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Annomauus. [lpencraBieH aHann3 KadyecTBa cBapHbIX TPyO Gounbioro guamerpa (TH/I) B 3aBucHMOCTH OT mapaMeTpoOB U PEKUMOB (POPMOBKH JTHCTOBOM

3aroTOBKH Ha IIPECCOBOM 000pyAOBaHHHU. BhIOIHEHO MaTeMaTHuecKoe MOAGIMPOBAHHE IIPOLIECCOB C IIPUMEHEHHEM MEeTO/1a KOHEUHBIX JIEMEHTOB
U TIPEeJCTaBICHBI PE3yIbTAThl HANPSKEHHO-1e()OPMUPOBAHHOIO COCTOSHHSA MeTallla IpH (OPMOBKE TPYOHOH 3aroTOBKU B IPECCOBOM 000PYIO-
Banuu. Co3nanHas nporpamma i OBM 1o3BosseT MpoBOAUTE PacyeT TEXHOIOIMYECKHUX IapaMeTpOB HACTPONKU MPECCOBOro 000pyI0BaHUS U
ONpeJIeNATh BEINUUHB! KOHTPOIHUPYEMBIX TEOMETPHIECKUX [apaMeTPOB TPYyOHO! 3arOTOBKH, IPEIbSBILIEMbIX B HOPMATHBHBIX JOKyMeHTax. Teo-
peTHuecKue pereHus IPOBEPEHbl IKCIIEPUMEHTAILHO Ha copTaMeHTe TpyO OoublIoro auamerpa, Bbimyckaembix Ha TOCA 1420. Pexomen10BaHO
HPUMEHSTH JaHHYI0 METOAHMKY I pacuera mapameTpoB ¢opmoBku TH/l 1 pexuMOB HACTPOHKH MPECCOBOTO 00OPYAOBAaHMUA, 00ECICINBAOIINX
YMEHbLICHHE KOJINYECTBA A()EKTOB, BbI3BAHHBIX F€OMETPHUEll PECCOBOr0 MHCTPYMEHTA KPOMKOIMOOUHOTO Ipecca U Ipecca MmaroBoit (JopMOBKH.

Kniouesvie cnosa: capubie TpyObl GONBIIOrO Auamerpa, HOpMOBKA KPOMKH, JIMCTOBAs TPyOHAs 3aroTOBKa, KPOMKOTHOOUYHBIN Ipecc, MPece MaroBoi
(hopMOBKH, ITyOHHA OITyCKaHUsI ITyaHCOHA, KaTUOPOBKA IPECCOBOTO HHCTPYMEHTA.
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Kak ObuTO TIOKa3aHO aBTOpamu B padote [1], oqHUM U3
MyTeil MOBBIIIEHNSI KaueCTBA CBAPHBIX TPYO OOMBIIOrO aua-
Metpa (10 1420 MM) — CHU)KEHHE TEOMETPUYUCCKHX JIS(DEKTOB,
SIBIISIETCSl COBEPIICHCTBOBAHHE M ONTHMM3ALMS T1apaMeTpPOB
(hOpMOBKH TPYOHOH 3arOTOBKH Ha TIPECCOBOM 000PY/IOBAHHUH:
KPOMKOTHOOYHOM U Tpecce mraroBoil ¢opmoku (IIID) ¢
MPUMEHEHNEM MaTeMaTHIECKOTO MOJCIUPOBAHHS, OCHOBAH-
HOTO Ha METOJIC KOHEUHBIX AJIEMEHTOB [2 —4] ¢ UCIosb30Ba-
HEEM Pa3JIMIHBIX TPUKIIAIHBIX TIPOTPAMM.

a

[Tocne hopMOBKM Ha KPOMKOTHOOYHOM Tpecce JIUCT
nepeMeInaeTcss Kk TpyoopopMOBOUHOMY Ipeccy IIaro-
BOH (POPMOBKH, B KOTOPOM MPOU3BOAMTCS THOKA JHCTA
10 BCEW JUIMHE C MMOMOIIBIO IITAaMIIa, pa3Mepbl KOTOPOTO
BEIOMPAIOTCSI B COOTBETCTBUH C pa3MepaMH T'OTOBOH Tpy-
6b1. Tak, HapuMep, NP MPOU3BOACTBE TPYO AUAMETPOM
1420 MM (opMOBKa JIHCTa C OJHOW CTOPOHBI TMPOU3BO-
autcs 3a 10 maroB u monyvaeTcsi cedeHue J-oOpaszHOU
(dhopmel (puc. 1, a). 3areM JICT nepeMeniaeTcs Ha IPyryro

