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Annomayus. OnauM u3 5GGEKTUBHEIX METOI0B HCCIIEA0BAaHNU T000TO0 IIpoIiecca ABIeTcs ero GH3nIecKkoe MOACIHPOBAaHUE, B X0/l KOTOPOTO BO3MOX-
Ha [IPOBEpKa JaHHbIX, OoTy4YeHHbIX panee. B maboparopun OMJ] HUTY «MHCuC» umeercst TOCA 30-50 a5 ucciieoBaHus POLECCOB HEMPEPbIB-
HOIt ()OPMOBKH TIPSMOIIOBHBIX CBAPHBIX TPYO MajIoro U CpelHero JuaMeTpoB. PaccMarpuBaeTcs odar HenpephIBHOH Aedopmalmy TpyOHOI 3aroToB-
KU Ha IIpUMepe JIBYX NEePBLIX Ki1eTeil popMOBOUHOro cTaHa ¢ KaTuOPOBKOi BaJIKOBOro HHCTpyMeHTa Juist TpyObl 50 1,5 mM. Ha Gase meTonuk pacuera
apaMeTpoB peasbHbIX BaJKOBBIX KaIuOpPOB pa3paboTaHa cXxeMa KOHTAKTHOTO B3aUMOJICHCTBHS TPYyOHOI 3ar0TOBKH C IEPBBIM H BTOPHIM BAJIKOBBIMU
KamOpaMu M OIPEIeNIeHbl YUacTKU ovara Je(opMaluy ¢ onpeielIeHUeM X pa3MepoB. AHAIM3UPYs YCIOBUSI KOHTAKTHOTO B3auMozeiicTBus TpyO-
HOIA 3aTOTOBKH C BaJIKOBBIMH KaJauOpaMu, oIpeseeHbl TapaMeTpbl TpyOHOI 3ar0TOBKU B KOHTAKTE C BaJKaMK IIEPBOTO Kaaubpa 10 CeMH pa3pesam,
[PHHUMAsi BO BHUMAaHHE 0COOEHHOCTH HENPEPBIBHOTO (DOPMOU3MEHEHHs B IMHUU BAJIKOBOTO (JOPMOBOYHOTO cTaHa. C y4eToM MOIyUeHHBIX JaHHBIX
HPOBEJICH pacyeT NPOIOIbHBIX JehopMaluii 1711 KPOMKU U THA TPYOHOIH 3ar0TOBKH. AHAIU3 Pe3yIbTaToB II0Ka3ajl, YTO MAKCHMalbHAas HPOIOIbHAs
nedopMmanus BO3HUKaa B KPOMKE TPYOHOIT 3arotoBku B paspese b —b u pasna 1,04 %, a mo auy TpyOHOIt 3arotoBku — 0,92 %. [l mpoBeneHus
9KCIIEPUMEHTA Ha TPYOHYIO 3arOoTOBKy Oblla HAaHECEHa KOOpJMHATHAs CeTKa IpH IOMOIIH Ja3epHOro rpasepa. B xone ¢popmMoBKkH 3aQUKCHPOBAHO
OTKJIOHEHHE TPAEKTOPHU JJHA TPYOHOI 3arOTOBKU OT TOPH30HTAIILHOI OCH, OIpPE/ieNIeHbl pa3Mephbl y4acTKOB (hopMOBKH. CpaBHEHHE TEOPETHUECKHX
1 9KCTICPHMEHTAJIBHBIX 3HAUCHUH T0Ka3a10, YTO PACX0XK/ICHHUE 3HaUCHUH He rpeBbimaeT 7 %.

