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Annomayuza. IlpencraBieHa METOIMKA U Pe3yIbTaThl U3MEpeHHs HPOGHUIL TPYOHOI 3aTOTOBKH [UIS TEXHOJIOTHYCCKOrO Iporecca (pOpPMOBKH
JIMCTOBOM 3aroToBKH. IIpH MPOU3BOACTBE CBAPHBIX MPSIMOLIOBHBIX TPYyO OOJIBIIOrO AMaMeTpa 3a)MKCUPOBAHO SBICHHUE OTPHIBA 3arOTOBKU
oT fe(hOpPMHPYIONIEr0 HHCTPYMEHTA B 30HE o4are nedopManuy. YKa3aHHOE SBICHHE OTPHIBA HCCICIOBAHO Ha THOOYHOI yCcTaHOBKE. DKC-
MEPUMEHTHI 110Ka3aJii, YTO 3aroTOBKA B 30HE OTCTAaBaHHs OT pabo4yero MHCTPYMEHTA MMEET CIOXKHYI0 KpUBH3HY npoduis. Pazpaborana
IporpaMma pacdeTa KOOPJUHAT U paJlyCoB KPUBH3HEI IOBEPXHOCTH 3aTOTOBKH 110 (ororpadusam ogara gedopmanuu. [lorydena kpusas
npoQuIIs 3arOTOBKH C yYeTOM M3MEHEHUs] KPUBU3HBI OTPBIBA OT ITyaHCOHA. SIBJICHHE OTPBIBA HCIIOJIB30BAHO IPHU pacyeTax pajnyca Kpu-

BHU3HBI IOCJIC pa3rpys3Ku.
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OpnHuM U3 Haubosiee NPOLYKTUBHBIX M HAJIEKHBIX METO-
JIOB HCCJICJIOBAHHUS TIPOIIECCOB 0OPaOOTKH METAJIIOB JIaB-
JICHUEM SIBISICTCS (PU3NIECKOE MOICIUPOBAHNE HA Peajlb-
HOM MeTayie. OrpaHHUCHHST MOACIMPOBAHUSI CBSI3aHBI C
OTCYTCTBHEM CIICIIHATN3UPOBAHHOTO O0OPYIOBAHUS LIS
KOHKPETHOTO Mpollecca W MaTeMaTHUECKUX pa3padoToK,
MTO3BOJIIONINX aIeKBATHO OMHCATh Iporecce hopMon3me-
HeHus. Ha xadenpe texHomornn u o0opynoBaHusi Tpyo-
Horo mpowmsBoacTBa HUTY «MUCuC» Beaytcs pabOTh
[0 MOJACTHPOBAHUIO HAaMOOJIeE PacIPOCTPAHEHHBIX MPO-
eccoB (OPMOBKH CBAPHBIX IPSIMOIIOBHEIX TPYO OOJb-
moro auametpa [1]. @uznueckoe MOJEIMPOBAHUE OCY-
MEeCTRIAeTCA Ha mpoduierndbouHor ycranoBke PBT 25
¢upmer  Profilbiegetechnik AG (LlBeitmapust), koTopas
MTO3BOJISIET MOJCIHPOBATh CYNICCTBYIONINE Ha TPyOHBIX
3aBosiax (OAO «BbIKCyHCKHI METaTyprHUeCKUH 3aBOI»,
OAO «Mxopckuit  TpyOHBIH 3aBo», OAO «YensiOunc-
Kuit TpybomnpoxatHbeiil 3aBon», OAO «Bomxckuit Tpyo-
HBI 3aBOI») AWCKPETHBIC MpoIlecchl (OpPMOBKH TPyO
oonpmoro auamerpa: UOE, Roll-bedding, JCOE. [nsa
IKCTIEPIMEHTAIIFHBIX HCCICIOBaHUH pa3paboTaHa METO-
JIMKa, TI03BOJISIONIAS MOJCTHPOBATh AUCKPETHBIC MPOIIEC-
CBHI (POPMOBKH TPYO OONBIIOTO THaMETpa.

