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AHHomayus. B crartbe aHanu3upyercs noTpeOlicHne YHEPrUU MIPU BOJOYCHUH CTAIBHOI MPOBOJOKH JJIsi MAPLUIPYTOB C PA3IHMYHON KPATHOCTBIO.
ABTOpBI CPaBHUBAIOT MApILIPYThl BOJIOYCHHUS IPOBOJIOKH PA3IMYHON KPAaTHOCTU C OJMHAKOBBIM CyMMapHbIM oOkatneMm. B pabote paccunTaHbl
3aBHCUMOCTH ITapaMETPOB IIPOIIecca BOJIOYEHHS OT KPaTHOCTH MapIIpyTa U MPEACTaBICHBI METOANKN pacdeTa paboThl OHOPOIHON U HEOTHO-
poaHoii nedopmarium, paboThl CHII TPEHUS IPH BOJIOUEHHUHU IPOBOJIOKM B MOHOJIUTHBIX BOJIOKaX. [1oy4eHbl 3aBUCMOCTH OJTHOPOIHOM, HEO/IHO-
PponHOIT paboThl AeopManny, a TAKKe padOThI CHII TPEHHS U MOJTHON pabOoThl OT KPaTHOCTH MapLIpyTa BOJIOYCHHS. 3HAUYUTENbHAS 0TS 3aTpaT
SHEPTUU NP BOJIOYEHHH TPOBOJIOKHU MPUXOANUTCS Ha COBEPIICHHE HEOIHOPOAHOM neopmarin. PaboTa HEOHOPOAHOM 1ehOopMaIiK — ITO YaACTh
paboTsl nedopManum, KOTOpasi BbI3BaHA H3MEHEHHEM HAIIPABJICHUS TCUCHHs METallla Ha BXOJE M BBIXOJIE U3 BOJIOKU. Takue nokaszarenu aedop-
Mall1H MPH BOJIOYCHUH [TPOBOJIOKH, KaK 00KaTHe U BBITSKKA, HEOAHOPOAHYIO AedopMalnio He yuuThiBaloT. PaboTa HeoqHOPOJHOI Aedopmanni
3aBUCHUT OT (hopMbI ouara aepopmarun. Popma ouara gedopmannu xapakrepusyercs A-hakTopoM, KOTOPBIN PaBEH OTHOLICHHIO CPEIHEH BBICOTBI
K CpejiHei anuHe ouara gedopmanuu. B pabore ycTaHOBIEHO, 4TO pacdeTsl 0e3 ydeTa HEOIHOPOIHON Je(opMalii IPUBOJIAT K 3aHWIKCHHOM
OLICHKE YHEpro3arpar Ha BOJIOYCHHE MPOBOJIOKU. B crarhbe MpUBEIEHBI KPUTEPHH BHIOOpPA KPATHOCTH MaplLIPyTa BOJIOYEHHUS C YUETOM 3aTpar
SHEPruy Ha npoiecc AedopManny MPOBOJIOKH IPU BOJIOYEHHH. BbIIO OnpeieeHo, YTo yBEeIMYCHNE YHCIIa MPOX0I0B MHOTOKPATHOTO BOJIOYCHHUSI
[IPU HEM3MEHHbBIX HAYaJIbHOM M KOHEYHOM JMAMETPax MpPOBOJOKH MPUBOJHUT K POCTY 3aTpaT SHEPrHU Ha Je(OopMaIMIO MPOBOJIOKU U TPEHUE
Ha KOHTAKTHOW MMOBEPXHOCTH MPOBOJIOKA — BOJIOKA. J[0JIs1 HEOMHOPOHOH JeopMalii B YBEIMUYECHHH SHEPro3arpar Ha BOJIOYCHUE MPOBOJIOKH
cocraBmia 68 %, mons cun TpeHus — 32 %. Ha ocHOBe MOITyYCHHBIX PE3y/IbTaTOB aBTOPHI JAIOT PEKOMEHAAINH 10 BBIOOPY ONTHMAJIHOTO
MapuIpyTa BOJIOYCHHUSI.
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ENERGY CONSUMPTION ANALYSIS
OF MULTISTAGE STEEL WIRE DRAWING