9] 8

Puc. 1. [TocnenoBarenbHOCTb oneparyii HOPMOBKH JIMCTOBO 3aTOTOBKHU B IIPECCe MIATOBOI (POPMOBKH:
a — pOpMOBKa JIEBOI YaCTH 3aroTOBKH; 6 — OPMOBKa IPaBOH YaCTH 3arOTOBKH; 6 — ()OPMOBKA Cpe/IHEl YacTH 3ar0TOBKH

Fig.1. Sequence of the sheet blank processing in the press of stepwise forming:
a — forming of the left part of the blank; 6 — forming of the right part of the blank; ¢ — forming of the middle part of the blank
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CTOPOHY M BTOPOM MaHUIYJISTOP yCTaHABIUBAET €r0 1JIs
THOKHU JApyroi cTopoHbI (puc. 1, 6), mociae KOTOpoi Tak-
ke 3a 10 maroB aucTOBas 3arotoBka noiydaet C-o0pas-
HbII nipoduiab. Ha nocneanedt craauu — Ha 21-oM 1mare
(puc. 1, 8) popmupyetcst O-06pa3Hblii TPoYHUIL TPYOHI C
OTKPBITHIM IIIBOM, ITOCJIE YETo TpyDa mocTymnaet B cOopod-
HO-CBApPOYHBIN CTaH.

ABTOpamH  pa3pa0oTaHa MareMaTHYecKas MOIeNb
(c mpuMeHeHNeM MeTo/1a KOHEUHBIX AJIEMEHTOB [5]) 1 anro-
PHUTM pacdera YCHIIHS THOKH, a TAKKe ITyOUHBI OITyCKaHHUS
IyaHCOHA /, 10 BETMUUHE KOTOPOTO MPOBEPSIIOTCS FEOMET-
pHUUECKHUE MapaMeTpsl GaKTHIeCKOTO paanyca, BRICOTH H o
W IUPHHBL B (hopMyeMoOro yuacTka MOCIeJOBaTeNbHO Ha
Ka)KIIOM i-OM IIIare BCEH JJIMHBI 3arOTOBKH MOCIE pacIpy-
JKUHMBAaHUS B 3aBHCUMOCTH OT MEXAHHYECKUX CBOICTB
3arOTOBKH, MPOQHIS THOOYHBIX MATPHUI] M HACTPOCUHBIX
napaMmeTpoB Ipecca.

Ha mepBoMm aTame it YHCICHHOTO MOACIHPOBAHMUS
BbIOpaH nporpaMMHslii mpogykT MSC Marc [6] u monHsIi
(akropubiii skcriepumeHT (I1IDD) co cxemoit 34. B T1DD
ObUTH BEIOpAHBI ClIeyIoHe (GaKToOphI:

ITapametp IIpenenst uamenenust

Ot 8 10 48 MM ¢ uH-
TepBaioM 20 MM

K52 (o, = 450 MTTa)
180, 350, 450 MM

IIyaHCOH = \V(Rnyal-lcou)
200, 350, 450 Mmm

Tonmunaa nucra
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Pannyc 3aroroBku Ha mpeasiaymem mare 200, 435, 670 mm
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Puc. 2. Cxema K pacdeTy napamMeTpoB 1IaroBoi (pOpMOBKH JTHCTOBOM
3aroTOBKH METO/IOM KOHEYHBIX 3JIEMEHTOB

Fig. 2. Calculation scheme of the stepwise forming parameters of the
sheet blank by finite element method
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W3BecTHO, uTO mpU (POPMOBKE 3arOTOBOK Ha IIpecce
[IarOBOH (POPMOBKH MEXKIY MPEABIIYIIHM U TIOCIEIYIO-
UM y4acTKaMH MOXET OBITh NPSIMOIUHEHHBIN y4acToK L
(cm. puc. 1), Mo mpuuMHE KOTOPOTO BO3MOXKHO TIOSIBIICHUE
TEOMETPUUCCKUX Ae(HEKTOB.

