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Annomayus. [IpencraBieH aHamu3 Ka4eCcTBa CBApHBIX TPYO OOJBIIOrO JraMeTpa B 3aBUCHMOCTH OT MapaMeTPOB U PeKUMOB (DOPMOBKH JIMCTOBOH 3aro-
TOBKH Ha IPECCOBOM 00OPY/IOBAHMH. BBINONIHEHO MaTeMaTH4eCckoe MOJICIMPOBAHHE MPOLECCOB C MIPUMEHEHHEM METO/la KOHEUHBIX JIEMEHTOB U
MIPEJICTABIICHBI PE3YJIBTaThl HAIIPSHKCHHO-1e(OPMUPOBAHHOTO COCTOSTHUS MEeTala IpH (OpPMOBKE TPyOHOI 3arOTOBKU B ITPECCOBOM 000PYIOBaHHH.
Co3nannas mporpamma st 9BM mo3BossieT MpoBOIUTH pacyeT TEXHOIOTHYECKHX MapaMeTpoB HACTPONKH MPECCOBOr0 00OPYIOBAHUS U OIpe-
JIETISATh BEIMYMHBI KOHTPOJIMPYEMBIX T€OMETPHUYECKUX ITapaMeTpOB TPYOHOH 3aroTOBKH, NPEIbSBISEMBIX B HOPMAaTHBHBIX JOKyMeHTax. Teope-
THYECKUE PEIICHHS MPOBEPEHBI SKCIIEPUMEHTAIBHO Ha COpTaMeHTe TpyO Oombiioro auamerpa, BeimyckaeMbix Ha TOCA 1420. [lannyroo Metoau-
Ky PEKOMEHIOBAaHO IPUMEHATH I pacdera napameTpoB ¢popmoBkr THJ] n pexxnMoB HacTpONKH IPEeccOBOro 000PYyIOBaHMS, 0OCCIICUHBAIONIINX
YMEHbLICHUE KOJIMYECTBA Ae()EKTOB, BHI3BAHHBIX I'€OMETPHEl IPECCOBOr0 MHCTPYMEHTA KPOMKOIHOOYHOTO Mpecca U mpecca aroBoil (JopMOBKH.
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(hopMOBKH, ITyOMHA OITyCKaHUs ITyaHCOHA, KaJIMOPOBKa MPECCOBOTO HHCTPYMEHTA.
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Baxueiiieii cocTaBiIsIoe OTEYECTBEHHOIO TOILINB-
HO-DHEPreTUUECKOTO0 KOMIUIEKCA SIBJISIETCS MarucTpalibHbIHA
TpYOOIPOBOAHBIN TPAHCIIOPT, ISl CTPOUTEIBCTBA KOTOPOTO
HCIIOJTB3YIOTCSI CBApPHBIE TPYOBI OoubIIoro nuamerpa [1 — 3].

Jis IpOKIIaIKK CyXOMYTHBIX M TOJBOJHBIX MOPCKHX
YYaCTKOB TPYOOIIPOBOJOB IPHMEHSIOTCS CBapHBIC TPYOBI
nuametrpoM 1220 u 1420 MM, TONIIUHON CTEHKH 10 43 MM,
JIMHOU 10 18,3 M TOBBIIIEHHON AIKCIUTyaTallMOHHOW Ha-
JSKHOCTH, oOeclieunBaronue padboyee AaBICHHE B Ta30-
npoBoaax 6osee 10 MIla [1 —3]. B mupoBoit u oreuecr-
BEHHOW TIPaKTUKE TPYOHOTO MPOU3BOJCTBA YTBEPAUIICS
MPOLIECC MONYUYSHHsT CBAPHBIX ONHOIIOBHEIX TPYO ¢ (op-
MOBKOH Ha mpeccax o cxeme JCO (B muteparype BCTpe-
qaercs abopesuarypa JUOE), pa3paboTaHHbIH KOMITaHUCH
SMS Meer [4].

B nocieanue roapl yxKecTOUYMWINCh TpeOOBaHUS K Ka-
4ecTBy TpyO OONBIIOro Iuamerpa MO TeOMETPUYECCKUM
pa3MepaM KOHLEBBIX YYacTKOB, KOTOpbIE BBISBIISIOTCS
MIPU TPOKIIAJIKE MOPCKUX TPYOOIPOBOIOB, MOCKOJIBKY Ha
Oapike-yKJIauMKe OCYIIECTBIISIOT TIOIEepPEeuHyl0 CBap-
Ky CTBIKOB CTaJbHBIX TpyO. B pabote [5] ormeueno, uro

B IONEPEYHOM MHOTOCJIOHHOM CBApHOM IIIBE BO3HUKAIOT
pacTSATUBAIOIINE HAMPSHKCHUS MO BCEH €ro TOJNIIMHE KaK
B TaHTCHIHAIBHOM, TaK M B IONEPEYHOM HAIPABICHUAX,
U Ha Ka4eCTBO CBAPHOTO COCIMHCHHS OKA3hIBACT BIUSHHE
B3aMIMHOE pACIOJIOKeHHE (OTHOCHTEIBHOE CMEIICHHUE)
KOJIBIIEBBIX KPOMOK TpyO [6].