Katoueswle cno8a: >nexrpocBapHast Tpy0Oa, HempepbiBHasS (JOPMOBKA, KOHTAKTHOE B3aHMMOJIEHCTBUE, (JOPMOBOUYHBIN CTaH, KATHOPHI
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DEFORMATION AT CONTINUOUS FORMING
OF LONGITUDINAL WELDED PIPES

S. V. Samusev, A. V. Kondrushin, V. A. Fadeev
I National University of Science and Technology "MISIS" (MISIS) (4, Leninskii ave., Moscow 119049, Russian Federation)

Abstract. One of the effective methods for studying any process is its physical modeling, during which it is possible to verify the concepts and hypothesis
obtained previously by theoretical modeling. In the laboratory of metal forming of NUST “MISIS” there is ERW mill 30 — 50 for the production and
simulation of processes for the continuous forming of longitudinal welded pipes of small and medium diameter, their welding and calibration. This
article discusses the deformation zone of a pipe billet, using the first two stands of a molding mill as an example with a calibration of a roll tool for a
pipe diam. 50x1.5 mm. Based on the analysis of methods for calculating the parameters of real roll calibers, a model of contact interaction of the pipe
billet with the first and second roll open stands was developed and areas of the deformation zone were determined including their sizes: non-intensive
and intense impact; input and output contact zones; springing up. Analyzing the conditions of contact interaction of the pipe billet with roll calibers,
parameters of the pipe billet in contact with the first-caliber rolls were determined in seven sections, taking into account the features of continuous
forming. An analysis of the results has shown that the maximum longitudinal deformation occurred at the edge of the billet in section B — B and was
equal to 1.04 %, and for the pipe billet bottom it was 0.92 %. For the experiment, a grid was applied to the pipe billet using a laser engraver. During
forming, the trajectory deviation of the pipe billet bottom from horizontal axis was recorded, and sizes of the forming sections were determined. Com-
parison of theoretical and experimental values has shown that the discrepancy between them does not exceed 7 %.
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B cBs3u ¢ IMMUPOKHUM HCIIOJIB30BaAHUEM CTAaJIbHBIX pr6 TCXHOJIOTHYCCKHUE CXEMBI, B KOTOPBIX ONPCACIAIONIN-

B TaKHX OTPACIsX, KaK CTPOUTEIBCTBO, MAIIMHOCTPOEC-
HUE, SHEPreTHKA MOBBIIIATCS TPEOOBAHUS K TOYHOCTH
TFeOMETPHUCCKUX MMapaMeTPOB U K IPYI'MM TEXHOJIOTHYEC-
CKHUM XapaKTePUCTHKaM, KOTOPBIE OIPEACISIOT Ka4eCTBO
rotoBoro u3genus [1 — 5]. dnsa sToro pazpabaTbiBaroTCs

MH IapamMeTpaMu (pOPMOU3MEHEHHs MeTajula SBISIOTCS
TeOMETPHSI HCXOJHOM 3aroTOBKM M Je(hOPMALIOHHOTO
UHCTPYMEHTa, TeMIeparypa U CKopocTs [6 — 10]. s
OIIPENCNICHUS] W BBIBICHUS ONTHMAJBHBIX COYCTAHUH
apaMeTpoB Iporecca (OPMOU3MEHEHHsS MeTajla HC-
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MOJIB3YIOTCS pa3InYHbIe METOABI uccienoBanus [11 — 14]
u obopynoBanue [15 — 19].

CopTaMeHT U3TOTOBJISIEMBIX TPYO IPEIONPEACTHI MHO-
JKECTBO CIOCOOOB MPOM3BOJICTBA, arperaTroB W CTAHOB, Ha
KOTOPBIX OH peammsyercs [20 —23]. Kaxnplit u3 cnoco6os
xapakTepusyercss Hauwbomnee 3(h(HEKTUBHBIM JHANIA30HOM
noiy4aeMsIx Tpy0. [IpenbsBnsemsle TpeboBaHUS K TpyOam
SIBISIFOTCSL CYIIECTBEHHBIM KPUTEPHEM IIPH BEIOOpE CIIOCO-
0a ux mpousBoiCcTBa [24 — 27].

B nmanHO# paboTe paccMOTpPEHBI BOTPOCHI, MTOCBAIICH-
HbIE 0COOCHHOCTSIM IPOU3BOACTBA TPSIMOIIOBHBIX CBAPHBIX
TpyO MaJoro M CpeIHero TnaMeTpa, a IMEHHO IPOIIeCC He-
MPEPBIBHOTO ()OPMOM3MEHEHHsI 3arOTOBKH Ha Y4acTKe OT-
KPBITHIX KaJTHOPOB C YIETOM KOHTAKTHOTO B3aHMMOICHCTBHS
3arOTOBKHM MU HHCTPYMEHTA.

