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Annomayun. B npon3BojcTBe OECHIOBHBIX TPYO MacCOBBIM CIIOCOOOM SIBIISIETCSI IIPUMEHEHHE IPO-
IIMBKY 3arOTOBKH Ha CTaHAaX BUHTOBOH IPOKATKH C MOCIEAYIONIeH pacKaTKoi Ha CTaHax MPOAOJIBHOM Mpo-
KaTkH. [Ipy 3TOM K Ka4ecTBY M T€OMETPHUYECKUAM ITapaMeTpaM T'OTOBBIX TPYO HPENbSIBISAIOT HOBBIIICHHbIE
TpeboBanus. K reoMeTprueckuM mapaMeTpaM OTHOCST TaKHe, KaK TOJIIMHA CTEHKH, AUAMETpP, Pa3HOTONI-
IMUHHOCTE. [IpK 3TOM Ha pa3HOTONIIMHHOCTH B OCHOBHOM BJIMSICT Ka4eCTBO T'MIIB3bL. M3BecTHO, 4TO ONHU U
Te ’K€ TeOMETPHUYECKHE MapaMeTphl THIB3bI (AMaMEeTp U TONIIMHA CTEHKH) BO3MOXKHO IONYYUTH NPH pas-
JIMYHOM COOTHOIICHMM HACTPOEYHBIX ITapaMeTPOB, TAaKUX KaK PAcCTOSHUE MEXAY BaJKaMH, PacCTOSHUE
MEXIy yIepKUBAIOLIIM MHCTPYMEHTOM, BBIIBIKEHHE OTPABKH 3a MepexuM. OTHAKO B 3TOM cCilydae pas-
HOTOJIIIIMHHOCTH THIIB3 OyeT pa3nudHoil. Kpome HacTpoeyHBIX TapaMeTpOB Ha PA3HOTOJIIIMHHOCTE BIUSAET
U CTEINIeHb M3HOCA MHCTPYMEHTA, B YaCTHOCTH OITPaBKa MPOIIMBHOTO CTaHA. Y CTAHOBIICHO, YTO TI0 Mepe H3-
HOCa OTpPaBKH MPOIIUBHOIO CTaHA AWaMeTP THIb3bl MOHOTOHHO YBEJIIMYMBAGTCS, YTO NMPHUBOINT K Iepepac-
TIPE/ICIICHUIO TOJIIINHBI CTEHKHU T'MJIb3bI, @ COOTBETCTBEHHO M Pa3HOTOJIIMHHOCTH THiIB3bI. Ilomcky parmo-
HaJIbHBIX HACTPOCYHBIX ITAPaMETPOB C LENbI0 MUHUMH3ALUK Pa3HOTOJIIMHHOCTH | TTOCBAIICHA JTaHHAs pa-
6oTta. Pa3paboTan riaH sKkcnepruMeHTa ¢ MpUMEHeHHeM Moaenuposanus B cpeae QForm. [Iponssenena o6-
paboTKa MMOJIy4eHHBIX THIIB3 TI0 TEOMETPHIECKUM NapaMeTpaM. Ha ocHOBe JaHHBIX POBEIECHO BHIYNCIICHHE
ko3 dunuenTa cpenaexBaapatndHoil omnoku (RSME) miist pa3muaHBIX MOJeneil perpeCCHOHHBIX YpaBHE-
Hui. [l BEIOpaHHOM MOJIENH TOCTPOEHBI HOMOTPAMMBI PACHpEIeNIeHUs Pa3HOTONIIMHHOCTH, TOJIIUHBI
CTCHKH, AMaMeTpa TWib3bl B 3aBHCHMOCTH OT HACTPOCYHBIX HapamMeTpoB. J[aHHBIE HOMOTPAMMBI MOTYT
OBITH MCIIONB30BAHbI B IPOU3BOICTBEHHOM MPaKTHKE AJIS OTIEPATUBHOIO BBHIYHUCICHUS T€OMETPHUYCCKHX I1a-
paMeTpoB T'HIB3 NIPH U3MEHEHUH YCIOBHII IPOIIMBKY 3ar0TOBOK. B kadecTBe mpumepa ObUIH pa3paboTaHbI
PEKOMEHAAIUH [T MOTYYICHUS THIb3 C TOIIMUHON CTeHKH 17 MM ¢ MUHIMAaJIbHOHN pa3HOTONIIUHHOCTBIO.