S. M. Goloviznin ®, I. Yu. Bryukhanov
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Abstract. The paper analyzes energy consumption during steel wire drawing for pass schedules with different number of passes. The authors compare
wire drawing pass schedules that have different number of passes and the same total reduction. Dependences of the wire drawing process para-
meters on the number of passes were calculated. The methods for calculating the uniform and redundant deformation work, the friction forces
work during wire drawing in monolithic dies are presented. The authors obtained the dependences of uniform and redundant deformation work,
as well as the friction forces work and total work on the passes number of the pass schedule. A significant proportion of energy consumption is
due to redundant work. Such wire drawing deformation measures as reduction and elongation do not consider redundant deformation. The redun-
dant deformation work depends on the shape of the deformation zone characterized by the A-factor, which is equal to the ratio of the average
height to the average length of the deformation zone. It was established that energy consumption calculations for wire drawing without taking
into account redundant deformation lead to energy consumption underestimation. The paper provides criteria for selecting the number of passes,
taking into account the energy consumption for wire deformation during wire drawing. It was determined that an increase in multistage wire
drawing number of passes with the initial and final wire diameters equal leads to an increase in energy consumption for wire deformation and
friction on the wire-die contact surface. The redundant deformation share in the increase in energy consumption for wire drawing was 68 %,
the friction forces share was 32 %. The authors provide recommendations for choosing the optimal pass schedule based on the results obtained.
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) BBEAEHME

OnHUM U3 KITIOUEBBIX (DAKTOPOB, BIMSAIONIUMX Ha Ka-
YECTBO TOTOBOM TNPONYKLUMH M YCIOBUS BOJOYECHHUS,
ABISIETCST BBIOOP MapIIpyTa BOJOYEHHUS, T. €. BBIOOD
KOJIMYECTBA IPOXOAOB M EIWHUYHBIX 00XKaThil BOJOK.
MapuipyT BOJOUEHHUS! JOKEH OOeCHeuMBaTh OTCYTCT-
BHE OOpBLIBOB NPOBOJOKH M TapaHTHPOBATH Tpedyemoe
KaueCTBO I'OTOBOM HMPOAYKLMM IIPU MAaKCUMaJIbHOW IIPO-
u3BoguTeNpHOCTH [1 — 5].

[Ipy OpOEKTHPOBAaHWUM PEKHUMOB MHOTOKPATHOTO
BOJIOYCHHS TPOBOJOKH HEOOXOOUMO YUHTHIBATH TAaKHE
(bakTOPBI, KaK yCIOBUSA CMa3KH, HATPEB IPOBOJIOKH, MeXa-
HUYECKHE CBOWCTBA IPOBOJIOKH, MOTPEOICHNUE SHEPTHH,
KOJIMYECTBO MPOXOJI0B, BETMUYNHBI CyMMApPHBIX U €AMHUY-
HbIX oOxkatuit [2; 3; 6; 7]. KpaTHOCTh BOJIOYEHHS CyIIe-
CTBEHHO BIMSAET HAa yCTOMYMBOCTBH MPOIECCA BOJIOUYCHUS
U KadecTBO TOTOBOW IPOBOJIOKH, I[OITOMY BO3HHUKAET
HEOOXOIMMOCTh aHAJIN3a MAPIIPYTOB C Pa3NUYHON KpaT-
HOCTBIO M €€ BJIMSHUS Ha TEXHOJIOTMYECKHE MapamMeTpbl
mpolecca BOJIOYCHUS CTalbHOM npoBoioku [§ — 10].