Teoperndeckas 1 SKCTIIEpPUMEHTAIBHAS YaCTH BBITOTHE-
Hel Ha 6a3e TOCA 30-50 HUTY «MHUCuC».

[TapameTpbl (OPMOBAHHOHN 3aTOTOBKH B PEaIbHOM BaJI-
KOBOM oO4are MMCHOT CyHICCTBCHHBIC OTINYUA OT HapamMe-
TPOB 3aTOTOBKH, TIPECTABICHHBIX B TEOPETHUECKHUX pado-
Tax [28 — 31].

[Tapamerpsl BankoBOoro ogara (H)OPMOBKH OIIpere-
oM Juis TpyOHOM 3arotoBku (st TpyOer D =50 mwm,
S=1,5mm), popMmyemoii B mepBoii u BTOpOil (HOpMOBOU-
HBIX KaJInOpax.

s OTKPBITBHIX BAJKOBBIX KaTHOPOB (HOPMOBOYHOTO
CTaHa PACCUUTAIM CXEMY B3aMMOJCHCTBUS 3arOTOBKH C
MIEPBHIM H BTOPBIM BaJKOBBIMH KaJIMOpaMu W 0003HATHIIH
ceMb (PMKCUPOBaHHBIX pa3pe3oB (puc. 1).

Jis mepBoro Kanuopa onpeesnig y9acTKi (OPMOBKH:

— HEMHTEHCUBHOM hopMOBKH (/, |);

1, =1557

1, =145,0

— MHTEHCUBHON (popmMoBKH (/| ,);

— BXOJIHOW KOHTAaKTHOH (hopmoBkH (/, ,);

— BBIXOJIHOM KOHTAaKTHOU (popmoBkH (/, ,);

— pacnpyXMHMBAaHHs 3arOTOBKH TIOCTIE Kanuopa (/, ).

[omuyto nimHy ovara AeopMaluy NMepBOro Kaimopa
OTIPEICIIITN M3 CYMMBI [UTHH TIEPEUHCIICHHBIX BEIIIE YIacT-
KoB ([, , + [ ,+1 ,+1 ,+1 ), xoTopas pasna 312,2 mm.

[t BTOporo kammbpa Tarxke ONPEHEIITH pPa3Mephl
y4acTkoB (hopMOBKH (cM. puc. 1).

3HaveHust NPOTSIKEHHOCTH YYaCTKOB /, , M /| ; BBIYMCITH-
JM 1O METOAMKE [32], JUIMHy KOHTAKTHOIO y4acTka [ ,—
o MeTonuke [33], MTUHBI Y9aCcTKOB ll' i 11'5 OTIPEIICITUIH
no pabore [34], mmuny y4actka /, | — no metomuke [35],
JUTMHY Y49acTKa /, | BBIYUCIMIIM BBIYUTAHHEM U3 MEXKKIIETE-
BOTO PACCTOSIHUS CyMMBI OCTalbHBIX Y4acTKOB aedopma-
IIUH, HAXOMAIINXCS MEXKIY MEPBBIM M BTOPBHIM KalInOpamu
(=l =yt s L, + 1) = 145 mm).

[ ceMu pa3pe3oB 3arOTOBKH IIEPBOTO KaJIuOpa Imo ma-
paMeTpaM KOHTaKTHBIX Y4acTKOB (DOPMOBKH rpahuueCKUM
CIoCOOOM MOCTPOCHBI TIPOQYITH 3arOTOBKH (15 IIEHTPAITh-
HBIX U NEpU(EPUMHBIX yYaCTKOB OMPEAENEHBl pajnyChl
(OPMOBKH | [UIMHBI AyT YYaCTKOB, IS JHA TPyOHOI 3a-
TOTOBKH — 3HAYCHHA OTKIIOHCHUS OT FOpHSOHTaJILHOﬁ OoCcH
(hOpMOBKH).