Kniouegvie cnoea: KoMIbIOTEpPHOE MOJAEINPOBAHUE, IPOIINBKA, HACTPOEUHBIE NAapaMETpPhl, TOUHOCTb,
perpeccHOHHbIC YpaBHEHHS

Jna yumuposanus: Ananu3 BIVSTHAS HACTPOCUYHBIX NTAPAMETPOB IPOIIMBHOTO CTaHA HAa U3MCHEHHUE
JTUaMeTpa U TOJIIWHEI CTeHKU Trib3bl / A.B. Beinpun, B.JI. Heposnukos, /1.1O. 3Bonapes, K.B. TpyOHu-
koB // Bectank IOYpI'Y. Cepust «Metamryprust». 2022. T. 22, Ne 1. C. 42-52. DOI: 10.14529/met220105

© Beinpun A.B., Hepozaukos B.J1., 3sonapes /I.10., Tpyouukos K.B., 2022

42

Bulletin of the South Ural State University. Ser. Metallurgy.
2022, vol. 22, no. 1, pp. 42-52



BbidpuH A.B., Hepo3Hukoe B.J1.,
3eoHapee [.10., Tpy6Hukoe K.B.

Original article
DOI: 10.14529/met220105

ANALYSIS OF THE INFLUENCE OF SETTING PARAMETERS WASHING
MACHINE ON THE CHANGE OF CASE WALL DIAMETER AND THICKNESS

A.V. Vydrin', vydrinav@susu.ru

V.L. NeroznikoV?, neroznikovvi@tagmet.ru
D.Yu. ZvonareVv’, zvonarev@rosniti.ru

K.V. TrubnikoV?, trubnikovkv@ tagmet.ru

" South Ural State University, Chelyabinsk, Russia

2 TAGMET, Taganrog, Russia
% The Russian Research Institute of the Tube & Pipe Industries (RusNITI), Chelyabinsk, Russia

AHasu3 eslusiHUsi HaCMPOEeYHbIX NapaMempoe NPoWUEHO20 cmaHa
Ha u3MeHeHue duamempa U MOJSIUUHbLI CMEHKU 2Ub3bl

Abstract. In the production of seamless pipes, a mass method is the use of billet piercing at helical rol-
ling mills with the first rolling at longitudinal rolling mills. At the same time, increased requirements are
imposed on the quality and geometric parameters of finished pipes. Geometric parameters include such
as wall thickness, diameter, thickness variation. In this case, the difference in thickness mainly affects
the quality of the liner. It is known that the same geometric parameters of the sleeve (diameter and wall
thickness) can be obtained at different distances between the rolls, the distance between the holding tool,
the extension of the mandrel beyond the clamping. However, in this case, the difference in thickness of
the liners will be different. In addition to the tuning parameters, the degree of tool wear, in particular,
the mandrel of the piercing mill, also affects the thickness difference. It was found that as the mandrel of
the piercing mill wears out, the diameter of the liner monotonically increases, which leads to a redistribu-
tion of the liner wall, and, accordingly, the difference in liner thickness. This work is devoted to the search
for rational tuning parameters in order to minimize the thickness difference. An experimental plan was
developed using modeling in the QForm environment. The obtained sleeves were processed according to
the geometric parameters. Based on the data, the mean square error coefficient (RSME) was calculated for
various models of regression equations. For the selected model, nomograms of the distribution of thickness
variation, wall thickness, and sleeve diameter were constructed depending on the tuning parameters. These
nomograms can be used in industrial practice for the operational calculation of geometric parameters when
the conditions for piercing workpieces change. As a project, recommendations were developed for obtai-
ning liners with a wall thickness of 17 mm with a minimum thickness difference.