[Ipu ananu3e cTaTUCTUYECKUX AaHHBIX I10 FEOMETpUUEC-
kuM jaedexkram Hambonee NPOOIEMHBIM COPTaMEHTOM
D_XS_sBnsercs npou3BoACTBO TpyO auamerpom D= 530,
559,720,820u 1220 MM ¢ TONIIUHOM CTeHKH 10 18 — 20 MMm.
Tak, HarmpuMmep, pu (GOPMOBKE JINCTOBOI 3aroTOBKH Ha
mpecce maroBoit GOPMOBKM B MHTEpBaJIe TOMIIUH CTEHOK
S =8 — 18 MM oTMeYeH caMblii G0JIBIION ITPAMOIMHEHHBIH
Y4aCTOK MEAy MECTOIOIOKECHUEM TIEPBOTO I1ara U Iupu-
HOU TIOJOTHYTOH KPOMKH JIFICTa M TIPOLICHT BO3BpaTa Tpyo
Ha [TOBTOPHOE HKCTIAHAUPOBaHUE cocTaBisieT 6osee 10 %.

Kak cnenyer u3 puc. 3, BenMYMHA MPSIMOJIMHEHHOTO
ydacTka mpu (pOPMOBKE JIMCTOBOM 3arOTOBKHU HA i-OM IIIare
paccuuThIBaeTCs O yPaBHEHMIO

L= ZH _101' _lli—17 2

mar

B KOTOPOM COCTABJISTIOIIUE OTPEACIISIOTCS TIO CIIEAYIOIINM
3aBUCUMOCTSIM:

s
Iy = (1 + szmar; 3)
_ R +S
I, = (R, + S)2arcsin : - | @
\/(xéi = x7;)" + (V3 = y7)
I, = (R, +S)2arcsinx
x RS . (5)

\/(x;i—l - x7i—l)2 + (V5 — J’7i71)2

Puc. 3. Cxema k pacueTy NpsIMOJIMHEHHOTO yJacTKa MPH [IaroBOH
(bopmoBke: -
11 e — OOLIAS JUTHHA 1L1Ara 110 HAPYKHOH TIOBEPXHOCTH; [y, — JUIMHA JlyTH
OT FOPU30HTAJILHON POCKLMHY /; | Ha IpeablyIueM mare GopMOBKH
;o
JMCTA

)

Fig. 3. Calculation scheme of the straight section at stepwise forming:
Ly ar — the total length of the pitch on the outer surface; /, — length of
the arc from the horizontal projection /,  of the previous step of sheet

forming



METAJIJIYPTUYECKHUE TEXHOJIOTUU

Tabnuma 1

PacuerHble AAHHbIC 10 CYMME TOPHU30HTAJbHbIX npoemmﬁ MpPH PA3/IMIHBIX PACCTOAHUAX MEKTY HU)KHUMHU Oolikamu

Table 1. Estimated data on the sum of the horizontal projections at various distances between the lower backups

A, MM =11, mMm A, MM =11, mMm A, MM Z=1—-1,mMm
200 86,068 280 157,115 340 214,025
230 112,028 290 166,37 350 223,763
240 120,813 300 175,764 370 243,393
250 129,784 310 185,231 380 253,317
260 138,814 320 194,721 390 263,274
270 147,909 330 204,313 400 273,259

[IpencraBnennas cucrema ypaBHeHwii (3) — (5) pemaer-
CsI C TIOMOIIIBIO anropuTtMa [7].

Jlnst onpeienienyst rOpM30HTANIBHBIX IPOEKIMM [, v /| pac-
CMOTPEHBI CIIEAYIOIINE 3TAITBI ITpoliecca THOKHU JINCTOBOI 3a-
TOTOBKH Ha i-OM I1are (popMOBKH JIUCTA: CTAANSI MUHUMAIIb-
HOH TITyOUHBI OITy CKaHUS ITyaHCOHA; CTa IHsI CPeTHEH TITyOHMHBI
OITyCKaHHMSI ITyaHCOHA; CTa sl MAKCHMAJIBHO BO3MOYKHOI TITy-
OWHBI OITyCKaHWI ITyaHCOHA. J[J1s1 Ka)KIT0T0 13 ATAIoB pa3pado-
TaHBI PACUECTHBIE CXEMBI U OIPE/ICTICHBI alPOKCHMHPYIOIINE
YPaBHEHWS ISl ONPEIENIEHNs] TOPU30HTAIBHBIX IPOEKIHH /),
[, opMyeMBIX yHACTKOB B 3aBUCMOCTH OT PACCTOSHHUS MEK-
Iy Ooiikamu 4 (Ta0n. 1), a Takke TIIyOWHBI OIYCKAaHUS ITyaH-
coHa H (cM. puc. 2), BBIYUCICHUE KOTOPBIX IPOM3BOAUTCS 1O
COOTBETCTBYIOITIM aJITOPUTMaM [7].

