC TTAPAMETPBI, IPUHSTHIC PU MO-
JISIIMPOBAaHUH, IPEACTABIICHBI B Ta0. 2.

B 3aBucumocTH OT M3MEHEHUs (haKTopa TPEHHS MEXK-
Iy paOoyrMMM BajJKaMH W 3aroTOBKOH aHaJM3UPOBAIUCH
u3mernenns DCII u pa3MepoB MOTyYaeMBIX THIIB3, a TaK-
JKe BpeMs MpOKaTKu. s mpoBeJeHHs MOIEIUPOBaHUS
OBUTH CO3IaHBI TPEXMEPHBIC MOJCIH 04aroB IehopMaIuu
B COOTBETCTBHH C BHIOPaHHBIMH TIapaMeTpaMH HaCTPOUKH

(puc. 6).

Tabnuma 2

Hcxoanble 1aHHbIe 1151 MOACTHPOBAHNS NPOLECCa NPOIINBKU U PACKATKHU

Table 2. Source data for modeling piercing and rolling-off process

[Tapamerp 3HaueHue

Marepuan 3aroTroBku Crainb 45
Temneparypa Harpesa 3aroroBk, °C 1180
Pa3meps! ncxoqHOM 3arOTOBKH, MM

— nameTp 190

— JUIMHA 2110
Marepuan pabounx BaJKOB 40X
Marepuan onpaBKH U JIHHEEK 4X5M®C
Temneparypa unctpymenta, °C 50
Yacrora BpamieHus paboyrx BaIKOB, 00/MHH 60
VYron noxgauu, rpajg 12
Yron packarku, rpaj 5
VYcnoBust TpeHHS MEXKY BaJIKAMH W 3aTOTOBKOW var (10 3akoHy 3u0ens)
YcnoBust TpeHUs MKy ONPaBKOW M 3aroToBKoi (pakTtop Tpenust) | be3 cmasku (0,8 no 3axony JleBanosa)
VYenoBust TpeHHs MEXKY JIMHEHKaMu 1 3aroToBKoi (paxrop Tpenusi) | bes cmasku (0,8 o 3akony JleBanosa)
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Pabouue sanku

Onpaska

Jluneiixu

3azomoska

Puc. 6. TpexmepHast Mofeinb o4yara aedopmarin
IUTSE TIPOIITMBKH 3aTOTOBKA

Fig. 6. Three-dimensional model of deformation zone
for piercing process

Ha Bxome u BbIXOzie M3 o4ara AedopMaldd UMEIOTCS
BHPTYyaJIbHBIC POBOJIKH, 00ECIICUNBAIOIIHE YIIepyKaHHE 3a-
TOTOBKH U THJIB3bI HA OCH MPOKATKHU.

W3HavanbpHO JUIsl CpaBHEHUS BEIOPAHO TPH pa3HbIX (ak-
Topa TpeHus mpu npommske: 0,9; 1,0 u 1,5. danee, ucxozas
W3 TOJTyYEHHBIX PEe3yJIbTaToB, NOOABIISINCH TPOMEKYTOU-
HbIE BapuaHThl 3HaueHuH (haktopa Tpenus (0,95 u 1,2). J{na
aHaJIn3a MOJyYCHHBIC TTapaMeTpPhl CBEJCHBI B Ta0M. 3.

CTOUT OTMETHTD, UTO 3arOTOBKA MOJHOMACIITAOHO MO-
JIeNy ouara JiehopMariiu, HCIoIb30BaHHOM JITIST MOJCITUPO-
Banus, umeet oonee 100 TBIC. 2IIEMEHTOB, UTO HEOOXOIMMO
JUTS TIOJTyYeHHSI PUEMIIEMON TOYHOCTH pacyeToB. B cBsi3n
C 3TUM, pPacyeT OIHOTO BapHAHTa Ha KOMIIBIOTEPE CpeIHEN
MOIITHOCTH MOXET 3aHUMaTh mopsiaka 25 — 60 4. [loatomy
JUIL COKPAICHUSI BPEMCHHBIX 3aTpaT HEOOXOIUMO TIpa-
BHJILHO 33J1aBaTh MCXOJHBIC YCIIOBHUS 3a]]a9l ¥ UMETh JIaH-
HBIC O MPEAMOYTUTEIILHBIX 3HAYCHHSX [TAPaMETPOB, OKa3bl-
BAIOIINX 3HAYUTEILHOE BIIMSHUE HA PE3YJIbTAT.