Keywords: modeling, firmware, tuning parameters computer, accuracy, regression equations

For citation: Vydrin A.V., Neroznikov V.L., Zvonarev D.Yu., Trubnikov K.V. Analysis of the influence
of setting parameters washing machine on the change of case wall diameter and thickness. Bulletin of
the South Ural State University. Ser. Metallurgy. 2022;22(1):42—52. (In Russ.) DOI: 10.14529/met220105

s BeITycKa KOHKYPEHTOCIIOCOOHOW Tpo-
OYKLIUH HEOOXOOUMO HCIOJIb30BaTh HAMIYYILUE
JOCTYIHbBIE TEXHOJIOTHH U BHEIPSTH COBPEMEH-
HBIe Pa3pabOTKU B MPOM3BOACTBEHHBIN IMpoIiecc.
OOHAMH W3 TIaBHBIX IIOKa3aTejaed KadecTBa ro-
TOBBIX TPYO SBISIOTCA UX TEOMETPUYECKHE Ta-
pameTpsbl, 3aKiaJbiBacMble elle Ha CTaJuu Iep-
BOI AedopMupyromeil onepanud — MPOIIUBKH.
VIMEeHHO OT TOYHOCTH THJIB3BI 3aBHCAT BCE IIO-
CIIEAYIOIINE IIOKA3aTeIu MO TOJIMHE CTEHKH U
JMaMeTpy TOTOBOM TpyOsI [1].

HemanoBaxHbIM napamMeTpoM B TOYHOCTHU
TpYO U THIIB3 SABIAETCS Pa3HOTONLIMHHOCTE.

OCHOBHBIM BHJIOM Pa3HOTOJIIMHHOCTH IIPO-
NIMBaEMBIX B JBYXBaJKOBOM MPOINUBHOM CTaHE
THJIBb3 SIBJISIETCS SKCLIEHTPUYHAS TTOTepeyHast pas-

HOTOJIIIUHHOCTh. OJTOT BBIBOJA TOATBEP)KIAIOT
WCCIICIOBAHUS, BBIIIOJIHEHHBIE C MOMOLIBIO per-
peccroHHoro ananusa [2, 3]. IIpu aToM oTIenbHO
OIICHHBAIOT BEJIMYMHY KOHIIEBOW Pa3HOTOJIIHMH-
HOCTH M Pa3HOTOJIIIMHHOCTh B OCHOBHOW HYacTH
ruap3bl.  Ha  KOHIEBYIO  PasHOTONILIMHHOCTb
BIIMSIOT TaKHWe TapameTphl, Kak o0KaTHe mepes
HOCKOM ONpaBKH, KOIDOHUIMEHT OBaIH3alluH,
OTKJIOHEHHE OT NEPHEeHIAUKYJSAPHOCTH TOpLa 3a-
TOTOBKH, TOYHOCTb BHICTaBJICHHUS OCH MPOILNBKHY,
PaBHOMEPHOCTb HarpeBa 3aroToBKU. PasHortoul-
MIMHHOCTDh CPEeJHEH YacTH 3aBHUCHT OT KOd(pdu-
LIECHTa OBaJM3allli, KaTUOPOBKH MHCTPYMEHTA,
yria ToJadyd, CTENeHW H3HOCa HHCTPYMEHTa,
TOYHOCTH BBICTABJICHHMS OCH TPOIIMBKH U pPaB-
HOMEPHOCTH HarpeBa 3aroTOBKH.
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Puc. 1. UameHeHune AnameTpa rmnb3bl N0 Mepe U3HOCA ONpaBKU NPOLUMBHOIO CTaHa
Fig.1. Changing the diameter of the sleeve as the mandrel of the piercing mill wears out

[Ipu peanuzanmu npouecca MPOIIUBKY 3aro-
TOBOK IpPH Pa3IMYHBIX HACTPOEUYHBIX MapaMeT-
pax BO3MOXXHO MOJYYHTh OAMHAKOBBIC 3HAYCHUS
KaK 10 TOJIIMHE CTEHKU, TaK M IO TUAMETPy
ruib3bl [4]. OfHAaKO B 3TOM CiIy4ae pa3HOTOJ-
HIMHHOCTh MOXET ObITh pazinuyHas. Kpome s3T0-
ro, 10 Mepe U3HOCA ONPAaBKH MPOIIUBHOIO CTaHA
MEHSIETCS] U TMaMeTp ruib3el (puc. 1). Jns onen-
KM CTETIEHH BIHMSHMS U3HOCA HA TUAMETpP T'HIIb3bI
ObUIM MIPOAHATM3UPOBAHbI JaHHBIC, TOTYUYCHHbIC
¢ ucnoas3oBanueM QAS CHUCTEMBbl, YyCTaHOBJICH-
Hoii Ha mpomuBHOM ctane AO «TAI'MET»
KSW 1150 VD (cm. puc. 1). IIpeacraBiennas
BBIOOPKA COOTBETCTBYET CYTOUHOMY OOBEMY MpO-
M3BOJICTBA. 3a 3TO BpeMsi B paboTe HaXOIUIOCh
4 onpasku. Kak BuanO u3 puc. 1 mo mepe u3HO-
ca OMpaBKH JUWAMETpP TWJIb3bI MOHOTOHHO IIOBBI-
IIaeTCsL.