OCHOBHBIC TEXHMYECKHE XapaKTCPUCTUKU THOOYHOIL
mamuael PBT 25 npuBenens! Hibke:
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Makcu- Makxkcu-
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I'mbouHas MalMHa COCTOMT M3 CBapHOTO KOpIyca, Ha
KOTOPOM KpEIATCS pabodre MeXaHH3MbI, 00ecreyuBaro-
[Me Mpolece TMOKM pasiuYHbIX npoduiei. Bee Banku
(IBa OMOPHBIX W OAMH THUOOYHBIN) JaHHOW YCTaHOBKH
BBITIOJTHEHBI KOHCOJIBHO WM TIPUBOJSITCS BO BpAlICHHE OT
aJeKTpojBUTaTeniel 4epe3 nenHsle nepeaadr. C 1eibio
(uKcalu 3aroTOBKH Ha BXOZIE M BBIXOJIE U3 odara nedop-
Mal¥ B TOPU3OHTAIBHON IIIOCKOCTH B KOHCTPYKITUH Ma-
IIMHBI TIPETYCMOTPEHBI OOKOBBIC POJIUKH. VI3rH0 3aroToBKu
MOYXET OCYIIECTBIATHCS JTUOO TOJIBKO 32 CUET HAuyaIbHOTO
MepeMEIIeHUs] THOOYHOTO BajKa, JTUOO 3a CUCT MPOTSHKKH
ee MEXKIy BPalIaroIlUMHUCS OTIOPHBIMH BaJIKaMH.

Jlns wccnenoBaHus mporecca (OPMOU3MCHECHHUS Ha
oOpasel] npeiBapuTeIbHO HAHOCHIIM Pa3METKY, KOTOpas
¢dukcupoBanach GOTOCHEMKON MPH HArPYy3Ke U TOCTE pac-
py>KUHUBaHus [2].

[Tpu n3rube 3adukcuporanu B ouare aedopmarnuu Jia
CiTydasi: TIOJHBIM KOHTaKT 3arOTOBKH C TIOBEPXHOCTHIO TH-
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OouHoro Bajka (puc. 1, a), a Tak:Ke OTPBIB 3aTOTOBKH OT TH-
0OOYHOTO BaJIKa (HEIOJHBIA KOHTAKT) (pHC. 1, 6). YKa3aHHbIC
BHUJIbl KOHTAKTHOTO B3aMMOJICHCTBHUS 3arOTOBKU ¥ THOOYHO-
TO MHCTPYMEHTA XapaKTEePHBI KaK I (POPMOBKU Ha TIpec-
cax, Tak u 1t Roll-bedding mporecca [3]. SIBneHune orpsiBa
MPaKTHYECKH HE YYTEHO B PabOTaX, MOCBSIIICHHBIX ATOMY
BOIIPOCY, ¥ 3aBUCUT OT BEJIMYMHBI HAKATHSI THOOYHOTO BaJl-
Ka (BeTMYMHA 00XKATHS) U IPYTHX MMapaMeTPOB HACTPOHKH.

Cxema ouara aedopmanuy, MOJACTHPYIOIIAs yCIOBHUE
MIOJTHOTO KOHTAKTa 3arOTOBKH M MHCTPYMEHTA, MPEICTaB-
JIeHa Ha PUC. 2, @, a yCJIOBUE HETOJIHOT0 KOHTaKTa — Ha
puc. 2, 6 [4 — 6]. Ouar nedopMmaru COTIaCHO PHC. 2 CHM-
MeTpuuHblil. CucremMa KoopAMHAT npsimoyrosibHast. Ocbx
MIPOXOIUT Yepe3 IEHTPHI OIOPHBIX BAJIKOB, OCh Y — dUe-
pe3 LEHTP MEXKOCEBOTO PACCTOSHHS. YYAaCTKH 3arOTOBKH

ABMKC (cm. puc. 2, a) u aABMKCb (cwm. puc. 2, 6) sB-
JSIFOTCST KECTKUMH, Hene(pOopMUpOBaHHBIMH. Bcienctue
CUMMETPHUH Harpy)K€HHasl 3arOTOBKA M3THOAaeTcs Mo Jyre
okpyxHocTH [7 — 12].

