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Annomayus. Ha MeTaqmypriuyeckux MpoM3BOJCTBAX MCIOJB3YIOTCS TOPOTOCTOSIINE UHCTPYMEHTBI,
KOTOpBbIE 4acTO O0JIafaloT CIIOKHOW reomeTpuel. PaboToCIocOOHOCTh TaKUX WHCTPYMEHTOB HANPSMYIO
BJIMACT HA DKOHOMHUYECCKHUC MMOKA3aTECIN IPOU3BOJACTBA. OI[HI/IM N3 TaKUX UHCTPYMCHTOB ABJIACTCA CCTMCHT
sKcnaHzepa. JlaHHBI MHCTPYMEHT HCHOJB3YeTCs B Mpolecce KaauOpOBKHM TpyO OOJBIIOTO IuameTpa,
nonyueHHbIX o0 cxeMaM JCOE, UOE, RB-dopmoska. [Iporecc 3xciaHAMPOBAHUSI SBISETCS TOCIECIHAM
aTarnoM (popMooOpa30BaHUs, 3aKITIOYAOIINICS B IOATAITHON TeopManyy TPyOHOH 3arOTOBKHU C TIOMOIIBIO
CETMEHTOB, KOTOpBIC O0JAamaroT OMpPEACICHHBIM Ha0OpPOM MEXaHHYECKHMX M TEOMETPHUYCCKHX CBOWCTB.
Ha xaxxgom sTare cerMeHTHl MPUIAIOT OKPYTIYI0 GopMy TpyOe, HCTpaBiIsisl MPSIMBIC YIaCTKU, OBATHOCTh
U JIpyTUe TeOMETPHICCKIEe HEPOBHOCTH 3aroToBKH. OCHOBHAS Harpy3Ka Imporiecca MPUXOIUTCSA Ha CeTMEH-
THI SKCHaHepa. B maHHON paboTe mcciemyercss H3HOC CETMEHTOB B IPOIIECCEe SKCIIAHAUPOBAHUS (KammO-
POBKH) 3JIEKTPOCBAapHBIX TPyO Oombimoro auamerpa. s mpeackasanus m3Hoca Obutn moctpoeHsl CAE-
MOJIETIH TIpoIiecca IKCHaHAUPOBAHMS B CIIEIUATM3UPOBAHHOM MporpaMMHOM Komruiekce MSC-Software,
C MOMOUIBIO KOTOPBIX IPOU3BOIUIICS aHAIN3 BO3MOXKHOTO M3HOCA, €T0 BEIMYMHA, MOJIOKEHUE U XapaKTep.
[peanoxeHa METOMKA OIIGHKH M3HOCA CETMEHTOB JKCIaHaepa ¢ noMouipio 3D-ckaHupoBaHus, ouudpos-
K{ TIOJIYYEeHHBIX JaHHBIX M MOCTpoeHHs 3D-KapThl OTKJIIOHEHUH OT ATaJIOHHOW MOZENH. AHAINU3 KOHEYHO-
3JIEMEHTHOI'O MOACIUPOBAHUA U SKCIIECPHUMCHTAJIBHBIX HCCHC}IOBaHHﬁ IIoKasajia, 4To CAE-MO}ICJ’II/I C BBICO-
KO#M CXOIMMOCTEIO MPEACKA3BIBAIOT 30HEI U OCOOCHHOCTH pacIpeIelICHIsI H3HOCA CETMEHTOB JKCITaHIepa.
[Toka3aHo, 4TO MOAETHPOBAHUE C BHICOKOH CTEICHBIO JOCTOBEPHOCTH MOXHO HCIIONB30BaTh IS OLCHKU
PpaboTOCOCOOHOCTH MHCTPYMEHTOB KaK HOBBEIX, TaK M yXKe IKCIUTyaTHpyeMbIX. Ha OoCHOBe SKCIepuMeEH-
TaNBHBIX JaHHBIX OBLIO MONYYCHO YpaBHEHHE JUIA OIMpPEeIICHIs U3HOCA CerMEHTOB dKcmanaepa. [lo momy-
YECHHOMY YPaBHEHUIO TIOCTPOCHA HOMOTpaMMa, MO3BOJISIONIAs MMPOTHO3UPOBATh U3HOC CETMEHTOB JKCIIaH-
Jiepa B 3aBUCHMOCTH OT HANPSDKCHUH, BO3HHUKAIONINX B MHCTPYMCHTE NMPH KATHOPOBKE, M KOJIUYECTBA
obpaboTtannbix Tpyd. OleHKa W ydeT W3HOca pabouell MOBEPXHOCTH CETMEHTOB JKCIaHIEpa MO3BOJSET
MPOTHO3UPOBATh OTKJIOHEHUS TEOMETPUYECKHIX MapaMeTpOB TPYO B MPOIECCe IKCTIAHTUPOBAHHS.