B c¢Bs13u ¢ 5THM 0CO0YI0 BAKHOCTH UMCIOT HCCIIE0BA-
HUS 10 OIICHKE HAINPsHKEHHO-1e(pOPMUPOBAHHOTO COCTOSI-
HUS MeTaljIa B TpyOax, 0COOEHHO KOHIIEBBIX YYaCTKOB, a
TaK)Ke HCCIIEOBAHUS T€OMETPUICCKHIX Ne()EKTOB B BUIC
OTKJIOHEHHS OT TEOPETHUYCCKON OKPYKHOCTH, KPUBU3HBI,
cMemeHusT KpoMOK U Ap. OCHOBHYIO pPOJb B HX IOSBIIC-
HUU UTPaeT TEXHOIOTHA (POPMOBKH (KaTHOPOBKA HHCT-
PYMEHTa, peXHMBI AeGOopMaIu) TpyOHOH 3aroTOBKH, a
TaKke CrocoObl KaMHOpOBaHUS TPYO MO BHYTPEHHEMY
IHaMeTpy.

Ha npaxruke, B cirydae BBIIBICHNS T€OMETPHUCCKUX JIe-
(EKTOB, TAKUX KaK OTKIOHEHHE OT TCOPETHICCKOU OKPYK-
HOCTH, KPUBU3HA M CMCIICHHE KPOMOK, TPYOBI MOBTOPHO
HAIPaBJIFOTCS. HA OMEpaNnIo dKCIaHaupoBanus. [loatomy
JUISL PACCMOTPECHHUS OBLIH B3SITHI TPYOBI, TPON3BEICHHbIC HA
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TIIA 1420 3a yetsipe roaa (~ 200 ThIC. T) ¥ TOBTOPHO MPO-
MIE/IINE OTEePAINIO AKCIAaHAUPOBAHMS [7].

HauOonee BeposTHOW NPUYMHON BBICOKOTO IPOICH-
Ta Je(eKTOB Ha TpyOax sIBISETCS HEepalMOHAIBHBIA MPO-
(mIp MaTpHUIBI HA Mpecce MOArnOku KpoMok. Hampumep,
HAa MPaKTHKE ITOATNOKY KPOMOK Ha COPTaMEHTE THaMETPOM
820 MM, 1220 MM MOMKHO OCYIIECTBUTH HA ABYX Pa3HbIX
rHOOYHBIX MaTpuIax. B nHTEpBase TOMIINH CTEHOK OT 8 110
14 MM npeBamupyeT OMUH NPOGUIL THOOUHON MaTpPHUIIbL, a
CBBINIE 14 MM — JIpyTo#, KOTOpBIE 00ECIIEYNBAIOT pa3JIHy-
HBIE 110 BEJIMYUHE PAANYC U IIHUPUHY IPUKPOMOYHON 30HBI
JIUCTOBOM 3aroTOBKH. B 3TOM ciydae Nmpu yMEHbIICHUU
paauyca MPUKPOMOYHON 30HBI YBEIHYUTCS BEPOSITHOCTD
00pa3zoBaHUs IPOTEKOB HA ONPEICICHHOM IHana3oHe TOJ-
IIUH CTEHOK TPYOBI IPHU TEXHOIOTUYECKOI CBapKe KPOMOK
1 00pa3oBaHuUs BBICOKUX LIBOB, & IPU YBEJIUUYEHUH PaIUy-
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Puc. 1. Pacnipenenenue reomerpudeckux 1e(ekToB B TpyOax 60Iib-
IIOTO JUaMeTpa: TeMHas 00/1aCTh OTHOCUTCS K CPEIHEMY 3HAUCHHIO
KoIIM4ecTBa Je(eKTOB, CBETIAs — K MAKCHMAIbHOMY KOIHYEeCTBY Jedek-
TOB [l TAHHOTO THIIOpa3Mepa Tpyo

Fig. 1. Distribution of geometrical defects in large diameter pipes. The
shaded area refers to the average number of defects, and the open — to
the maximum number of defects for a given size of pipes

ca IPUKPOMOYHOI 30HBI OBBIIIAETCS BEPOSTHOCTh OTKIIO-
HEHHS OT TEOPETUIECKON OKPYKHOCTH, TaK Kak IIPH CBapKe
BHYTPEHHETO U HAPYKHOTO IIIBA TEOMETPUs TPyOBl M3Me-
HSCTCS.