[TapameTpsl HacCTpoOIKU ouara Aedopmanny s u3ruda
3arOTOBKH M3 cTaiu 45 (cM. puc. 2) TpeaCcTaBIeHbl HUXKE,
rie 2L — paccTosHue MeX Ly OHOpHBIMU Bajikamu, h_, h —
X0/l THOOYHOTIO BaJIKa, S — TOJIIMHA 3ar0TOBKH, R , I — pa-
JIyCBI THOOYHOTO BaJIKa U OMOPHBIX BAJKOB:

L, mm

S, MM h , MM
B

18,08 130

R, MM r,, MM
137,5 97,5 6

h , Mmm
a

27,19

Jl1s 3aMepoB TEOMETPUYCCKHX MapaMeTPOB 3arOTOBKH
B nporiecce (popMON3MEHEHHS TIPON3BOMIACE (POTOCHEM-

1,62 mm
omcmasanue

Puc. 1. Bubl KOHTaKTHOTO B3aNMOZICHCTBHSI 3aTOTOBKH C BAJIKOM B 04are Ae(popMaruy Ipu u3ruoe:
a — nonublit kontakt (h, = 18,30 Mm); 6 — otpsiB 3arotoku (h_ = 27,19 Mm)

Fig. 1. Types of contact interaction of the blank with the roll in the deformation zone at bending:
a— full contact (h, = 18.30 mm); 6 — workpiece separation (h, = 27.19 mm)

Puc. 2. Cxema ouara nedopmaryu npu u3rude:
@ — TIOJIHBIN KOHTAKT 3arOTOBKHU € 'MOOYHBIM BAJIKOM; 6 — OTPBIB 3arOTOBKH OT THOOYHOTO BaJIKa

Fig. 2. Scheme of the deformation zone at bending:
a — full contact with the workpiece bending roll; 6 — workpiece separation from the bending roll
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Tabnuma 1

Cpoanasi TadJIMIIa MADKHPOBKH TOYEK U 3HAYEHHU I KOOPAUHAT (CM. puc. 2)

Table 1. Summary table of the marking points and coordinate values (Fig. 2)

Touka PacueTHrie BKCHepI/IMeHTaHLHHe | YN — OTKIIOHEHHS, %
KOOpAWHATBI, MM KOOpAWHATBI, MM
X y X y AX Ay
o, 0 241,00 0 241,20 - -0,08
o 0 213,81 0 214,01 - —0,09
A 50,04 85,74 51,95 86,53 -3,68 0,91
D 0 76,31 0 76,51 - 0,26
M 79,52 90,81 78,26 90,25 1,61 0,63
K 68,48 86,50 68,45 86,68 0,04 -0,21
B 77,33 96,40 75,87 96,13 1,93 0,28

ka. O0paboTKa SKCIIEPUMEHTAIBHBIX (OTOrpaduii 3aroToB-
KM BbITIOJIHEHA B cucteme Autodesk Autocad.

O06paboTka hoTtorpaduu BKIIOYACT CICTYIOIIUE Onepa-
uu: nepeHoc ¢ororpaduu B cuctemy Autodesk Autocad,
MMOCTPOCHHUE KOOPJIMHATHBIX Oceil Ha (ororpaduu, momy-
YCHHUE KOOPAMHAT (PUKCHUPOBAHHBIX TOUCK B MaciITade
1:1 nns HApy’>XHOUM W BHYTPEHHEH IMOBEPXHOCTEH 3ar0TOB-
ku [13]. Pe3ynbrarhl 3aMepoOB T€OMETPHUUECKUX IapaMerT-
POB 3aroTOBKH NPU HArpy3ke W IPH pacdyerax IO cXeMe
ouara fiehopmanuu (CM. puc. 2), a Takke KOOPIUHATHI Xa-
PaKTepHBIX TOYEK JJIS pacueTa paarlycoB KPUBU3HBI 3aro-
TOBKH TIPU HATPy3Ke MPe/CTaBIeHbI B Ta0I. 1.

Jlist netanpHOTO aHann3a (HOpMbI TPYOHOU 3arOTOBKH
B Oo4are npru HEKOHTAKTHOM BSaHMOHCﬁCTBHH 6I>I.HI/I BI)I6—
paHBI MIECTh XapakTepHbIX Touek (puc.3). Monmens 00-
JKaTusl yCTaHaBIIMBalach Ha OCHOBE YNPYTO-TUIACTUYHON
nedopmanuu [14]. Ha yyacTke oTpbIBa 3aroTOBKH OT IO-
BEPXHOCTH TyaHCOHa (cM. puc. 3, nyra 1 — 6) mo Toukam
PACCUUTHIBAIUCH Pannychl ()OPMOBKH YETHIPEX ydacT-
KOB, NPpOXOAAIINUX MO TPEM COCECAHUM TOYKAM 3aroTOBKH
C TIOCJIEAYIONINM CIABUTOM OT IICHTpPa A0 KOHEYHOU TOU-