OmnpeneneHbl ycnoBus o0Opa30BaHUS HPSMOITHHEHHBIX
YYaCTKOB MEXIY (POPMYEMBIMH PaIHyCaMH 3aTOTOBKH.

JlaHHast MOJIETTh TTO3BOJISIET TAKIKE PACCUUTHIBATE PAIH-
yC ITyaHCOHA, TPH KOTOPOM O0OECIIeunBaeTCsl OTCYTCTBHUE
MPSIMOJIMHEHOTO y4acTKa MEXIy (GOpPMyeMbIMH IIaramMmu
JIUCTOBOM 3arOTOBKH (Ta0II. 2).

s mpoussoactea  TpyO Tumopasmepa D XS =
=720%22 mm xareropuu npouHoctu K52 — K65 mo pe-
3y/lbTaTaM MPOBEICHHBIX PACUCTOB PEKOMEHIYETCs yCTa-
HaBIUBATh PACCTOSHIE MEXKIY OTOpaMH HIDKHUX OOWKOB
A =250 MM u paauyc IyaHcoHa R = 240 mMm.

TIyaHCOH

Tabnuma 2

PacyeTHblii paguyc NyaHCOHA B 3aBUCHUMOCTH
OT MeXaHHYeCKHX CBOKCTB /ISl TPYO pazmepoM
D_xS§_ =720%22 mm

Table 2. Estimated punch radius depending
on the mechanical properties for the pipe with the size
D_xS§_=720%22 mm

Kiacc Kracc
» MM ., MM
NPOYHOCTH TTyaHCoH MPOYHOCTHU IIyaHCOH
K34 260 K60 240
K52 240 K65 240
K56 240 K80 225

Ha npaxTuke HacTpoiiKy MHCTPYMEHTA IIpecca I1aroBoi
(hOPMOBKH TPOBOIAT TI0 BEIUYMHE TIIyOMHBI OIMYCKaHWUS
IIyaHcoHa f.

1 OLEeHKH JOCTOBEPHOCTH HOJIYUYEHHBIX PErpeccuB-
HBIX ypaBHEHUH pacueTa IIyOMHBI OIyCKaHUs ITyaHcoHa H
mo maram (OpMYyEeMBIX JHCTOBBIX 3arOTOBOK IPOBEICH
KOMIIJIEKC 3KCIEPUMEHTAIBHBIX HCCIECAOBAHUIL IO 3aMepy
(haKTHUIECCKON TITyOMHBI OITyCKaHHsI ITyaHCOHA.

B Tabn. 3 mpuBeneHBI pe3ylbTaThl 3aMepa TITyOUHBI
OIyCKaHus ImyaHcona f, (i=1...8 — maru myancona npu
(hopMoBaHUU JIEBOH MOJOBHUHKI M i =9...16 — mpaBoii cTo-
POHBI 3aroTOBKH, i = 17 — mocienHuil mar (opMOBaHUSL
3aroTOBKH B KpPyT) JUIS 3TOTO K€ TUIOpa3Mepa TpyObl Ha
npecce IaroBoil popMoBkH (pamuyc myaHcoHa 280 mw,
mupuHa myaHcoHa 350 MM, paccTosiHHE MEXTY Ooiikamu
290 mm).

CpaBHeHHE DPe3yJIbTaTOB pacueTa 10 pa3pabdoTaHHON
MOJIEJIM M SKCHEPUMEHTAIbHBIX 3HaU€HUI IIyOMHBI OITyC-
KaHWs ITyaHCOHAa /H Tpu (OPMOBKE JHCTOBON 3arOTOBKU
Ha [TIH® mis TpyO pa3nudHOro THIOpa3Mepa H KaTerOpHH
MPOYHOCTH TOKA3aJI0 XOPOIIYIO CXOAUMOCTb.