Ilo pesynbraTaM aHanu3a BBIABIEHO, YTO IIPHU YBEJIU-
YeHUH JUaMETPa U TONIIHHBI CTCHKU TPYOBI MPOIIEHT Teo-
METPHUYECKHUX JIe()eKTOB CHIKACTCS, IIPH ATOM HaHOOJIbIIEe
KOJIMYECTBO TeOMETPpHUECKUX eheKxToB (6omee 10 %) 6b110
OTMEYEHO Ha Tpybax Tunopasmepa D xS = 559%15,9 mm
(puc. 1).

Otxiionenue npopmwis chopMOBaHHOM TPYOHOU 3aro-
TOBKH OT TPeOyeMOro mpoQuiisi TOTOBOW TPYObI OIpeeisi-
eTCsl TaK)Ke HaNpsHKEHHO-1e()OPMUPOBAHHBIM COCTOSIHUEM
MeTajuia [0 BCEMY TEXHOJIOTHUECKOMY Tepeieny: (hOpMOB-
Ka MPUKPOMOUYHON 30HBI JIUCTAa — (POPMOBKA JHCTOBOU
3aroToBKH B J-00pa3Hblii Mpoduib Ha Mpecce MIaroBOM
¢dbopMoBKH — (dopMon3MeHeHHne J-00pa3Horo mpoduis B
0-00pa3Hblii B cOOPOYHO-CBAPOYHOM CTaHE — CBapkKa ro-
TOBOTO MPO(UIS ¢ HATIOXKEHUEM HAPYKHBIX U BHYTPEHHHUX
IIBOB — KaJIMOpOBaHKE TPYObI B SKCITAHEPE.

DopMHUpPOBAaHUE  KAUECTBEHHOM  IEOMETpUU  TPY-
os1 (I'OCT 2029-85) 1O TEXHOJOTHYECKOMY MEpeeny
«ICT—Tpy0a» HAUMHAETCSI B KPOMKOTHOOYHOM TUAPABITH-
YECKOM TIpecce, B KOTOPOM C(hOPMOBAHHBIN TPOQPUITH TIPH-
KPOMOYHBIX YYacTKOB TPpyOHOW 3aroTOBKHM JOJDKEH obec-
MICYUThH TUIABHOE CONPSDKEHHE C OCHOBHBIM IEPHMETPOM
TpyOBI Ha Ipecce MIaroBoit (POPMOBKH.

Ha puc. 2 npencrapieHa mociae0BaTeIbHOCT OIepa-
Ui moAruOKM KpoMOK Ha mpecce. [locie mo3uiuoHupo-
BaHMS JIUCTa B o4are Ae(opMaliy CHCTeMa YIpaBICHHS
3amyckaeT pabouuid LUKJI [Ipecca: Ha JISBOM M ITPAaBOM TH-
0OOUYHBIX OJIOKaxX OTHOBPEMEHHO MPOUCXOMUT MOIBEM JIHC-
TOBOM 3aroTOBKM 3 PabOUYMMHU THAPOIMIHHIPAMH 32KHUM-
HBIX U THOOYHBIX 0aJIOK, CHHXPOHHO C HUMH MOABEMHBIC
POJIMKH TTOJHUMAIOT JIKCT. [lorbeM JncTa MmpojoKaeTcs
0 TeX IIOop, MOKa IOIBIDKHAS 3aKUMHAs Oanka (TpaBep-
ca) 4 He MOJBENET JHCT K BEPXHEH MPUKIUMHOMN HETIOIBHXK-
Hoii Oanke (TpaBepce) 5 (puc. 2, 6). [laynee 3aKUMHbBIC 1TU-
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Puc. 2. [TocnenoBaresibHOCTH Oliepalii MOArMOKH KPOMOK Ha Tpecce:
a — MepeMelIeHHe JIMCTa 110 POJIbIaHTy B 30HY THOKH; 6 — cxema (PMKCHPOBAHUsI JIUCTA B ouare Je(opMarium;
6 — cxema (pOpMOBaHUS KPOMKH JIMCTA; 1, 2 — BEpXHUIl U HIDKHUI paboure HHCTPYMEHTBI (MaTpHIIbl) COOTBETCTBEHHO; 3 — JIMCTOBAs TPYOHast
3aroToBKa; 4 — MOJBIKHAS 3AKUMHAs TpaBepca; 5 — HeMOABIKHAs TpaBepca; 6 — posibranr