[Ipou3BOAUTENBHOCTD BOJOYMIIBHBIX CTAHOB BO MHO-
TOM OIpEeNseTCs] 3aTpaTaMM SHEPTUH Ha Je(hopManuio
npoBosioku [11; 12]. DHeprozarpaTsl Ha BOJIOYEHUE TPO-
BOJIOKH CKJIQJBIBAIOTCSI U3 3aTpaT HAa TPEHHUE MEXIy Hpo-
BOJIOKOM W BOJIOKOH M 3aTpar Ha JieOpMaIIHIO MPOBOJIOKH
B Bosioke [ 13 — 15]. PaGora nedopmaiiuu ckiaapIBaeTCs U3
OIHOPOIHOM paboTHI, CBSI3aHHOH C N3MCHEHUEM AHaMeTpa
MPOBOJIOKH, U HEOJAHOPOAHON MM U30BITOUHON PabOTHI,
BBI3BAHHON M3MEHEHUEM HalpaBiIeHUs TeUEHUs MeTalja
Ha BXO/I€ U BbIXOAie U3 BojokH [16]. Crenens nedopmanun
MIpU BOJIOYEHUM OLIEHUBAIOT, KaK MPaBUJIO, C HOMOILbIO
TaKUX BEIWYHMH, KaK 00XKaTWe M BBITSIKKA, KOTOpbIE HE
YYUTBHIBAIOT HAUYHME HEOTHOPOTHOU Ae(opMarui, T. €.
nedopmanuu, He CBSI3aHHONH C W3MEHEHHMEM JIHaMeTpa
npoBoJyioku. HeomHoponHyro nedopManuio MOXKHO OIle-
HHUTb C MOMOIIBIO (pakTopa HeoAHOPOAHOCTH D, KOTOPHIH
paBeH OTHOIIEHHWIO IIOJIH HEOJHOPOMHOH IedopMaruu
K mosiHoi aedopmanuu [1]. Hanuume momonHUTENbHOM
HEOITHOPOIHOW NedOopMalUU YacTO HE YUYHTHIBAIOT IIPH
pa3paboTKe MApIIPYTOB BOJOUYCHHUS TPOBOJIOKH, UTO MPH-
BOIUT K 3aHIKEHHON OICHKE s paboThl gedopMariim
IpY MHOTOKPAaTHOM BOJIOYEHUH MPOBOJIOKH [17 — 21].

[ METOABI M MATEPUANDI

B pabore OblTH M3y4eHBI CIICAYIONIHE MAPIIPYThI BOJIO-
YeHHs CTAIBHOM MPOBOJIOKH:

— naTukparaeii Mapupyr 9,00 — 7,79 — 6,85 - 6,10 —
—5,50-5,03 mm;

— mecTuKparHeii Mapmpyt 9,00 — 7,95 — 7,00 — 6,80 —
—6,10—-5,50—5,03 mm;

— cemukparsbeiii mMapupyt 9,00 — 8,19 — 7,48 — 6,85 —
-6,31-5,83-5,40—5,03 mm;

— BOCcbMUKpartHblii MapupyT 9,00 — 8,30 — 7,70 — 7,10 —
—-6,60—-6,10—5,65—-5,30—-5,03 mm.

Bo Bcex wuccienoBaHHBIX MaplIpyTaX HadalbHbII
1 KOHEYHBIH THaMeTphl IPOBOJIOKH U, CICOBATEIBEHO, CyM-
MapHOe 00XxaTue, OMUHAKOBBIL.

HeonHoponHy!0 (JOMONHUTENbHYIO) paboTy YUMTHI-
BaJIM C MOMOMIBIO (haKTOpa HEOAHOPOAHOU Aedopmariu

W, +w,

O =——",
w,

u

e w, — paborta oxHOpOaHOM nedopmamuu; w — paboTa
HEOJIHOPOIHOM Jie(popMaIiny.
Pabora omHOpOaHON Hedopmarim

— h{LJ, (1)
1-r

IJe G, — CPEJHEE CONPOTUBIIEHHS JIe(pOPMAIIUK TIPU BOJIO-
YCHUH MIPOBOJIOKH; 7 — OOKaTHeE.
Pabora HeomHOpOAHOI Nedopmanyn

w, = (@-1)w, = (@-1)c,In (LJ 2)

1-r

1

dakTop HEOAHOPOIHOU HehopMaIun

[TomHast pabota aepopmanuu

w=0og, ln(

®=O,8+4A, (4)

>

rae A — A-akrop odara e opMary Npyu BOIOUYSHUH MIPO-
BOJIOKHU, PAaBHBII OTHOIIEHUIO CPEHEN BBICOTHI K CpeIHEN
JUIMHE o4ara ae(opMaruH.

Cpennee uncnennoe 3nauenne st A [1; 16]

4tanal

1 b
In| —
I-r
i€ 0 — HOJYYTroj BOJIOKH.
OO01ee BbIpaKeHHUE 7S pabOTHI CHJI TPEHUS HA €/Iv-
HuLy o0beMa

a=2l1v0-n"T = (5)

7
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w, =pctgado, ln(Lj, (6)

—-r

rae U — Ko3(pUIHEHT TpeHusl.
Pabora cui TpeHHS B KaaHOPYIOIIEM IOSCKEe OOBIYHO
B IIPAKTUYECKUX pacdyeTax He YIUTHIBACTCS.