Kak ormeueno B psje pador [1, 4, 8 — 10], Ha ka4yecTBO
cOOpKH ¥ cBapKu TPyO OONBIIOro AuamMeTpa Ipy MpoKiIa-
K€ MarucTpajbHBIX TPYOOIPOBOIOB BIHSET HAIPSHKEHHO-
J1e(OpPMHPOBAHHOE COCTOSHUE METajjla Kak M0 BCEMY Ce-
YeHUIO TPYOBI, TAK M Ha TOPIAX 3aTOTOBKH, YTO BBHI3BIBACT
MOSIBJIEHNE OCTATOUHbIX HampsbkeHud [11, 12] B monepeu-
HBIX CBapHBIX IIBaX, KOTOPBIE CHIDKAIOT IPOYHOCTH TPYyOO-
MPOBOJIA MIPU AKCILTyaTalllH.

B cBs31 ¢ 3TUM Ha BTOpPOM 3Tale UCCIIEeJOBaHUIl Mpo-
BE/ICHO KOMITBIOTEPHOE MOJICTMPOBAHUE HAMPSKEHHO-JIC-
(hOpMUPOBAHHOTO COCTOSHISI METaJIa TP IMIaroBoit ¢op-
MOBKE JIMCTOBON 3aroTOBKM B NPOrPaMMHOM KOMILJIEKCE
DEFORM-3D. /Iyt 6oj1ee neTabHOro pacCMOTPEHUS pac-
npeseneHust qegopmanyii mo MMUpHHE 3ar0TOBKU OblIa Ha-
HeceHa 21 KOHTPOJIbHAS TOYKA, B KOTOPBIX OTCIIEKUBAIOCH
U3MCHEHHE paccMaTpHBaeMbIX HapaMmeTpoB. Hanocummchk
JIBE€ CEpUM TOUEK: IlepBas pacrojiarajach Ha PacCTOSHUU
2 MM OT BHEIIHEH IOBEPXHOCTY JIUCTA, a BTOpas HaXOIu-
Jlach B CE€PEMHE TONIIMHBI JIUCTAa HA paccTOstHUU 11 MM oT
MOBEPXHOCTH (puc. 5).
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Pacuernnie H

pacu H IKCIIePUMEHTAJIbHbIC H

IKCH

Tabnauma 3

3HAYeHUsl ITyOUHBI OIIyCKAHMSI IIyaHCOHA NPH (OpPMOBKe

JINCTOBOH 3ar0TOBKHM /ISl OJTy4eHust TPYO Tunopasmepa D xS = 720%22 mm Kkateropuu npounocru X458S
(anaJjor cranu K52) (paanyc nyancona R = 280 mm, mnpuna nyancona B = 350 mm,
paccrosinue Mexay ooiikamu A =290 mm)

Table 3. Calculated (Hpm) and experimental (H_ ) values of the depth of the punch lowering
when forming the sheet blank for pipe with the size D xS = 720x22 mm of KH45SS strength grade (analogue of K52 steel)
(punch radius is Rp =280 mm; width of the punch is B = 350 mm; the distance between the backups is 4 =290 mm)

ar ¢popmoBKH
o 2 | 3 4 | s s | 71 | 8 | 17
I;I;)yl\%eg: PacuerHas BennunHa IyOUHBI OMYCKAHUS ITyaHCOHA Hpam, MM
8 | 26 | 26 | 25 | 25 | 25 | 24 | 24 | 24
DKCIepUMeHTaIbHAS BEJTMUMHA TTyOWHBI OMTYyCKAHUSI ITyaHCOHA I10 1aram H, . MM

1 29 28 25 24 23 24 25 23 25

2 29 28 24 23 23 24 24 25 26

3 29 28 24 23 23 23 25 26 27

4 29 28 24 23 23 24 25 25 27

5 29 28 24 23 23 24 26 26 27
. 350 Ha puc. 6 mpezacTaBieHbI cxeMa COOPKH U 3IEMEHTHI KO-
32 300 | HEYHO-2JIEMEHTHOM CETKH.
§ 250 |- Ha puc. 7 u B TabI1. 5 nmpuBeneHs! pe3yIbTaThl pacyera
% = 200 F HAKOIUICHHOW cTerneHu aedopManu npu GOpMOBKE TpY-
g % s | 651 THIOpasMepa D xS, = 72022 mm u3 cram AISI-1070
§ . } (ananor K52), monyns FOnra E = 206 754 MIla.
§ ~ 10 i PesymeraThl nccneoBaHus YKa3bIBAIOT Ha HEPAaBHOMED-
§ 50 HOCTh PAaCHpeNesICHHus HANPsLKCHHO-IS(POPMHPOBAHHOTO
= 0 Hm MeTajula B Pa3lUYHBIX cedeHusx (-o0pazHoro mpouis