B paspese A — A popma mpoduns 3aroroBku 00ycioB-
JIeHa ee KOHTAKTOM I10 OHOU TOYKe ¢ pebopramu HUKHe-
rO BaJIKa U OJHOW TOYKOM C BEpXHMM BajKkoM. B paspesax
b-b u B—-B yBenuuuBamu KOHTAaKTHBIE IUIOLIAIM 3a-
TOTOBKU C MHCTpyMeHTOM. B paspese I' —I' npunumanu
YCIIOBHE ITOJTHOTO KOHTAKTa 3arOTOBKH C HMHCTPYMCHTOM.
B pazpesax /I - I u E — E ymeHbl1anu KOHTAKTHBIE 30HBI

L,=74.0 L=

L
s = |
E§§ Méxicknemesoe paccmosnue 1, = 330 ‘§ i '

A |
b |<—)K

Puc. 1. Cxema B3aMOJIEHCTBUSI 3aTOTOBKH € NEPBBIM M BTOPBIM BAJIKOBBIMHU KanuOpamu (poOpMOBOYHOIO cTaHa U ceMb (PUKCUPOBAHHBIX Pa3pe3oB

Fig. 1. Scheme of contact interaction of the billet with the first and second roll calibers of the forming mill and seven fixed sections for each caliber
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Puc. 2. Ilpodunu TpyOHOIT 3ar0TOBKM B KOHTAKTE C BaJIKaMHU TIEPBOTO KaIuOpa 1Mo ceMu pazpe3am

Fig. 2. Parameters of the pipe billet in contact with the rolls of the first caliber by seven sections
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Puc. 3. IlponosnbHeie nedopmanuu TpyOHOI 3arOTOBKU Ha Y4aCTKE OTKPBITHIX KaTHOPOB

Fig. 3. Longitudinal deformations of a pipe billet in the area of open passes
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Puc. 4. ITapameTpsl 9KCIEPUMEHTANBHOTO HCCIEI0BAHNUS:
a — 3aMep pa3MepoB KOOPJMHATHBIX SUEEK 3arOTOBKH Mocie (POPMOBKH; 6 — pa3BepTKa KOOPAUHATHOH CeTKH nociie (POpMOBKH

Fig. 4. Experimental parameters:
a — measurement of dimensions of the coordinate cells of the billet after forming; 6 — unfolding the coordinate grid after forming

C MHCTPYMCHTOM B COOTBETCTBUH C PEKOMEHIAUMSIMH pa-
60ts1 [33]. B paspese XK — XK npuHumany ycaoBue KOHTaK-
Ta 1o TpeM Toukam. IIluprHa 3aroToBKH BO BceX paspesax
0CTaBaJIaCh HEU3MEHHOIL.

Paszmeps! yuacTkoB opMOBKH H 3HAYEHHUS
NPO10JILHBIX AedopManuii 10 pacYeTHBIM
M IKCIIePUMEHTAJTbHBIM JaHHBIM

Dimensions of the forming zones and the values
of longitudinal deformations according to the calculated
and experimental data

CpaBHEHHE IIHMH yIaCTKOB (DOPMOBKH

e pacdyeTHOe 3Ha4EHHE, | SKCIEPUMEHTAIbHOE A%
MM 3HAYCHUE, MM
[ 155,7 165 6
b 58,5 62 5,9
[, 5 34,6 37 6,9
Uia 23,6 25 5,9
[ s 39,8 42 5,5
CpaBHeHue nehopMaliyii mo paspesam
KOHTAKTHBIX Y4aCTKOB (POPMOBKH
9KCIIEPUMEHTATEHOE

pacdeTHOe 3Ha4CHUE o

paspes T s 3HAYCHUE A, %

AR ? nedopmaru max, %

A-A 0,23 0,24 4,3
b-b 1,04 1,07 2,9
B-B 0,65 0,63 3,1
r-r 0,28 -0,29 3,6
-1 0,42 0,44 4,8
E-E —-0,6 —0,62 3,3
K-XK -0,76 -0,79 3,9

[MocTpoenne npoduieil 3aroTOBKU BBITIOJHSIN B T'pa-
¢uueckom pemakrope nporpammbl KOMITAC-3D nipu mo-
Mo HHCTpyMeHTa «Crutaitey (puc. 2).