3TO B YaCTHOCTH MPHUBOIMT K TOMY, UYTO MpPHU
HEM3MEHHBIX YCIOBHSAX II0 BEJIUYMHE 00XaTuit
MEXIY BaJKaMH, BEIMYMHA 00XaTusi 3arOTOBKH
nepes HOCKOM OIpaBKM TMOCTOSIHHO YBEIHYHBa-
€TCsl U TeM CaMbIM MOBBIIIACTCA PAa3HOTOJIIIMH-
HOCTb THJIB3.

Takum 00pa3oM, MOKMCK MyTeld YMEHBIICHHUS
Pa3HOTONIIMHHOCTH THJIB3 3a cYeT moadopa Ha-
CTPOCYHBIX MapaMETPOB SBISIETCS MEPCIECKTUB-
HOM 3agavei.

C uenpio OmMpeneneHusl BIMSHUA HACTpOed-
HBIX MApaMETPOB Ha BEJIIMUMHY Pa3HOTOJIIWHHO-

CTH TWJIb3 ObLT BBIOpAaH MOJHO (PaKTOPHBINA SKC-
nepumeHT (IIPI) ans mporecca MPOIIMBKU 3a-
rotoBku auamerpoM 210 mm. M3BecTHBI pabOTHI,
B KOTOPBIX AJISl ONpEAETICHUS! T'€OMETPUUYECKUX
pa3MepoB THIB3bl MPUMEHSIOTCS MPOrpaMMHBIE
MPOAYKTHI, peaTu3yIolie MeTO KOHEUHbIX dJie-
MeHTOB [5], Hanpumep QForm.

B kauecTBe ympaBisromMX HapaMeTpoB Obl-
T BEIOpaHBI clieayromue GakTopsl:

— BBIIBIKCHUE ONPABKHU 32 MEPEkKUM C Tpe-
neixamMu n3MeHeHus 3HaueHust ot 10 go 100 mMm
¢ marom 30 MmM;

— paccTosHHE MEXIYy BaJKaMH C IpeaeiaMu
n3MeHenus 3Hadenus ot 170 go 190 MM ¢ marom
5 MM;

— paccTosgHue Mexny auckamu Jlumepa c
npeaenamu 3HaueHus ot 200 go 210 mm.

B pesynbrare I1O3D 6bu1 peanus3oBaH co cxe-
moii 41 - 51+ 21 = 40 skcnepumenTos. B Ta6n. 1
NpEACTaBICHBl 3HAYCHUS YIPABIAIOLIMX Mapa-
METPOB AJIS1 Ka’KAOTO BapHaHTa MOJEITUPOBAHUS,
a TaKKe OTHOCUTENIbHBIE XapaKTePUCTHKHU IPO-
mecca (oOkarue mepen HOCKOM OIIpaBKH, 00Xka-
THE B Niepexxume, KO3 (QUIMEHT OBAIN3ALINHN).

B kauecTBe BBIXOIHBIX TapaMeTpOB (UKCH-
POBAJTUCH JUAMETpP THJIB3bI IO AJIUHE U TOJIIMHA
CTCHKM THIb3. METOAMKAa OLIEHKU TOJIIHHBI
CTCHKH U TUaMeTpa OLEHHUBANACh C MUCIIOJIb30Ba-
HUEM  CHEIHaTU3UPOBAHHOTO  MPOTPAMMHOTO
npoxaykra [5, 6].
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Tabnuua 1
3HayeHUst HacCTPOEYHbIX NapaMeTPOB NPU MOAENMPOBaHWUM NpoLiecca NPOLUMBKU
Values of setting parameters when simulating the firmware process Tepled
Ne Paccrosgnue O0xarue BrinBmxenne O0xarue Paccrosnue Kosddurment
SKCIepEMERTa MEXAY B nep(c)mcI/IMe, ONPaBKH nepen HOCKOOM MEXAY oBaTH3ALMIH
BaJIKAMH, MM %0 3a IEPEKUM, MM | OMNpaBKH, % | AUCKaMH, MM