=50 0 0 20 30 40 5 60 70 (Ha epBOM, BTOPOM, TPETHEM U JIECSTOM II1arax) Ha Ipecce

Xoo nyancona H, mm

Puc. 4. Xapakrep U3MeHEHUs FOPU3OHTANLHBIX Npoekuuii [ (1) u l, (2)
MIPU Pa3IMYHOM NIIyOUHE OIyCKaHUs ITyaHCOHA

Fig. 4. Nature of the changes of horizontal projections /; (/) and /, (2) at
different depths of the punch lowering

MIaroBoi ()OPMOBKH IO BCEH AJHMHE 3arOTOBKH. JTO yKa-
3bIBA€T Ha TO, YTO B 3THX CEUEHMAX MPOUCXOIMUT IPOTUO
JIMCTOBOW 3arOTOBKM (BEIMYHMHA Ae(hOpMAII MUHUMAIIb-
Ha ¢ . =0,10 — 0,03). IIpu nocnenyromei n0GpopmoBke
0-00pa3HOl 3aroTOBKM Ha COOPOYHO-CBAPOYHOM CTaHE
B 9THUX MECTaX HE IPOHCXOAUT IUIOTHOTO IPWIIETAHUS €€

1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21
o) ] ] ] [ [ ] ] ] ] ] [ | ] ]
t
82112 | 112 | 112 {112 | 112 [ 112 | 112 [ 112 | 112 | 112 | 112 | 112 | 112 | 112 | 112 [ 112 | 112 | 112 | 82
a
1 2 3 4 5 6 7 8 9 10 11 12 13 14 IS5 /]6 17 18 19 20 21
82112 | 112 | 112 [ 112 | 112 [ 112 | 112 | 112 | 112 | 112 | 112 | 112 | 112 | 112 | 112 [ 112 | 112 | 112 | 82
0

Puc. 5. Cxema pacriosiokeHHe TOUEK Y BHEIIHEH NOBEPXHOCTH (@) U B cepeinHe ucTta (6)

Figure 5. The circuit arrangement of points on the outer surface (a) and in the middle of the sheet (6)
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Tabnumna 4

PacuerHble n IKCIIePUMEHTA/IbHbIC TaHHbIE (l'[O BeJIMYHMHE X0/1a TyaHCOHA Ha Ipecce IaroBoi q)OpMOBKH

s TpyOb1 D %S =1420%32 mm kiacca npounoctu K60 (R, =500 mm, B = 600 mm, 4 = 450 mm)

Table 4. Calculated and experimental data (in size of the punch stroke at press of stepwise forming
for the pipe D xS =1420%32 mm of K60 strength grade (R, = 500 mm; B = 600 mm; 4 = 450 mm)

llar ¢popmoBKH

N | s [ e L7 [ 8 [ 9 | |
Pacuernas rﬂy6HHa OIlyCKaHUs ITyaHCOHa Hpacq’ MM
5 | 3 | 2 | > 23 3 | 2 | 2 | 2 |
aKCHepI/IMeHTaJ'ILHaﬂ Fﬂy6I/IHa OITyCKaHMUs IIyaHCOHa 110 Iiaram Hakcn, MM
24 | 3 | 23 | | 2 22 2 | »3 | 23 | 22 |

Puc. 6. Cxema cOOpKH U AIEMEHTBI KOHEYHO-3JIEMEHTHOW CETKU

Fig. 6. Assembly diagram and elements of finite element mesh

Strain — Effective (mm/mm) 0,14
1
P2 0,050 012
P3 0,045 3 1
0,040 S on0f
P4 g g
\ 0,035 < 008 4 s 5
P 080 3 /
" ’ £ 006t s
IP6 0,025 § 2 3 0
L) S L
’ 0,020 g 004 | I
p7 & 10
," 0,015 0,02 -
+*P8 0,010 . . , , a
P11 ')/T’9 0,005 0 20 40 60 80 100 120 140
= P10 0 Bpems (8 npoyecce modenuposanus), ¢

Puc. 7. Pactipenenenue HakOILICHHBIX Ae(opMalnii IIocie NomaroBoi popMOBKI B KOHTPOJIBHBIX TOUKAX