[ PE3YNLTATBI PABOTbI U UX OBCYKAEHUE

Ha ocHOBe NpOBENCHHBIX PACUETOB OBUIM MOTYyYCHBI
3aBUCUMOCTH PabOTBl TpeHHs, pabOTHl OAHOPOJHOM
Y HEOIHOPOJHOH NedopMaluy OT KPaTHOCTH BOJIOUCHHS
CTaJIbHOI MPOBOJIOKM AJIsI MPUBEIEHHBIX BBIIIE MapIIpy-
ToB. [lpnm 3TOM momaranv, 4TO HadajdbHBIA M KOHEUHBIHA
JUaMEeTpbl NPOBOJIOKU, KOA(DOUIMEHT TPEeHUs U 3HaUCHUE
COTIPOTUBIEHUS Ae(popManuyl Uil BCEX HCCIIEIOBAHHBIX
MapIIpyTOB OCTarTcs HeusMeHHbIMM. Ha puc. 1 mpen-
CTaBJICHA 3aBHCHMOCTh CyMMapHOH paOOTHl OZHOPOAHON
nedopMary oT KpaTHOCTH BOJIOUSHHS ITPOBOJIOKH.

B nanHOM cimywae cymmapHas pabora nedopManun —
3TO cymMMa padoT aeopManuy 1Mo BCeM MPOX0AaM MHOTO-
KpaTHOTO BOJIOUEHHS MPOBOJIOKH. COIIACHO MONYyYCHHBIM
JAHHBIM, CyMMapHasi paboTa OXHOPOIHOH aedopmanuu
HE 3aBUCHT OT YHCJIa IIPOXOIOB MapUIpyTa BOJOUCHHS
IpU OJJMHAKOBOM CYMapHOM 00KaTUU MPOBOJIOKH, TAaK KaK
pabota omHOpOmHOW nedopMmarMu ompeenseTcs o0xa-
THEM H IIPOYHOCTHIO MPOBOJIOKH [1].

ComlacHO 3aBUCUMOCTH, IIOKa3aHHOW Ha puUC. 2, ¢ yBe-
JIMYCHHUEM KPaTHOCTH BOJIOYEHUsI TPU HEN3MEHHBIX Hauallb-
HOM 1 KOHEYHOM JHMETpPaX IMPOBOJIOKK paboTa CHII TPEHHS
pacreT. 9TO MOXXKHO OOBSICHUTb TEM, UTO NP YBEIUUCHUU
KPaTHOCTH BOJIOUCHHS YMEHBINACTCS CPEOHSS BEITMYMHA
oOkarus, yBennuuBaloTcs A-daktop nm akTop HEoqHO-

a“ 20,6
;‘) 5 20,4 20,2641 20,2631 202610 202603
= 4 o
g% 202F
= 20,0 ] ]
5 6 7 8

Hucno npoxozos

Puc. 1. CymmapHast 0iHOpojiHasi paboTa B 3aBUCUMOCTH
OT KPaTHOCTH MapIIpyTa BOJIOYEHUS

Fig. 1. Total uniform work depending on the number of passes

14,5
13,6

MOIIHOCTE,
kBT

Huco npoxozos

Puc. 2. CymmapHast paboTa CHJI TPEHHSI B 3aBHCUMOCTH
OT KPaTHOCTH MapIIpyTa BOJOYCHHS

Fig. 2. Total friction forces work depending on the number of passes
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POAHOCTH, a TAKXKE YUCIIO MPOXOJ0B. [IpupocT MOITHOCTH
nedopMaryy IpH MOBBIIIEHUH IPOXOJIOB C IISTH 10 BOCKMH
3a c4eT paboThl CHIT TpeHUs cocTaBui 2,4 kBT.

Ha pwc.3 mnpencraBmeHa 3aBUCUMOCTh CyMMapHOH
paboTHl HEOJHOPOAHOH Jedopmanuu, T. €. CyMMBI paboT
HEOJHOPOAHOU aedopMarii Il BCEX MPOXOIOB Map-
aIpyTa BOJIOUCHMS, OT KPAaTHOCTHU MapuipyTa BOJIOYCHUS.