; 170 20,2 19,6 3(1)8 i:;i
i 175 17,9 17,3 3(1)8 i:;g
2 180 15,6 10 14,9 3(1)8 ij;
; 185 13,2 12,6 3(1)8 i:(l)i
190 190 10,9 10,2 3(1)8 i:(l)i
B 170 20,2 17,6 3(1)8 i:;i
}i 175 17,9 15,3 3(1)8 i:;g
}2 180 15,6 40 12,9 3(1)8 ij;
}; 185 13,2 10,6 3(1)8 i:(l)i
- 190 10,9 8.2 - P
; 170 20,2 15,6 3(1)8 i:;i
;i 175 17,9 13,2 3(1)8 i:;g
;2 180 15,6 70 10,9 3(1)8 ij;
= 185 13,2 8.5 - i1
= 190 10,9 6.2 - P
g; 170 20,2 13,5 3(1)8 i:;i
gi 175 17,9 11,1 3(1)8 i:;g
gz 180 15,6 100 8,8 3(1)8 ij;
3 185 13,2 6.5 - i1
> 190 10,9 41 - P

Pa3HOTOHH_II/IHHOCTL THJIb3 BBIYHUCIAIACh KaK
BCJIMYKMHA OJHOKPATHOI'O OTHOCHUTCIIBHOI'O OT-
KJIOHCHUA OT MAaTCMATHYCCKOI'o OXXHUAaHus CpEa-

Heit TOJIIWHBI CTCHKH.

3HaueHUs OTHOCUTEJIBHOI'O OTKJIIOHEHHUS BHI-

YHUCJIAIUCH 110 YPABHCHUIO
= S-S
S= % 100 %,

cp

(M

rae S; — TeKyllee 3HaueHUE TONIVHBI CTEHKH;
Scp — CpeliHee 3HAYEHHUE TOJIIMHBI CTCHKH.
JloBEpUTENbHBI HMHTEPBA IO PAa3HOTOJ-
LIIMHHOCTH PACCUUTBHIBAJICSI KaK OJIHOKpPATHOE
OTKJIOHEHHE OT MAaTeMaTU4eCKOro OXXUAaHUS.
B xauectBe mpumepa Ha puc. 2 IpeACTaBICHBI
TUCTOTPaMMBbl PacHpeleeHs] pPa3sHOTOIIUHHO-
CTH JUISl pa3IM4YHBIX HACTPOEUHBIX apaMETPOB.
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B Tabn. 2 mpencraBieHbl CBOJHBIE PE3yilb-
TaThl 10 OMNPEACICHUI0 T'€OMETPUUYECKUX Mapa-
METPOB THIIB3bI (CPEIHSIST TONIIMHA CTEHKH, pas-
HOTOJIITUHHOCTH) COTJIACHO mpoBeneHHOMY [1DD.
CTOUT OTMETHUTh, YTO TMOJIYYEHHBIC PE3yJbTATHI
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CXOXH C pe3ynbTaTaMu 3aMepOB TMJIb3 aBTOMa-
THYecKoi cuctemoin QAS.

Hcnonssys nporpamvubtii ipoaykT MATLAB,
IIPOBEJIU OIPEJENICHUE PErPECCUOHHON MOJelu.
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b)

Puc. 2. PacnpeaeneHve pasHOTONWWHHOCTU MMib3 NPU peanu3aunm HacTpoeUYHbIX NapameTpoB
Fig. 2. Distribution of case thickness differences in the implementation of tuning parameters

Tabnuua 2
Pe3ynbTaTbl BbIYUCTIEHUIA reOMeTPUYECKUX NoKasaTenein runb3bl
Table 2
The results of calculating the geometric parameters of the sleeve