Fig. 2. The sequence of operations of edges bending on the press:
a — moving the sheet on the roller conveyer to the bending zone; 6 — scheme of fixing the plate in the deformation zone;
6 — scheme of sheet edge forming; 1, 2 — upper and lower tools (dies) respectively; 3 — sheet round billet; 4 — movable clamping traverse;
5 — immobile traverse; 6 — roller conveyer
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JUHIPBI CO3/Ial0T HEOOXOAUMOE YCHITHE JUTS 3aKaTH s JINCTa
(ruapocucremMa MOAAECPKUBAET 3TO YCUIHE O OKOHYAHMS
mporecca riOKu) U pabodre MUIMHIPEI HUKHEH OalKy me-
pEeMEIIaloT HHCTPYMEHT 2 — MPOUCXOAUT (POPMOBKA KPOM-
KM JTUCTA MO KOHTYpY BEpXHEro MHCTpyMmeHTa 1 ;o tex
nop, 1oka ycunue rubku P - (puc. 2, 6) HE JOCTUTHET
YCTaHOBIIEHHOTO 3Ha4eHus. [uapocucreMa BBLICPKUBAET
JlaBJIeHUE Ha NPOTSHKEHUHU ONPEAETICHHOTO BPEMEHH, T0CIe
Yero MpOU3BOAUT Pa3rpy3Ky 3aXKUMHBIX 0aJIOK, OIyCKasi UX
¢ pabourM WHCTPYMEHTOM 2 B MCXOIHOE Tonoxkenue. Of-
HOBPEMEHHO MOJIbEMHBIE POJIMKH OITyCKAIOT JIUCT HA YPO-
BEHH ITOABOJISIICTO U OTBOISINIETO POIBIAaHTOB 6 U B ATOT
MOMEHT IPOUCXOJUT PACTIPYKMHHUBAHNE KPOMOK B PE3yiib-
Tare JACHCTBUS OCTATOYHBIX HampspkeHu# [8]. 3arem mmct
nepeMeniaeTcs Ha Cleyronuil mar GOpMOBKH U OTIepalyst
MIOBTOPSETCS Ha BCEH JUIMHE JINCTOBOM 3arOTOBKH.

B mnacrosiee Bpemsi Ui MOMYYEHHS KadyeCTBEHHBIX
TpyO OOJNBIIOTO AMaMeTpa, HapsAy ¢ TPAJHIHOHHBIMH Me-
TOAaMH Pa3pabOTKU 3P(HEKTUBHBIX PEKUMOB U KaIHOPOB-
KM [IPECCOBOIO MHCTPYMEHTA, LIMPOKO MPUMEHSETCS aHa-
JIUTUYECKUNA METOM KOHEUHBIX AJIEMEHTOB [9 — 12].

B paborax [13, 14] npencraBiieHa pa3paboTaHHAs aB-
TOpaMH MareMaTh4eckas MoAeNb (C MpUMEHEHHEM MEeTO-
Jla KOHCYHBIX 3JIEMEHTOB) (POPMOM3MEHEHHUS MeTallla Ha
KPOMKOTHOOYHOM TIpecce, a TAKKe alrOPUTM pacyera Iiry-
OWHBI OITyCKaHUS ITyaHCOHA, TI0 BEJTMYHHE KOTOPOTO ITPOBE-
psieTCsl BBICOTA MOATUOKH KPOMOK H_, mocre pacnpyKuHu-
BaHUS. JTO UYTO IO3BOJIIET ONPENEIUTh, 00ECIEeUnBACTCS
Y TpY JJAHHON KanuOpOBKE WMHCTPYMEHTA M HACTPOHKE
KPOMKOTHOOYHOTO TIpecca HEOOXOAMMBIA TMPOQIIL UL
nocneayonero GopMou3MeHeHHsT TPYOHOH 3arOTOBKH Ha
mpecce maroBoi JOPMOBKH.

ITocTpoeHue 1 YUCIIEHHBIN aHAJIN3 pealn3aluy JaHHO-
r0 METO/Ia MPOBEJEHbI B HECKOJIBKO CTaMii: MOCTPOEHHUE
TeOMETPUYECKONM MOJIENH JTUCTOBOM 3arOTOBKH M MHCTPY-
MEHTa — peaju3alysl pacyeTHbIX YUCIEHHBIX CXEM — BbI-
00p anropuTMa — NpaKTUYECKas peann3alus MoIydYeHHbBIX
PE3YNBTaTOB.

B npepnaraemoii Mozmenu paccMaTpHuBaeTCs CUMMET-
PHUYHBIH ouar GOPMOBKH KPOMOK C IBYX CTOPOH JIUCTOBOIA
3aroTOBKM Ha KPOMKOTHOO4YHOM mpecce. [IpuHsTO, 4TO
MoZeTh Ae(hOPMHPYEMOro Marepuaia yIpyroriacTHIec-
Kas [8], KOHTAKT MEXay JUCTOM U OOWKaMH TOYEUHBIH,
nepexon or aedopMHpyeMoro K He aedopMHpyeMOMY
ydacTKaM IIPOUCXOAMT IO KacaTelnbHOU. JlomycTumoe ycu-
JIMe mpecca Ha OfMH THO0YHBIH 0ok cocraiser 40 MH.
IIpu pacuere B BEIOpaHHOM CHCTEME KOOPIUHAT IOTOHHOE
ycuime coctaBisieT [P] = 8,9 kH/mm (ipu pabGoueit jumHe
rubounoro 01oka 4500 Mm).