Kak BuaHO, U3MEHEHHE YCIOBUN TPEHHUS MEXIYy pado-
YUM WHCTPYMEHTOM M 3arOTOBKOH IIPH MOIEIUPOBAHUH
CYIIECTBCHHO BJIMSCT HA 3HAYEHHC YHEPrOCHIIOBBIX Hapa-
METpPOB W BpeMsl pomuBKky. Hanbomnee Onu3kue 3Ha4CHHS
MOMCHTAa W MOIIHOCTU MNPOMIMBKU MPU MOACIUPOBAHUU
U TIPOBENICHUH YKCIIEPUMEHTA ITOTYIEHBI TpH (PaKTOpe Tpe-
Hust 0,9. OfHAaKo IPH 3TOM BpeMsI POIIUBKY IPH MOJEITH-
poBaHuu coctaBwio 16,51 ¢, uto Ha 2,5 ¢ Gomnbine. Hanbo-
nee 6IM3K0€ BpeMs MPOIIMBKY Ipu Mojenuposanu (13 c)
U TIPOBENICHUU SKCIECPHMEHTa B TIPOMBIIIICHHBIX YCIOBH-
sx (14 ¢) nonyueno npu ¢pakrope tTpenus 0,95, HO B To ke
BpeMsi TIPOUCXOIUT MoBbImeHne MomeHnta Ha 20,4 kH-m
u moutHocTd Ha 107 xBt. daneHeimee yBennueHue Qax-
TOpa TPEHUs MPHUBOAUT K POCTY MOMEHTAa W MOIIHOCTH,
a TaK)Ke YMEHBIICHUIO BPEMEHH MIPOIIUBKY (pUC. 7).

W3mepenns pa3MepoB THITE3, MOTYICHHBIX ITOCIE MOZe-
JUPOBAHMS MPOILINBKH, MOKA3aIH, YTO (haKTOp TPCHUS HE
OKa3bIBAET CYNICCTBEHHOTO BIUSHUS Ha TEOMETPHUCCKHE
pasMepsl (cM. Tabm. 3). MakcuManbHast pa3HHUIA 10 HAPYy K-
HOMY AmameTpy D cocTaBmiia MEeHee 2 MM, a pa3HHIIA 0
TomuuHe cTeHkH S He 6onee 0,7 mM. Pa3Huiia B pazmepax
00BSCHIETCSI MEXaHH3MOM ITEPECTPOCHHUS CETKH KOHEUHBIX
3JIEMEHTOB NIPU PacueTe U MOXKET ObITh CHMKEHA MpPU T10-
MOIIIH YBEIHMUYCHUS KOINIECTBA KOHEUHBIX JJIEMEHTOB CET-
KU 3aTOTOBKHU.

Paznmame B pasMepax MONTYyYEHHBIX THIIB3 MIPH MPOBE-
JICHUU MPOOHBIX NMPOKATOK M MPH MOAEIHPOBAHUU Ooinee
CYIIECTBEHHOE M COCTaBJSIET IO JUAMETpy IO 6 MM, IO
TONUIMHE cTeHKU 110 2,5 mMm. Ilo pesynbratam Monenupo-
BaHMS THIIb3a TIOCIE MPOIIMBKY HMEET MEHBIIUHA THAMETP
U OONBIIYIO TONIIMHY CTEHKH. Takum oOpasom, CyIecT-
BYeT pa3HHIA B YCIIOBHSX PaJHANBGHON PACKATKU THIIB3BI
Ha KOHYCC OIIPaBKH U B BHIXOJJHOM KOHYCC BaJIKa. OTnnumst
B pazMepax BO3MOKHO OOBSCHHTBH Pa3NUUMsSIMH B TEMIIE-
PaTypHBIX YCIOBHUSIX MOJENIU U peasbHOro mpouecca. Jis
COKpAII[CHUsI BPEMEHH pacueTa IPH MOICITUPOBAHIH 3312~
HO «IPOCTOE» YCIIOBHE TEIJIOOOMEHA MEXKAY 3arOTOBKOM
U HHCTPYMEHTOM, T. €. Ha KOHTAKTE C MHCTPYMEHTOM pellia-
eTCsl YIPOIIEHHAs! COBMECTHas! TemyioBast 3aaa4a. [1pu stom