CornacHO TIpWBEIEHHON Ha pHC. 3 3aBUCHMOCTH, TPHU
YBEJIIMYCHUN KPATHOCTH BOJOYEHHS CyMMapHas pabota
HeoJHOponHOW jaedopmanu pacter. [lpu yBenmudeHun
KPaTHOCTH YMEHBIIIAETCS CpefiHee 00xkaTHe, pacTeT A-dax-
TOP M, COTIIACHO BBIpaKEHHIO (4), pacTeT (hakTop HEOIHO-
ponHOocTH @D, YTO MPUBOAUT K YBEJIUUEHHIO PAOOTHI HEO-
HOponHOU nedopmarmu. Kpome TOro, JOMOTHUTEIHHBIN
BKJIQJ B POCT PabOThl HEOAHOPOIHOU AeOpMalui BHO-
CUT YBEJIMYEHHE 4YHCiIa MpoXoaoB. IIpupocT MoIHOCTH
gedopMalvi MpU yBEIWYEHWH YHUCIA MPOXOJOB C ISATH
JI0 BOCBMH 32 CUeT pabOThl HEOJHOPOMHOM JepopMaIuu
coctaBun 4,98 kBT.

Ha puc. 4 npencrariieHa 3aBUCHMOCTb ITOJTHOW PabOTHI,
T. €. CyMMBbI pa0bOTBl OJJHOPOAHOM, HEOJHOPOIHOH Nedop-
Manuu U padoTHI CHJI TPEHHUS MO BCEM IMIPOXOIaM OT KpaT-
HOCTH MapuIpyTa BOJOYEHHUS IIPOBOIOKU.

CornacHo puBeIeHHON Ha puUC. 4 3aBUCUMOCTH, C YBe-
JIMYCHUEM KPATHOCTH BOJIOYCHUA PACTYT 3aTPaThbl SHEPTUN
Ha BOJIOYEHHUE MPOBOJNOKHU. [IpUpOCT MOMHON MONTHOCTH
Ipyu yBCJIMYCHUU YHC]Ia TIPOXOAOB C TATU O BOCBMU
cocraBuin 7,37 kBT. OCHOBHOM BKJIaJl B pOCT HEPro3arpar
BHOCHT paboTa HeOJHOPOAHOH nedopmanuu 1 pabota cui
Tpenus. Pabora ogHOpomHON nedopmaru onpeaenseTcs
cyMMapHoii nedopmaiuei, T. €. HayaJbHBIM U KOHEYHBIM
JuaMeTpaMu IpoBoJjokU. Pabora cui TpeHus mpu yMeHb-

kBT

MonHoCTb,

Hucno nmpoxoaos

Puc. 3. Pabora HEOTHOPOIHOM eopMaliK B 3aBUCUMOCTH
OT KPaTHOCTH MapIIpyTa BOJIOYCHHUSI

Fig. 3. Redundant deformation work depending on the number of passes

44 37259

41,2377

kBt

38,7508

MonHoCTb,

36’ 1 1
5 6 7 8

Yucno npoxonos

Puc. 4. TlonHast paboTa B 3aBUCHMOCTH
OT KPaTHOCTH MapIIpyTa BOJIOYCHHUS

Fig. 4. Total work depending on the number of passes
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MIEHUHU OOXAaTHsI M HEU3MEHHOM Ko3(duimeHTte TpeHus
TaKkKe yMeHblraeTcs. s paccMaTpuBaeMbIX MapIIpyTOB
BOJIOUEHHSI TPOBOJIOKH CHIDKCHHE PaOOTBHI CHJI TPEHHS
Ha OTJETBHBIX MPOXOJaX KOMIICHCHPYETCS TOBBIIICHHEM
YHCIa MPOXOJO0B MPH YBEIHMUCHUH KPAaTHOCTH BOJIOYCHUS,
MIO3TOMY C POCTOM KPaTHOCTH CyMMapHas padoTa cuil Tpe-
HUS TaKkxe pacteT. Pabora HEOTHOPOMHOH AeopMaruu
ompenensiercss GopMoit oyara nedopmaiuu, T. €. BEITHUH-
HOI A-¢akTopa. IIpy MOBBIMIEHNH KPAaTHOCTH BOJIOUYCHHUS
A-(akTop yBeNnYHBACTCS, YTO IPUBOAUT K POCTY PabOTHI
HEOJTHOPOIHOM e opMaIny.