Juis ompeneneHuss BBICOTHI NOATMOKM KpPOMOK JIM-
CTa M yCWIMS BBIOpaH MOJHBIN (haKTOPHBIM SKCIEPUMEHT
(TIDD) — cxema 4'+3'+ 8!, KONMUUECTBO YHMCIEHHBIX DKCIIE-
pUMEHTOB — 96.

B [I®D Obur BBIOpaHBI cleayromue (pakTopbl: Me-
CTOIONIOKEHHE TpeOyeMoro paamyca rHO0YHON MaTpPHIIBI
X, =150, 175, 200, 220 MM; TOJIIIMHA JIUCTOBOH 3arOTOBKH

S,=S,=38,0...36 MM C UHTEPBAJIOM 4 MM; CONPOTHBIICHUE
nedopManuu TMCToBOM 3aroToBku 6 = 200, 450, 700 MITa.

s pacueTa reoMeTpuUYecKuX pasMepoB (opMyeMoit
KPOMKH JIHCTa TPHUMEHSUIOCH MaTeMaTHYecKoe MOEeNH-
poBanue (MKD) B Buzme mporpammuoro mpomaykra MSC
Marc. I1o pesynsraraM pacdera ¢ HCIIONB30BaHHEM ITaKeTa
MathCAD 6buti 1OTy4eHB! YpaBHEHUS U alIPOKCUMHUPY-
ommue K03 UINEHTHI JUT onpesieNeHust BRICOThl H 1 mm-
PHHBI TOATHOKN KPOMOK B B 3aBHCHMOCTH OT BapbUPYEMBIX
[IapaMeTpOB, PEIICHHE KOTOPBHIX BBITOIHEHO ¢ MOMOIIBIO
AITOPUTMOB.

Hioke B kagecTBe mprMepa MPHUBEICHO OTHO U3 ypaBHe-
HUI, IO KOTOPOMY OCYIIIECTBJICH pacyeT IIyOHHBI OIMyCKa-
HUS IyaHcoHa H nipu (hOpMOBKE KPOMOK:

H(S,,X,5,)=8,094-10"*c,S ~1,641-10*c X —
~5,921-107c, +9,661-107S, X +3,132-107° X* —
~0,599.X +0,1245, —0,023S7 +37,591. (1)

[IpoBepka COOTBETCTBHSI PACUCTHOTO 3HAYCHHS BBHICO-
TBI IOATHOKH KPOMKH H | TPHKPOMOYHOI! 30HBI 3arOTOBKH
MPOBEZICHA ITyTEM CPaBHEHHS ¢ (PAKTHUCCKUM 3HAUYCHUEM U3~
MEPEHHO# BEWYMHBI H,  TIOC/IE ¢ pacIpyKHHUBAHHS IPU
W3TOTOBJIICHUH TPYO Pa3IMuyHOrO copTamMeHTa (CM. TalIuILy).

CpaBHEHHE pe3ylbTaTOB pacyeTa TICOMETPHYCCKHUX
pa3MepoB MPHUKPOMOYHON 30HBI MOCIE PA3Tpy3KH (TTocie
pachpyKHHUBaHUs) ¢ PaKTUICCKUMHE JaAHHBIMH T€OMETPH-
YECKHX MMapaMeTPOB JaHHOTO THIIOpazMepa TpyO mokaszaio
XOPOIIYIO CXOJHUMOCTb.

C MOMOIIBIO YHCICHHOTO MOJICITHPOBAHUS OBLTH OIpe-
JCNICHBI YCHIIUsI Ha KPOMKOTMOOYHOM mipecce. Mcmomb-
30BaJicsi porpaMMHbIi mpoaykT MSC Marc n momHbIiA
(bakTOpHBIN SKCIIEPUMEHT co cxeMoit 4! +31+ 8!, B Buze or-
panuueHus — noronHoe ycwiue [P] = 8,9 kH/mwm. B kadect-
B¢ (DaKTOPOB HKCIOJB30BAIHCH CICAYIOIIUE MapaMeTPBL:
X, — MecTonoNo)eHne TpebyeMoro paauyca Ha pabouem
JMana30He BepXHEW TMOOYHON MATPHIBI CO 3HAYCHUSMHU
150, 175, 200, 220 mm; S_— TONIIMHA JTUCTOBON 3arOTOBKH
C TpeaeaMyi U3MCHCHHS BEIMYUH OT § 10 36 MM U HHTEp-
BAJIOM 4 MM; G_— NPEJIE TEKYYECTU JIMCTOBOM 3arOTOBKH
co 3HaucHusamH 200, 450 u 700 MIla.