|
* TubOYHbIU 8anok

Puc. 3. IlpaBsrii pparmeHT ouara aedopmaiiun Ipu OTCTABAHIH
3ar0TOBKH C TOYKaMH

Fig. 3. Right fragment of deformation zone at lagging of workpiece
with dots
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KH y4JacTKa OTpbIBa. HekoTopreie 0COOCHHOCTH peXmMa
nedopmanuu Mexay 3aroTOBKOW W MyaHCOHOM 3aKJIIO-
9aroTCs B TOM, YTO 3aTOTOBKA OTPHIBACTCS OT ITyaHCOHA
W JIMIIb HeOOJbInas ee 4acTh KOHTAKTUPYET C IyaHCO-
HOM, B PE3yJIbTaTe Yero IOIYy4YaeTCs] HETOYHAsI TeOMET-
pus [15]. Pe3ynbrarsl pacyeToB MO y4acTKaM MpeacTaB-
JICHBI B Ta0JI. 2.

Kak cnenyer u3 pacueToB, BHYTPEHHsS [IOBEPXHOCTb
3aroTOBKH B o4are Jie(popMaIliu, OTCTArOIIas OT THOOYHOTO
BaJIKa, UMEET CIIOKHYIO KPUBH3HY. DKCIIEPUMEHTBI IIOKa3a-
JIH, 9TO PagUyChl YeTHIPEX YUACTKOB IMOBEPXHOCTH OTPHIBA
3aroTOBKHU YBCINYUBAKOTCA OT HEHTPA 3arOTOBKU N0 TOYKU
ee KOHTaKTa ¢ THOOYHBIM BaJKoM. ['pauk n3MeHEHUs Be-
JIMYUHBI painyCOB MMOBCPXHOCTHU OTPbIBA 3arOTOBKU OT UH-
CTpYMEHTA IpeACTaBlIeH Ha puc. 4. 3aBUCUMOCTH M3MEHE-
HUSI PaJMyCOB KPUBU3HBI 3aTOTOBKU B o4are AehopMariuu

400

350 L 342,15

y=10,851x" —42,592x" + 68,167x + 56,488

300
250
200 -

Paouyc, mm

150
100

._/ /
109,26 2

92,91
50 -

0 1 2 3 4

Homep yuacmka

Puc. 4. 3MeHeHne painycoB KPUBHU3HBI ISl YETHIPEX pa3MEUCHHBIX
YYaCTKOB TIOBEPXHOCTH OTPHIBA 3aTOTOBKH:
1 — kpUBHU3HA OTCTABAHUsL; 2 — PaJUyC MyaHCOHA; 3 — MOJIMHOMHAIIBbHAS
(KpHBU3HA OTCTABAHMs)

Fig. 4. Changes schedule of the radii of curvature for the four marked
portions of the surface of workpiece separation:
1 — curvature of the lagging; 2 — radius of the punch; 3 — polynomial
curvature of the lagging
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3naueHust pPaanycoB KPpUBHU3HBI 3KCl’lepHMeHTaJ’le0ﬁ MOBEPXHOCTH OTPLIBA