Kniouesvie cnoea: capusie TpyOsb, marosas ¢opmoska, meton JCOE, skcnanaupoBanue TpyO, mazep-
Hoe 3D-ckanupoBaHue TpyO, MOACINPOBAHUE MPOLIECCA, METO/ KOHEUHBIX DJIEMEHTOB
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Abstract. In metallurgical industries, expensive tools are used, which often have complex geometries.

The performance of such tools directly affects the economic performance of the production. One of these
tools is the expander segment. This tool is used in the process of calibrating large diameter pipes obtained
according to the JCOE, UOE, RB-forming schemes. The calibration process is the last stage of shaping,
which consists of the gradual deformation of the pipe billet using segments that have a certain set of me-
chanical and geometric properties. At each stage, the segments give a rounded shape to the pipe, correcting
straight sections, ovality and other geometric irregularities of the billet. The main load of the process falls
on the expander segments. In this paper, we study the wear of segments in the process of calibration of
large-diameter electric-welded pipes. To predict wear, CAE models of the calibration process were built in
a specialized software package MSC-Software, with the help of which an analysis of possible wear, its
magnitude, position and nature was carried out. A technique is proposed for assessing the wear of expander
segments using 3D scanning, digitizing the data obtained and constructing a 3D map of deviations from the
reference model. An analysis of finite element modeling and experimental studies showed that CAE models
with high convergence predict zones and features of the wear distribution of expander segments. It is shown
that modeling with a high degree of certainty can be used to assess the performance of tools, both new and
already in operation. Based on the experimental data, an equation was obtained to determine the wear of
the expander segments. According to the obtained equation, a nomogram was constructed, which makes it
possible to predict the wear of the expander segments depending on the stresses that arise in the tool during
calibration and the number of processed pipes. Evaluation and accounting for the wear of the working sur-
face of the expander segments make it possible to predict deviations in the geometric parameters of pipes in
the process of expanding.

Keywords: welded pipes, step forming, JCOE method, pipe calibration, 3D laser scanning, simulation,
tool, expander segment

For citation: Batalov G.S., Radionova L.V., Shander S.V. Study of expander segment wear for calibra-
ting large diameter pipes. Bulletin of the South Ural State University. Ser. Metallurgy. 2022;22(2): 64-73.
(In Russ.) DOI: 10.14529/met220207

Beenenne

CopTraMeHT TpyOHOU NPOMBIIIIEHHOCTH 00-
IIUPHBINA, TIPU 3TOM K KaXKJO0H €IUHHUIIE TPOTyK-
LIUH TIPUMEHSIOT JKECTKHE TpeOOBaHMSA Kak IO
T€OMETPUYECKUM, TaK M MEXaHHYECKHM Xapak-
tepuctrkaM. [Ipu BbIOOpe 3 GEKTHBHOTO CIO-
coba momyueHus TPYOHOM NPOIYKUHH Ba)KHBIM
KPUTEpHEM SIBIAETCSI THOKOCTh 000pyIOBaHUS U
BO3MOXXHOCTB 0€3 JOTIOJHUTENBHBIX OIepaluii
MOJTy4uTh TpeOyemyro mpoaykuuto. HemamoBax-
HBIM SIBIISICTCS «OKM3HEHHBIM LUKI» PabOThl MH-
CTPYMEHTa, €T0 U3HOCOCTOUKOCTb.

B HacTofmee Bpems CyIIECTBYIOT TPHU OC-
HOBHBIX NPOMBILIUICHHBIX CIIOCO0a AJIS MOTyde-
HUS LWIMHAPUYECKON TpyOHOIt 3aroToBkH [1]:

1) UOE-¢dopmoBka;

2) RB-popmorka (popMoBKa B Basblax);

3) JCOE-dpopmoBka (maroast opMoBKa).

VY Kaxkaoro crnocoba mMmeeTcs MperMyIIecT-
Ba U HEJOCTaTKH [2—7].