Jliist KaXX1oro THIa THOOYHBIX MAaTPHIl KPOMKOTHOOTHO-
o Ipecca Ul pacdyera YCHIHHA OMpeIeIeHbl perpecCUOH-
HBIC YPAaBHCHUS, HAPAMEp JJIs1 THOOIHOM MaTHibl Ne 3:

P(S,X,5,)=405,41-10"c,.5 ~1,74-10"c, X —
~1,796, —216,13-107° SX +874,34-107X +
+70,948 —269,79; ()
JUIs THOOYHOM MaTuis! Ne 4:
P(S,X,0,)=348,76-10"6,5 14,0410 7, X —
~856,35-10°c> +1,850, —378,8-107° SX —
~2,65-10° X* +6,86.X —6,775 + 2,315 —553,16. (3)
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Pe3yabTarhl pacyerbl BLICOTHI NOATHOKH KPOMKH 3ar0TOBKH 110¢J1e €¢ pacipy:KMHHBAHHS,
N0JIy4eHHbIe IPU U3rOTOBJIeHUHU TPYO Pa3JUYHOIO COPTAMEHTA (4 — paccTOSIHUEe MesK1y MAaTpHIaAMU

HA JIeBOil M MPaBoii CTOPOHE JINCTA)

Results of the calculations of the height of billet edge bending after its rebound obtained at manufacture of pipes
of various assortment (A — the distance between the dies on the left and right side of the sheet)

B B el g
530 x 10 K60 1263 41 38-42 24-79
630 x 16 K52 1445 56 55-58 1,8-6,5
720 x 12 K54 1779 42 40-43 2,3-5,0
820 x 16 K52 1886 78 75 - 81 3,7-4,0
1020 x 13 K52 2629 48 46 —48 0-43
1220 x 19 K52 3017 78 75-82 4,0-49
1420 x 19 K60 3764 47 45-49 4,1-44

Ha puc. 3 npuBeneHsl pe3ysbTaThl pacyeTa IOrOHHOIO
YCHIHS TIOATUOKH KPOMOK IT0 ypaBHEHHIO (3), aHAIN3 KO-
TOPBIX IIOKA3bIBAET, YTO IIPU OAHOM M TOH ke HacTpOIKe
KpOMKOrub0ouHoro mnpecca (X = const) ¢ yBeJINUEHUEM TOJI-
IMHBI CTEHKH JIMCTOBOM 3arOTOBKM S PasHOCTh 1O YCH-
JIMIO YBEJIMYMBAETCS B MHTEPBAJIC MEXaHUYECKUX CBOMCTB
OJHOM MapKHu CTaJld, a IPU YBEIMYEHUHU pa3Mepa X OroH-
HOE yCHUJIMe NOATMOKHM CHMKaeTcsl. AHAJIOTUYHbIE Pe3yiib-
TaThl TIOJTyYCHBI JJIS1 BCETO KOMIUIEKTa THOOYHBIX MAaTpHII,
cymectBytonmx Ha TOCA1420, ¢ ompeneneHuem mpe-
JICTTBHBIX BEJIMYUH MOTOHHBIX YCHJIMH, TPU KOTOPBIX IPO-
[eCC MOATUOKM KPOMOK HE PEKOMEHIYETCSI OCYIICCTBIIATS.
Hanpumep, m1st ru6ounoit matpunsl Ne 4 3Tu mapaMeTpsl
HaxoATCsl B UHTepBaie TonuH ot 41 10 44 mMm; npeaena
Texydect 6, = 630 — 700 MIla; mecTononoxenune Tpedye-
moro paguyca X ot 180 mo 320 mm.

5500
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4500
4000 + MM
3500 3

3000

2500 |

2000 1

1500 -

140 150 160 170 180 190 200 210 220 230

Iozonnoe ycunue nooeubku P, H/mm

Mecmononooicenue mpedyemoeo paouyca
Ha eepxnetl 2ubounol mampuyvl X, Mm

Puc. 3. I3MeHeHHe MOTOHHOTO YCHIIUSL TIOATUOKH B TIpEIeiax OqHON
MapKH CTaJIU [PH:
1-S =8mm, 6 =450 MIla; 2—-S =8 mm, 6, = 558 MIla;
3-S5, =20mm, 6, =450 MIIa; 4 - S_=20 mm, 6 = 558 MIla

Fig. 3. Change of hem efforts within the same steel grade at:
1-S,s =8 mm, 6 =450 MPa; 2 - S, = 8 mm, 6, = 558 MPa;
3-35 =450 MPa; 4 - S, = 20 mm, o, = 558 MPa