Table 2. Values of the curvature radii of the experimental surface of separation

Tabnuma 2

1 2 3 4 5 6
X 0 5,09 15,06 24,61 37,95 51,95
y 75,10 75,25 76,36 78,31 82,01 86,53
R, 92,91 yuacmox Ne 1 - - -
R, ., - 109,26 yuacmox Ne 1 - -
Ry, — - 170,64 yuacmok Ne 1
R, 54 - - 342,15 yuacmox Ne 1
B 30HE OTpbIBA IIPU HArpy3Ke anIlpOKCUMUPOBAaHA IIOJIMU- 4.  Momnnn E.H. 'nOka u npaBka Ha pOTAlMOHHBIX MAlIHHAX. — 2-¢
HOMOM TpeTeﬁ CTeNeHu: y = 10,85 3 — 42’59)(2 +68,16X + u3., nepepad. u gor. — M.: MammHoctpoenue, 1967. — 272 c.
+ 56.48 _ 6a o (b - 5. Mamunun H.H. IIpuknannas Teopus mIIacCTUMHOCTH U MTOI3YYECTH:
»46, TIe Y — BCIMYMHA U3TH HpO@uiId 3aroTOBKU B VuebHuk 1st By30B. — 2-€ U311., UCIIp. U A0T. — M.: MamuiHocTpoe-
q)HKCPIpOBaHHBIX TOYKaX, X — TEKyIIEce 3HAYCHUE PacCTOsI- Hue, 1975. — 400 c.
HUST GUKCHPOBAHHBIX TOYCK OT ocH Y (Tabm. 2).ToyHocTh 6.  Mibroumn A.A. Mexannka CIuiomHoi cpepl. — M.: U3a-o Mock.
aIIPOKCHMALMK KPHBOI Ha rpaduke (CM. puC. 4) JIeXKUT B yH-Ta, 1978, — 287 c.
mpenenax 5 — 10 % 7. Manunaun H.H. TexHonornyeckue 3aa4u miacTUIHOCTH U TOJ3Y-
ped o . yectH: Yued. nocobue. — M.: Boicias mkosna, 1989. — 119 c.
Bu16oowt. PaspaboTana 1 0CBOCHA METOIMKA CBOOOMHOM g Marpees 10.M. Teopernueckue OCHOBBI IPOH3BOJCTBA CBAPHBIX
TUOKH TMCTOBOM 3arOTOBKM MTPUMEHUTEIHHO K IPOU3BOJICT- Tpy6. — M.: Merannyprus, 1967. — 168 c.
By CBapHBIX IIPSIMOIIOBHBIX pr6 9. PrivoB B.A., HOJ‘IyXI/IH IL.U., ITotanos U.H. COBepLLleHCTBOBaHI/Ie
o .—M.: Meramnyprus, 1983. —312 c.
Ha ocHOBe 9KCHEPUMEHTANILHBIX 3HAYEHHH KOOPAMHAT MPOM3BO/ICTBA CBAPHBIX TPYO ypri,
o p P 10. Pomannos A.U., XKurynos K.JI., bomear B.B., Curuga M.C. Pa3z-
TOHCK BHYTPCHHEH TIOBEPXHOCTH 3arOTOBKU IIPH HATPY3KE paboTKa TEXHOJOTHICCKUX PEKHMOB ydacTka (HOPMOBKH TPyOHOI
B 30HC €€ OTpbIBA OT MHCTPYMCHTA pAaCCUMTAHbI paJnyChl 3arotoBku B yimHUM TOCA 1420 OAO «YensOunckuii Tpydomnpo-
KPUBH3HBI U T10/I00paH MOJIMHOM U3MEHEHUS PauyCoB 110 KatHblii 3aBoy // [IpousBonctso npokara. 2011. Ne 10. C. 20 — 28.
BCEH TTOBEPXHOCTH 3aTOTOBKHL. 11. Uneromma A.A. Tpyasr. T. 2 (1946 — 1966). [Tnactuunocts / Co-
crasutenu E.A. Wnptommna, M.P. Koporkuna. — M.: ®uszmatiur,
SKCHepI/IMeHTLI IOoKas3aJii, 4TO SBJICHUE OTpPbIBA 3aro- 2004. — 480 ¢
TOBKH OKa3bIBACT CYIICCTBCHHOC BIMAHNC Ha €€ TCOMETPU- 12, deopockes B.U. Conporusnenne Marepuaios: YUeOGHHUK s By-
YCCKHUE MMapaMeTpPhbl U JOJKHO OBITH YYTEHO. 30B. — l1-e m3n. — M.: Uzn-so MI'TY um. H.D. Baymana, 2003.
-592c.
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SIMULATION OF FORMING OF PIPE BILLET AT SPECIALIZED FORMING INSTALLATION

S.V. Samusev, G.P. Zhigulev., V.A. Fadeev, K.S. Manakhov

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

Abstract. A method and results of measuring the billets profile are de-
scribed for the process of slab molding. The phenomenon of separa-

tion from the workpiece deforming tool in the area of the deformation
zone was recorded at the production of longitudinal welded large-
diameter pipes. This phenomenon was studied on the separation
bending installation. The experiments have shown that the billet in
the area of the working gap tool has a complex curvature profile. The
authors have worked out a program for calculating the coordinates
and radii of curvature of the surface of the workpiece on photographs
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of the deformation zone. The curve of the workpiece profile based
on the change of curvature of the punch was determined. The phe-
nomenon of billets separation can be used to calculate the radius of
curvature after unloading.

Keywords: tubular billet, pipe electric welding, stepping molding, defor-

mation zone, full contact, separation of billets, punch, billet bending.
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