B pabote [9] Oblmn mpow3BeNeHBI pacyeThl U paspa-
00TaHBl PEKOMEHJALUH 110 BBHIOOPY KPATHOCTU MapIIpyTa
BOJIOYEHHSI MPOBOJIOKH Mapku 70 ¢ y4eToM pa3iuuHBIX
(bakTopoB. BeiBO/IbI paboThI [9] COOTBETCTBYIOT MOJTyYCH-
HBIM BBIIIE BEIBOIAM. B paboTe moka3zaHo, YTO yMEHbIIIE-
HUE KpaTHOCTH BojoueHust ¢ 10 10 9 nmpoxonoB MoBkIIAET
CTENEHb OJIHOPOAHOCTH Ae(opMaluy MO CEUEHHUIO IPOBO-
JIOKH TIPH CHIDKCHUH YHEPro3aTpar Ha BOJIOUCHHE.

- BbiBOAbI

VBenuueHue KpaTHOCTU BOJIOYCHHUA IMPU HCU3MCHHBIX
Ha4aJIbHOM W KOHEYHOM JIHaMETpax IIPOBOJIOKU IIPHUBO-
JIMT K POCTY SHEpro3arpar Ha BojioueHue. Bkian B poct
9HEPro3arpar BHOCIT paboTa CHII TpEHMs M paboTa Heon-
HOpOAHOHM nedopmanuu. s HCCIenyeMbIX MapIIpyTOB
BOJIOYEHHS! TIPOBOJIOKH JIOJISI TIPUPOCTA MOIIHOCTH, 3aTpa-
YMBaeMOW Ha TpeHue, coctaBuia 32 %, a Jons mpupocra
MOIIIHOCTH, 3aTPa4rBaeMOil Ha COBEpILIEHNE HEOTHOPOTHOM
nedopmaruu — 68 %. VYBenuueHue pabOThl CHII TPEHUs
BBI3BAHO IOBBIIICHUEM 3HA4YeHUs (aktopa (HOpMbI o4ara
nedopmarn  (A-pakTopa) HPH YMEHBIICHHU CPEIHETO
o0XaTns M POCTOM YHcia IpoxonoB. Pabora HeomHOpOI-
HOU aedopMallM BHOCHT 3HAYUTEIBHBIA BKJIAJ B POCT
3aTpar NPy HOBBIIICHHH KPATHOCTH MapIIpyTa BOJIOUCHUSI.
Pacuersr 6e3 yuera HEOTHOPOIHOH JehOpMAIU TPHBOIAT
K 3aHIDKCHHOU OIICHKE DHEPro3arpar Ha BOJIOYEHHE MPOBO-
noku. Pabota HEomHOPOIHOW NedOpMaIUU ONPEACIICTCS
3HauYeHHEeM A-(pakTopa odara jehopMaiiu U TOJDKHA Y-
TBIBaThCSI TIPH TPOEKTHPOBAHUU MAapIIPyTOB BOJIOYCHI
cTajmbpHOU TpoBoNokn. OnHOpOomHAs padoTa ompenenseTcs
HaYaJIbHBIM U KOHEYHBIM JHAMETPAaMH ITPOBOJIOKH U HE BHO-
CHT BKJIQJl B YBEJIMUCHUE 3aTPaT HA BOJIOYCHHE MTPOBOJIOKU
C pocToM KpaTtHocTu BojoueHus. Ilpu mpoexTupoBaHUM
MaplLIpyTa BOJIOYCHHUsI CTalbHOH MPOBOJIOKHA C LEJbIO
YMEHBIICHUS 3aTparT SHCPTUHU Ha BOJIOYCHHUE MOKHO PEKO-
MCHAOBATH YBCJIMYCHUE YHUCIA IPOXOAOB U CAWHUYHBIX
00>KaTHii C y4eToM JIPYrHX TEXHOIOTMYECKHUX MapaMeTpoB
BOJIOYEHHSI [TPOBOJIOKH.
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