UTS

urs = 20 MM, Gy
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W3 ananu3za moirydeHHBIX PErpecCHOHHBIX YPaBHEHUH
YCHIJIHS TIOATUOKH OBLTH OIPEAeICHBI TUAla30Hbl COOTHO-
LIEHUH TONIIMH CTEHOK, MEXaHWYECKHX CBOMCTB M Mec-
TOIOJIOKEHUS pajnyca, MPU KOTOPBIX MPOLECC MOATHOKU
KPOMOK OCYIIECTBIISIETCS HecTaOuiabHO. Tak, Hampumep,
npu ¢GopMoBKe Ha THOOUHOW Marpuie Ne 2 (cM. puc. 3)
KPOMKH JIMCTA ¢ IpeesioM Tekydectu ot 630 no 700 Mlla,
B MHTEpBaJie TOJIMINH CTEHOK OT 32 110 36 MM | pagnycoM
BepxHel rudounoi Marpuis! oT 150 10 175 MM rubky xpo-
MOK He PEKOMEHJIyeTcs MPOBOAUTH. B pe3ynbrare aHanu-
TUYECKUX PACUETOB YCTAHOBIICHO, YTO MPHU MOATHOKE KPO-
MOK JIMCTa Ha BCEM JIMala30He BapbUPyeMbIX apaMeTpoB
BBITIOJIHSICTCS] YCIIOBHE BO3MOYKHOCTH W3TOTOBJICHHUS TPYO
Ha TOCA 1420. IIpu sToM MakCMMalIbHOE YCHIIUE TIOJ-
ruOKM MEHbIIIE MPENETbHO JIOMYCTHMOTO YCHIIUS Ipecca
Ha 15,5 %.

HW3BecTHO, 94TO Ha Ka4ecTBO TPYO (€T0 JOMYCTHMBIX T€0-
METPUUECKUX XaPaKTEPUCTHK 110 PO(IITIO) BIHIET HEPaB-
HOMEPHOCTb HAIPSHKEHHO-1e()OPMUPOBAHHOTO COCTOSHHS
W OCTaTOYHBIC HANpPSHKEHUS B MeTajule, BOSHUKAIOLIUE B
nporecce GOPMOBKH JIMCTOBOM 3arOTOBKH M MIPH JaJIbHEH-
HIMX OTEepanusx U3roToBiIeHus Tpyo [5, 8, 12].

Hwxe mpuBeneHsl pe3yabTaThl KOMIIBIOTEPHOTO MOJIe-
JTUPOBAHUS HANPSHKEHHO-IC(POPMUPOBAHHOTO COCTOSHUS
B niporpaMmMHOoM Komruiekce DEFORM-3D  ¢dopmyemoii
KPOMKHM JIMCTOBOM 3aroroBku. Ha puc. 4 nokazansl cxema
cOOPKH MOJICITH U AJIEMEHTHI KOHEUHO-3JIEMEHTHON CETKH,
kotopast coctosiia u3 35 800 anementoB. Bpems pacuera
omnepanuy MOAruOKH KPOMOK COCTABHIIO 3 H.

Pacnpenenenre SKBUBAICHTHBIX HANPSHDKEHUN W HH-
TEHCHBHOCTH HATPSDKCHHUU TIPH ITOATHOKE KPOMOK H ITOCTIE
pacnpyXHHHUBaHUS [M0Ka3aHo puc. 5, 6.

PacueT MHTEHCUBHOCTHU HAIPsHKEHUN (CM. puC. 6) mpo-
u3Bonmics o gopmysne [8]

1
G, =0; ZE\/(GI _(52)2 +((52 _(53)2 +(G3 _61)25 “4)

rae 6,, 6,, 03 — ITIaBHBIC HOPMAJIbHBIC HAIIPSKCHU.
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Y 6,08939

X 40

Puc. 4. Pa3mepsl 3ar0TOBKHU U 2J1€EMEHTA CETKU:
1, 2 — HwKHUI 1 BepXHUIH 1eOpPMHUPYIONIINE NHCTPYMEHTBI COOTBETCTBEHHO; 3 — IIPYKUMHBIE IUIAHKH; 4 — JINCTOBAs 3arOTOBKA

Fig. 4. Dimensions of the blank and the grid element:
1, 2 — lower and upper deforming tools respectively; 3 — clamp bars, 4 — sheet billet

Stress — Max principal, MIla Stress — Max principal, MIla
800
700
600
500
400
300
200
100
0
-100 I I
—200 —200
—797 Min —119 Min
886 Max 545 Max
a 0
Puc. 5. Pactipenenenue 5KBUBaICHTHBIX HAPSHKEHUIL:
@ — B KOHIIE OIIepalliy MOATHOKH KPOMOK; 6 — IOCJIE PACIPY)KHHUBAHHS KDOMKH
Fig. 5. Distribution of equivalent stress:
a— at the end of edges bending; 6 — after edge rebound
Stress — Effective, MIla Stress — Effective, MIla
700 700
630 630
560 ; 560
490 ; 490
= 420 o 420
350 _ ¥, 350
280 - : 280
210 —— <o 210
140 e 140
70I M—— 70I
0 0
10,3 Min 0,365 Min
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Puc. 6. Pacnipenenenne MHTEHCUBHOCTH HANPSIKEHHA:
@ — B KOHIIE OTepaIiy MOArHOKN KPOMOK; 6 — MOCIIE PACTIPyKMHUBAHHS KPOMKH