Tabnuma 3

PesybTaThl H3MepeHUs TApaMeTPOB Mpolecca MPOIIUBKH B 3aBUCHMOCTH 0T )aKTOpa TPeHUs
(IpomMBKA HA OIpPaBKe JHaM. 76 MM)

Table 3. Results of measuring the parameters of piercing process depending on the friction factor
(piercing on mandrel with diameter of 76 mm)

®daxkrop TpeHust | MomeHT, | MoHOCTS, Pa3smepsl ruiib3bl, MM Bpewms
(1o 3ubento) kH'm kBT D S MPOIINBKH, C

0,9 126,4 800 176,95 49,72 16,51

0,95 146,8 907 178,11 50,37 13,02

1,0 149,6 940 178,83 50,42 12,58

1,2 164,9 1034 178,18 49,89 10,77

1,5 177 1100 178,89 49,75 10,12
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Fig. 7. Dependence of change in torque (H) and power (===) of piercing (a) and piercing time (===) (6) on the friction factor

W3MEHEHHE TEMIIEPaTypbl WHCTPYMEHTA DPACCUUTHIBACTCS
TOJIBKO Ha KOHTAKTUPYIOIIEH C 3ar0TOBKOM MOBEPXHOCTH.

[Tocne 3aBepiieHusT MOAEIUPOBAHMS IIpOIlECca IIPO-
LIMBKYU TIOJy4YeHHAs THJIb3a UMIIOPTHPOBANACh B CIEAYIO-
YO0 OTIEPALINIO TSI MOJICITMPOBAHHSI PACKATKHU Ha OITPaBKe
nuam. 162 mm. [Ipu 3TOM TemmneparypHoOe ToJe THIIb3bI HEe
COXPaHsIIOCh; HauaJlbHas TeMIlepaTypa HarpeBa ObuIa 3ajia-
Ha paBHO 1180 °C, 4TO COOTBETCTBYET YCIOBHUSIM JKCIIe-
pYMEHTa B MPOMBIIINIEHHBIX YCIOBUSX. Pe3ynbrarsl moiy-
YEHHBIX TAPaMETPOB MPECTABIEHBI B Ta0MI. 4.

Kax BumHO, BpeMs packaTKku, MPaKTUIECKN COBIIA A0~
iee ¢ peajbHBIM MPOLIECCOM, TTOIy4eHO pH (hakTope Tpe-
uus 0,8. OqHako 3HAYEHUSI MOMEHTA W MOIITHOCTH TTPOKAT-
KM OTKa3aJINCh 3aHMKEHHBIMU B 2 — 2,5 pa3a OTHOCUTENBHO
AKCIIEPUMEHTATBHBIX JaHHBIX, TIOJyUYEeHHBIX Ha cTaHe. Ta-
KM€ pa3nyus, I0-BUJUMOMY, CBA3aHBI C TEM, YTO pa3Mephbl

rub3el Ttocsie npommBkd B QFORM menblIlie pacyeTHbIX,
YTO TMPHUBEIO K YMEHBIICHHUIO IUIOMIAN KOHTAKTa MEXIy
BAJIKOM U 3arOTOBKOM.

IIpu npormmBKe B OAUH NPOXOJ] HA OMPaBKe AuaM. 162 MM
3HAUUTEIHHO BO3pPACTaeT UIMHA odara aedopmanum u co-
MPOTUBIICHUE OCEBOMY TEPEMEIIEHHUIO 3aTOTOBKU CO CTO-
POHBI ONpPaBKH, IO3TOMY MOMKHO IPEINONIOKUTh, YTO
norpeOyeTcst Oojiee BBICOKMHI TMOKa3aTenb TPEHUS I
CTaOMIIPHOTO TIPOTEKAaHUS Tpoliecca MPOIUBKH. JleicTBu-
TEJIHO, BO BCEM JMana30HEe M3MEHEHUs! (hakTopa TPEHHs
0,9 — 1,5 npy BTOpUYIHOM 3aXBaTe HAOIONAIOCH MPOCKAIb-
3bIBAHUE 3aTOTOBKH U OTCYTCTBHE OCEBOI0 MEPEMEIICHHUS.