Fig. 7. Distribution of accumulated strain after stepwise forming at the control points
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Tabnauma 5

BeJimuuHAa HAKOIJIEHHBIX l]e(l)OpMal[l/Iﬁ mocJjie nouaroBoi (l)OpMOBKI/l B KOHTPOJIBHBIX TOYKaX
HA BHeIUHel MOBEPXHOCTH U B C€PEANHE JIUCTA

Table 5. The value of the accumulated deformation after the stepwise forming at the control points
on the outer surface and in the middle of the sheet

Hakornennsie nedopmarnum

Ha BHEIIIHEH TIOBCPXHOCTH JIUCTA

B C€pCANHE JIHCTa

Howmep . Howmep c Homep . Howmep c
TOUKH 1-10 TOYKU 1-21 TOYKH 1-10 TOYKHU 1-21
1 0,118593 11 0,039165 1 0,107412 11 0,034524
2 0,036172 12 2 0,024706 12 0,041967
3 0,038279 13 0,122389 3 0,025658 13 0,084071
4 0,064039 14 0,057021 4 0,043939 14 0,039443
5 0,057008 15 0,065698 5 0,038144 15 0,050499
6 0,058388 16 0,079231 6 0,03976 16 0,049593
7 0,049556 17 0,057106 7 0,03443 17 0,047837
8 0,047370 18 0,090171 8 0,033748 18 0,055981
9 0,041333 19 0,052796 9 0,033356 19 0,040406
10 0,029101 20 0,038491 10 0,021506 20 0,026373
21 0,119802 21 0,074993
KpPaeBbIX yYaCTKOB, UYTO MPUBOJIUT K HEeKaueCTBEHHOU cBap- 3. KommbrooTepHOE MOAEIHPOBAHUE MPOLIECCOB 00PabOTKH METAILIOB

Ke TexHojorumyeckoro mmsa. [y co3manusi Oojee paBHO-
MEPHOTO pacrpe/iesieHus eopMannii MeTajia Imo Bcemy
ceueHnto O-o0OpazHoro npoduist HeoOXoauMo (HOPMOBKY
MeTaJlJla Ha TaKUX yYacTKaX IMPOBOJIUTH C IOBBINICHHBIM
JIaBJICHUEM B THJIPOLMIIMHApAX Mpecca.

Bui6oowvi. Ha ocHOBe pa3paOOTaHHOTO KOMILIEKCa MaTe-
MaTHYeCKAX MOJICNICH pacueTa HACTPOCYHBIX IapaMeTpOB
mpecca 1maroBoit popmMoBku ObUTa Tpou3BeAeHa (opMau-
3alUsl alTOPUTMOB pPacyeTa TEXHOJIOTHYECKUX DPEKHMOB
(hOpMOBKH TPYOHOM 3arOTOBKH U PEKHMOB HACTPOMKH 000-
PYIOBaHUs, CO3/JaHa ABTOMATU3UPOBAHHAS CUCTEMA PAcyeTa,
APXHMBUPOBAHUS JIAHHBIX ISl K3TOTOBIICHHS TPYO Pa3IMuHO-
TO IMaMeTpa, TOJIIUHBI CTeHKH U MapoK crajei [3].

[porpammusiii mpoaykt mis O9BM «ZV_JCO» ZV
JCO [13] no3Bossier B IMAJIOTOBOM DPEKHUME BBITIOIHATH
MHOTOBapHaHTHBIC PacyeThl PEKUMOB (HOPMYEMOU JIUCTO-
BOM 3arOTOBKH M IMApaMETPOB HACTPOUMKH Ipecca IaroBou
(hOpMOBKH, a TaKKe OMPENeNsITh 3HAYCHUST KOHTPOJIHpYe-
MBIX TIapaMEeTPOB JUII TPeOyeMBIX pPa3MepOB 3arOTOBKHU.
JlaHHBII KOMILIEKC MO3BOJIMI COKPAaTUTh B HECKOIBKO Pa3
BpeMsI Ha COCTABJICHUE TEXHOJIOTHUYCCKUX KapT.
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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 allows calculat-
ing 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 experimentally tested
on assortment of large diameter pipes, produced at TESA 1420. It is
recommended to use this method to calculate the LDP forming parame-
ters and pressing equipment settings that allows reducing the number
of defects caused by the geometry of the flanging press and JCO-press.

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

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