Fig. 6. Distribution of the stress intensity:
a— at the end of edges bending; 6 — after edge rebound
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B Vcxoanbie ganHbie
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Puc. 7. OOumii BU 1MaI0rOBOTO OKHA JUIsl pacyeTa TEXHOJIOTHYECKHX MapaMeTpoB

Fig. 7. General view of the dialog window for technological parameters calculations

AHanmu3 pe3ynsTaToB MO PACTIPEACICHHIO HAIPsHKEH-
HOTO COCTOSIHHSI KPOMKH IIOKa3aJl, 4TO XapakTep pacrpe-
JIeNeHus G, TI0 IIMPUHE KPOMKH HEPaBHOMEPHBIH, IpH
9TOM MaKCHMAJIFHBIC OCTATOYHBIC HAIPSDKEHHSI COCTABIISIOT
0,70—-0,756,. D10 MOXET MPUBECTH K HE MAPaJLIEIBHOCTH
COCIIMHEHHST KPOMOK B COOPOYHO-CBAPOYHOM CTAHE U HeKave-
CTBEHHOMY HAJIOXKEHHIO IIPOIOJIBHOTO CBAPHOTO II1BA KPOMOK.

Pesynbratel hopmanm3anuy MOTYYEHHBIX alTOPUTMOB
U MaTeMaTHUECKOM MOAeNM pacueTra mapaMeTpoB cop-
MOBaHHOH KPOMKH JHCTOBOW 3arOTOBKH [UIS TMOJTYYCHHS
mo6oro tunopasmepa Tpyd D XS TIpencTaBisroTCs B BUIE
ABTOMAaTHU3UPOBAHHON CHCTEMBI pacyeTa U JaHHBIX B TEKC-
toBoM (popmare (MS Word) (puc. 7) [15].

VcXomHBIME TaHHBIMH SIBJISTFOTCS CIICTYTOIIHE TTapaMeT-
pBL: AHAMETp TPYOBL, TONIIMHA CTCHKH U KJIaCC MPOYHOCTH
TpyOBI MJIM MapKa CTalu.

IIporpamMmHBIil TPOIYKT NpeIHAa3HAUYEH KaK ISl COCTaB-
JICHUSI TEXHOJOTMYECKHX KapT Ha TpeOyeMbIil cCOpTaMeHT,
TaK M JUId aHAIM3a BO3MOXKHOCTH MPOU3BOJICTBA JAHHOTO
copTaMmeHTa TpyO W ompeaeicHus npoduist TpyOHOH 3aro-
TOBKH TP (DaKTHYSCKHX XOJax IyaHCOHAa Ha KPOMKOTH-
00o4HOM TIpecce.

[IpexycMoTpeHo mpeACTaBICHNE MMOTYICHHBIX JTaHHBIX
B TekcToBOM (popmare (MS Word) u apxuBaiust JaHHBIX.

[IpuMeHeHue mporpaMMBbl MO3BOJSIET B HECKOIBKO pa3
COKPATHUTh BPEMsI Ha COCTABJICHHUE TEXHOIOTHUCCKUX KapT
10 M3TOTOBJICHHIO MPSIMOIIOBHBIX CBAPHBIX TPYO OOJBIIIO-
ro nuamerpa Ha TOCA 1420.
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MATHEMATICAL MODEL OF PLASTIC FORMING OF THE SLAB
FOR LARGE DIAMETER WELDED PIPES. REPORT 1
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Abstract. The analysis of quality of large diameter welded pipes de-

pending on the parameters and modes of the slab forming on press
equipment is presented. Mathematical modeling of the processes
was performed using the finite element method. The results of the
stress-strained state of metal during round billet forming billets in
forging equipment are shown. Established computer program al-
lows calculating of process parameters settings of press equipment
to determine the value of controlled geometric parameters of round
billets, required in the regulations. The theoretical solutions were ex-
perimentally tested on assortment of large diameter pipes, produced
at TESA 1420. It is recommended to use this method to calculate the
LDP forming parameters and pressing equipment settings that allows
reducing the number of defects caused by the geometry of the flang-
ing press and JCO-press.

Keywords: large diameter welded pipe, forming, edge, round billet, flang-

ing press, JCO-press, depth of punch lowering, calibration of press
instrument.
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