3KcneIJ)\f12MeHTa CpenHss TONIIMHA CTEHKH, MM Pa3zHoTOMIIMHHOCTSE, +% Cpennuil tuaMeTp THIb3bl, MM
1 16,81 6,99 225,90
2 17,03 8,53 231,10
3 19,01 5,87 227,06
4 19,21 6,35 231,25
5 21,28 4,69 228,29
6 21,28 5,53 231,42
7 23,71 4,06 229,09
8 24,14 5,88 236,13
9 25,05 4,89 230,60
10 24,98 5,32 234,35
11 15,83 10,33 224,05
12 15,42 8,84 226,48
13 18,25 9,8 226,26
14 17,63 7,31 227,23
15 20,14 7,09 225,51
16 20,03 6,41 228,15
17 22,37 5,75 225,26
18 22,24 5,17 228,61
19 25,11 6,71 229,72
20 24,04 4,93 229,73
21 13,85 12,99 219,22
22 14,21 13,05 223,51
23 16,49 10,6 222,72
24 16,41 10,62 224,42
25 18,48 8,60 221,14
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OKoH4aHue Tabn. 2
Table 2 (end)

Ne CpenHss TONIIMHA CTEHKH, MM Pa3zHoTOMIIMHHOCTSE, +% CpenHuil fuaMeTp TUIb3bl, MM
JKCIIEPUMEHTA ’ ’ ’
26 18,75 8,78 225,35
27 20,82 5,19 221,10
28 21,07 6,54 225,46
29 22,86 5,64 224,26
30 23,08 4,78 225,35
31 14,49 12,25 219,90
32 14,71 12,49 222,57
33 16,03 10,93 220,41
34 16,25 11,28 223,09
35 17,87 9,16 220,81
36 18,14 9,66 223,82
37 19,74 7,52 221,53
38 20,09 8,11 224,71
39 21,40 6,68 222,97
40 21,85 7,16 226,15
Tabnuua 3

CBoaHble AaHHble pe3ynbTaToB 06y4eHNs1 perpecCUOoHHbIX Moaenen

Table 3

Summary of learning outcomes for regression models

Cpennsist TOJIIMHA PasHOTONMHHHOCTS, <% Cpennuii tuameTp
Ha3BaHI/Ie MOACIN CTCHKH, MM THJIB3bI, MM

RSME R’ RSME R’ RSME R’
Linear [7] 0,19887 1,0 1,0153 0,84 1,3255 0,88
Interaction Linear [8] 0,19284 1,0 0,87169 0,88 1,32 0,88
Robust Linear 0,2 1,0 1,0176 0,84 1,363 0,87
Stepwise Linear 0,19887 1,0 0,87222 0,88 1,3255 0,88
Fine Tree [9] 1,2115 0,85 1,1348 0,8 2,3459 0,61
Medium Tree 3,0852 0 1,7287 0,53 3,7604 0
Coarse Tree 3,0852 0 2,5181 0 3,7604 0
Linear SVM [10] 0,39293 0,98 1,0322 0,83 1,4674 0,85
Quadratic SVM [11] 0,26311 0,99 0,82607 0,89 1,4409 0,85
Cubic SVM [12] 0,25852 0,99 0,60205 0,94 0,91528 0,94
Fine Gaussian SVM 0,75696 0,94 0,63013 0,94 1,9462 0,73
Medium Gaussian SVM 0,55338 0,97 0,51642 0,96 1,5979 0,82
Coarse Gaussian SVM 1,099 0,87 1,1413 0,79 2,6737 0,49
Boosted Trees [13] 1,486 0,77 0,78735 0,9 9,7834 0
Bagged Trees [14] 2,6337 0,27 1,7868 0,5 2,831 0,43
Squared Exponential GPR [15] 0,19332 1,0 0,25041 0,99 1,3042 0,88
Matern 5/2 GPR [16] 0,1933 1,0 0,19029 0,99 1,287 0,88
Exponential GPR 0,000487 1,0 0,00058 1,0 0,00071666 1,0
Rational Quadratic GPR 0,19332 1,0 0,21967 0,99 1,3042 0,88
Narrow Neural Network [17] 0,16747 1,0 0,71008 0,92 1,2241 0,89
Medium Neural Network 0,13575 1,0 0,35264 0,98 0,73677 0,96
Wide Neural Network [18] 0,13553 1,0 0,00098681 1,0 0,72444 0,96
Bilayered Neural Network 0,13553 1,0 0,17054 1,0 1,1166 0,91
Trilayered Neural Network 0,074267 1,0 0,31852 0,98 0,62814 0,97

ombku (RSME) u koaddurnmenra nerepmuna-
M (R®) 1S pasimuuHBIX Mojeneil HpencTas-

JIeHbI B Ta0II. 3.