IIpu pakrope Tpenus 3,0 mporiecc MPOITMBKYU MPOTEKAI
cTabmiabHO. [lomydyeHHbIe 3HaUCHUS MOMEHTA U MOITHOCTH
MpOMKBKU (Tabi. 5) HaxXomATCSA B JUAla30HE 3HAYCHUH,
3a(UKCUPOBAHHBIX CHCTEMOI MOHUTOPUHTA MPHU OMBITHON

Tabnuma 4

Pe3yabTaThl H3MepeHHs IapaMeTPOB POLecca PACKATKH (PACKATKA HA onpaBKe JuaM. 162 Mm)

Table 4. Results of measuring the parameters of rolling-off process (rolling-off on mandrel with diameter of 162 mm)

®axrop Tpenus | Moment, | Momuocts, | PasMepsl rHiIb3bL, MM Bpewms
(10 3ubento) kH-Mm kBT D S packarkw, ¢
0,8 60 400 201,5 17 24,9

TabGnunma 5

PesyabTaThl H3MepeHHsl TapaMeTPOB Mpoliecca MPOIIHBKH B 3aBHCHMOCTH 0T ()aKTOpa TpeHus
(IpomKBKA HA onpaBKe JuaM. 162 Mm)

Table 5. Results of measuring the parameters of piercing process depending on the friction factor
(piercing on mandrel with diameter of 162 mm)

®axrop Tpenns | Moment, | Mommuocts, | PasMepsl ruib3bl, MM Bpewms
(o 3ubemno) kH-M kBT D S MPOLINBKH, C
25 1057 664 2002 172 | 216 (ocranonia
npouecca ¢ 18 ¢)
3,0 141,7 890 201,6 17,5 19,5
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npommBke (cM. puc. 5). [Ipu 3ToM Bpems MpOIIKMBKH COCTa-
BHJIO TpuMepHO 19,5 ¢, uTo Ha 4,5 ¢ MEHBIIIE, YeM B peallb-
HOM TIpoIeCce.

Pasmeps! THITB3BI TaK)KE HE3HAUYUTEIHHO OTIHMYAIOTCS
OT NOJIYUCHHBIX B YCJIOBUAX NPOU3BOJACTBA: pa3HUIIA B Ha-
PY’KHOM THaMETpPe COCTaBHIa 2 MM, IO TOJIIIUHE CTEHKH —
0,7 Mm.

s npuOnmKe st K peatbHOMY MTPOIIecCy 10 mapaMeT-
Py BPEMEHU MPOLIMBKH (PAKTOP TPEHUS OBUI yMEHBIICH
10 2,5. OgHako B JaHHOM CTydae ¢ MOMEHTa Hadalla OCBO-
OoxaeHus ovara aedopManuy Tib3a Hadalla BpallaThbes
0e3 0CeBOT0 MEepPEeMEIICHHS BIOIb OCH MPOKATKH, TOITOMY
JaJIbHENIINI pacueT He IPOJOJDKAICS.

Takum 00pa3zoM, TIPH MOJEIHMPOBAHUH TIPOIECCa TIPO-
muBky B QFORM c yBenuueHuem ¢axropa TpeHHUs Bo3pa-
crator DCII n cHmkaercs Bpemst npokatku. Kpome Toro,
Ha yCIIOBHSI IPOTEKaHUs Ipoliecca BauseT ¢popma padboue-
r'0 HHCTPYMEHTA, B YaCTHOCTH, MaMeTp U (hopMa OIpaBKH.
B obmiem ciydyae ucxopHble mapaMeTpbl, Takue Kak mapa-
METp TPEHHUS MEKITy HHCTPYMEHTOM U 3aTOTOBKOH, pa3Mep
CETKHU KOHEYHBIX DJIEMEHTOB, YCIIOBUS TEIIIO0OOMEHA HE MO-
TYT OBITH IPUHATHI YHUBEPCAIEHBIMHE IS BCEX BApPHAHTOB
HACTPONKHU 00OPYAOBaHUS U JOKHBI MOJOUPATHCS, UCXO-
NI M3 TOCTABJICHHOM 3ajauu.