B ocHoBe pacuera nedOpMHPOBAHHOTO COCTOSIHUS
TpyOHOI 3arOTOBKH JICKHUT OMPEACICHUE TPACKTOPUH (DHK-
CUPOBaHHBIX BOJIOKOH [36, 37] B COOTBETCTBUH CO CXEMOM
B3aUMOJIEHCTBUS TPYOHO! 3aTOBKM C BaJKOBBIMU KanuOpa-
MU (cM. puc. 1).

Ha puc. 3 mpencraBieHsl MponOibHBIE ehopMaruu
KPOMKH H JTHa TPYOHOH 3arOTOBKH IO [UIMHE odara (op-
MOBKH.

XapakTepHOW OCOOCHHOCTBIO JIE()OMHPOBAHHOIO
COCTOSTHUSI TPYOHOH 3arOTOBKH SIBISETCS HEpaBHOMEP-
HOCTh W NHKJIWYHOCTH MPOJONBHBIX JAePOopMamuii 1o
JUTMHE yJacTKa (OPMOBKH. Bo BHEKOHTAaKTHOM ydJacTKe
($hopMOBKH Tiepea KamuOpaMu MPOUCXOJUT PACTSIKCHHE
KPOMOK (TpofoibHast AcopMamust AOCTUTACT MAaKCH-
myma 1,09 % npu mepexoae BO BXOTHONH KOHTaKTHBIN
y4acTok). Jlamee mpoucxoauT cxxatue Kpomok (nedop-
Manus ymenbmaercs 10 0,78 %). Ha Bbixone U3 yuactka
pacupyKHHUBaHUS AeGOpManus JOCTUTACT 3HAYCHUS 10
0,04 %.

Jisi OLlEHKW pacdeToB OBLT MPOBEAEH AIKCIEPUMEHT
mo (GopMoBKe TpyOHOH 3arotoBku B Jraboparopurn OMJ]
HUTY «MHUCuC» [38].

[lepen nomadeii B HopMOBOUHBIN CTaH 3aTrOTOBKY pa3-
METHJIM Ha JIa3epPHOM TI'paBepe CETKOW C pa3MepoM sueii-
ku 20x20 mm. OmpeneneHue 3HAYEHUNW pa3MEPOB sUEEK
JUIL pacueTa MPOAONBHBIX Aedopmanuii ocCyImecTBHIHN
B CIIIYIOIIEM HOPSIIKE.

Pasmernnu Bce stueiiku 3arotoBku. CHSUTH KOHTYPHBIM
1abJoHOM MapamMeTpbl MpoQuiel 3aroTOBKU IO pa3Me-
YeHHBIM JHHUAM. [lepeHecnu pazmepsl MpoQuieid ceTKu
Ha MWUIAMETPOBYIO OyMary W OIpPEICIIHIN KOOPAWHATHI
TOYEK CETKH Ha MPODWIAX, paANyChl H 3HAYCHUS YIIIOB TI0-
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MIEPEUHbIX Pa3pe30B 3aroToBKu. OudpoBanu NpoxoIbHbIE
CEUCHUSI, M3MEPHITH Pa3Mephl sSTUeeK CeTKU ((PUKCHPOBAIH
MU3MCHEHHSI HCXOJHBIX Pa3MEPOB KOOPAMWHATHBIX SUCCK)
(puc. 4, a).

Pa3smepsl, CHATBIC SICKTPOHHBIM IITAHTCHIIUPKYJIEM,
HAKJIAJbIBAIK HA OIM(POBAHHBIC CECUCHHS M ONPEICIIIN
W3MCHEHUsI JITMH S[YCEK, TOJyYHB Pa3BEPTKY KOOPIUHAT-
HOM CETKU ¢ pazMmepami siueek nociie popmMoBku (puc. 4, 0).
Ha ocHOBe pa3BepTKH BBIYUCIWIN 3HAYCHHS TTPOIOIBHBIX
nedopMalii U CPaBHWJIM C PACUYCTHBIMU 3HAYCHUSMHU
(cM. TabnuIy).
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