Kak Bumno m3 T1abn. 3, mis OIIEHKH pa3HO-

TOJIIWHHOCTH HAWOOJbIIasi TOYHOCTh ObLIA TO-
nyuena B Mogenu Exponential GPR (puc. 3a) mo
CPaBHEHHIO C IPYTUMHU MOJIeNsIMU (pHc. 3b).

Ha ocHoBe monydeHHOTO ypaBHEHUS ObUIH
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Puc. 3. PacnpeneneHue oTKIOHEHUI pacCYUTaHHbIX 3HaYEHWUA Pa3HOTONLMHHOCTUA OT UCXOOHbIX
Fig. 3. Distribution of deviations of the calculated values of thickness variation from the initial ones

MIOCTPOCHBI HOMOTPAMMBI PaclpeneiIeHus] pa3Ho-
TOJIITUHHOCTH (PHC. 4), TONIIUHBI CTEHKH (PHC. 5)
U JaMeTpa THIb3EI (puc. 6).

W3 npencraBieHHbIX puc. 4-6 MOXHO cre-
JIaTh BBIBOJ O TOM, YTO MPH BBIIBHKEHUH OIMPAB-
KU 3a MepexkumM, paBHOM 30 MM, pacCcTOSHUU Me-
*KAy Bankamu 180 MM pa3HOTONIIHMHHOCTE CO-
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BrliaBuxeHne ONpagBkKu 3a nepexuM, Mm

20

10

ctaBuT 6,3 % mpu TommmHe creHkn 20,6 MM, U
nrametpe 226,6 M.

Jlns momydeHus: TONIIUHBI CTEHKH THIIB3BI,
paBHOI 17 MM, C HAaUMEHbBIIEH Pa3HOTONIIMHHO-
CTBIO HEOOXOJMMBI CJCIAYIOIINEC HACTPOCUHBIC Ia-
paMeTphl: pacCTOSTHUE MEXITy Bajakamu — 171 M,
BBIABIKEHUE ompaBku — 10 MM U paccTosHHE

12

170 175 180 185 190
PaccToanue MeXXay Bankamu, Mm

Puc. 4. PacnpepgeneHue pasHOTONWWHHOCTU MMnb3bl B 3aBUCUMOCTHU
OT HAcCTPOEYHbIX NapamMeTpPoB
Fig. 4. The distribution of the variation in the thickness of the sleeve depending
on the setting parameters
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AHanus enusiHusi HaCmMpPOeYHbIX Napamempoe NMPowuUeHo20 cmaHa
Ha usMeHeHue duaMempa U MoJIUUHbLI CMEeHKU 2Usb3bl
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Puc. 5. PacnpegeneHue ToNwWmMHbI CTEHKU M'MNb3bl B 3aBUCUMOCTH
OT HaCTPOEYHbIX NapamMeTpoB
Fig. 5. The distribution of the wall thickness of the sleeve depending
on the setting parameters
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Puc. 6. PacnpeneneHue aMameTpa runb3bl B 3aBUCMMOCTHU
OT HaCTPOEYHbIX NapamMeTpoB
Fig. 6. Sleeve diameter distribution depending
on the setting parameters

Mexay nuckamu dumepa — 200 mM. B aToMm ciry-
Yyae pa3HOTONIIMHHOCTH THIIE3 COCTAaBUT 6,9 %.

B urore nosjy4eHHbIC YpaBHEHHUS BO3MOYKHO
WCIIOJIb30BaTh ISl ONPEACICHHs PalliOHAIBHBIX
HACTPOEYHBIX MMapaMeTPOB C IENBI0 MONYICHUS
THUIE3 U TPYy0 C MHHHUMAIBHON Pa3HOTOIIINH-

HocThlo. Kpome 3Toro, mokasaHa BO3MOKHOCTb
MOJTy4EHHUs] OJAMHAKOBBIX N€OMETPHUUYECKUX Mapa-
METPOB TUIb3bl C UCIOJIb30BAHUEM HOMOIPaMM,
4TO B CBOIO OYepelb MO3BOJsIeT Oosee omepa-
TUBHO TNPOBOJAUTH KOPPEKTHPOBKH Ha IIyJIbTE
MPOLIMBHOIO CTaHA.
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