[ BoiBOAbI

[IpoBenens! aHanM3 mpouecca MPOIINBKA M PACKaTKU
Tpy0 Ha TIIA 70-270 AO «BM3» 1 comnocraBieHue moiy-
YEHHBIX PEe3YJBTaTOB C Pe3yJIbTaTaMH KOMITBIOTEPHOTO MO-
nenupoBanusi B QFORM.

B mpou3BOACTBEHHBIX YCIOBHUSIX HOJIydEHBI TPYObI Ha-
pyKHBIM auaMm. 183 MM ¢ TonmmHOM cTeHku 16,5 Mm 3a
OJIMH TPOXOJ] Ha orpaBke auam. 162 MM U 3a JBa mpoxona
(TIporIMBKa M packaTka) Ha OrpaBKax auaM. 76 MM u 162 mm.

CMozmenpoBaH Mporiece MPOLIMBKH 110 BEIOPAHHBIM Mapa-
metpam B QFORM 3D. YenoBust TpeHnst MEX Ty 3arOTOBKOM U
PabOYMM HHCTPYMEHTOM OKa3bIBAIOT CYIIIECTBEHHOE BITUSHHE
Ha pe3ynbTarsl MozenuposaHust. [Ipy nossienun ¢axktopa
Tpenust Bo3pacTaroT DCII u cHkaeTcs BpeMst IPOKATKU.

PesynbraTsl MOIEIUPOBAHUS KOPPENUPYIOTCS C IKCIE-
PUMEHTAIBHBIMU PE3yJIbTaTaMH ONBITHBIX MPOKATOK. IIpu
MIPaBUIIBHO BBIOpAaHHOM 3HaueHHH daxropa Tpenus DCII,
BpeMsI IPOKAaTKH M T€OMETPUS THIIB3bI MOTYT OBITh C JJOC-
TaTOYHOH TOYHOCTBIO CIIPOTHO3MPOBAHBI IIPU MOMOIIH
KOMITBIOTEPHOTO MOJIEITMPOBAHHSL.

[loxyueHHblE JaHHBIE MOXHO HCIIONB30BaTh Ml aHA-
JM3a U B NHXKEHEPHBIX pacdeTax MpU NPOeKTUPOBAHUU HO-
BOr0 pa0O4ero MHCTPYMEHTA, BbIOOpa Ae(OpMAaIMOHHBIX
apaMeTpOB WM OCBOCHUH HOBBIX THIIOPA3MEPOB TPYO.
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ANALYSIS OF PIPE PIERCING ON PRP 70-270 WITH FEM MODELING
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Abstract. The article analyzes the piercing and rolling process of seamless

pipes on PRP 70-270 of JSC “VMP” in terms of power parameters,
piercing time and geometric sizes of pipes. The research results were
compared with the results of computer simulation on software package
QFORM 3D. For simulation, the deformation zones were designed for
piercing a mold tube with dimensions of 203x16.5 mm in one pass on
a mandrel with diameter of 162 mm and in two passes of piercing and
rolling-off on mandrels with diameter of 76 and 162 mm, respectively.
From the obtained data on the power parameters, it was found that
from the point of view of energy consumption, piercing in one pass
seems more appropriate. However, when piercing in one pass, wear
resistance of the mandrels sharply decreases, since the contact time
between the tool and the hot metal increases. This leads to a decrease
in quality of the pipes’ inner surface, more frequent replacement of the
tool and increased downtime of the equipment. During simulation, the
selected parameter of the friction factor has a significant impact on the
value of power parameters (torque and power consumption) and pierc-
ing time. The dependences of changing power parameters and piercing
time on the friction factor during piercing in a two-roll mill with guards
are obtained. With increase of the friction factor, piercing time decrea-
ses and torque and rolling power increase. The simulation results are
correlated with results of experimental rolling. With a correctly cho-
sen value of the friction factor, power parameters and geometry of the
mold tube can be quite accurately predicted by computer modeling.

Keywords: piercing, rolling, screw rolling, rolling power, deformation

zone, finite elements method (FEM), friction factor.
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