B nannoit pabote OyaeT uccieaoBana Tpyo-
Has 3arotoBka, nosydeHHas mno cxeme JCOE.
Meron BKiIO4aeTcs: ce0s 5 OCHOBHBIX IOCIEIO-
BaTENBbHBIX ATANOB (popMooOpa3zoBaHus [8]:

— MoAruOKa KPOMOK;

— popmoBka JCOE;

— cOOpOYHO-CBAPOYHBIN HPOIIECC;

— CBapOYHBIN IPOIIECC;

— 9KCIIAaHAUPOBAHUE.

[loarnbka KpOMOK 3arOTOBKH OCYILECTBIIS-
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Puc. 1. BHelwHui BUA cermMeHTa aKkcnaHgepa
Fig. 1. Appearance of the expander segment

eTcs Ha KPOMKOTHOOYHOM MPEcce ¢ YCHIIUEM JI0
40 MH nHa oauH 0JIOK B 3aBUCHMOCTH OT ITPOMU3-
BonuMoOro copramenra. llocme ¢opmoBku Ha
KPOMKOTHOOYHOM IIpecce JIUCT C MpeiBapHUTEIIb-
HO O0Opa0OTaHHBIMH M 3arHYTBIMH KPOMKAMH
YCTAaHABIUBACTCS MaHUITYJISITOPAMHA B TOJOXKE-
HUe THOKM Ha mpecce MIaroBol (OpMOBKH U
MIOJIBEPraeTCsl MPOIECCy MOATAHONW (HOPMOBKH
1o BCeHl JUIMHE ¢ MOMOIIBIO IyaHCOHA, pa3MephI
KOTOPOT'O BBIOMPAIOTCSI B COOTBETCTBUH C pa3Me-
pamu rOTOBOM TPYOHI.

Ha nepBom atane nucT 3arnbaercst TOJIBKO €
OJTHOH CTOPOHBI, B PE3yJbTAaTE YEro MOIy4aeTcs
ceueHue J-oOpazHoW (OpMBI, 3aTeM JIUCT mepe-
MEIAeTcsl Ha JPYTYI0 CTOPOHY, U MAaHUITYJISTOPBI
YCTaHABIUBAIOT 3ar0TOBKY sl ()OPMOBKH JIPY-
rOi CTOPOHBI, IOCJIE KOTOPO JINCTOBAs 3ar0TOB-
ka momy4yaer C-o0pasHblii npodunp ¥ Ha TO-
cnenueit cranuu — O-00pasHbIi poduib chop-
MOBaHHOM TPYyOBI C OTKPBITHIM IIBOM. Tpy0a nme-
€T JOCTaTOYHO KPYIiIyro (opMy C IUIOCKOMapa-
JenbHBIMU KpoMkamu. [Iporiece momaroBoii gpop-
MOBKH TpyO BBIAEIACTCS 0COOCHHON THOKOCTBIO B
OTHOILICHUU TUaMETpPa, TOJIIUHBI CTEHKH U TPYyO-
Horo mpokata. [locimemnum 3tamom (opmooOpa-
30BaHUSI SIBJISIETCS TIPOIIECC IKCITAHIUPOBAHHSL.

OKClaHAUPOBaHHE NPU3BAHO O00ECIEYUTH
OKOHYATENFHYIO0 KpPyIiylo (opMy HONEepedHOro
CCYCHHUS TPYOBl U MPEICTABIAET COOOM IMOIIAro-
BYIO pa3llauy CBapeHHOH TpyObl MO BCed UIMHE
(B pesynbTare nmepuMmeTp TPyObl yBEIMYMBAETCS,
obmiasi JaiaWHA YyMeEHbIIaeTcs)). TeXHUYeCKUMH
YCIOBUSIMH JUIsE TPYO IpelycMaTpUBAaeTCsl JKC-
nanaupoBanue B uHrepsane 0,8—1,2 % (B Heko-
TOpBIX ciydasx 1o 1,5 %) [1]. Taxxke B mporiecce
MUHUMHU3UPYIOTCS T€OMETpHYECKHE Je(EKTHI,
MOJTydeHHBIE Ha JTale MaroBoil (GOpMOBKH U

cBapouHoro mpornecca. [y OCyIIecTBICHUs
JIAHHOTO TIpoliecca IMOJI KX/l COPTAMEHT W3-
TOTaBJIMBAIOT MHCTPYMEHT CJIOXHOW T'€OMETpH-
4yeckoil popmbl — cerMeHTHI (puc. 1).

OcHoBHast Harpy3ka IpH KaIuOpOBKe TPyO-
HBIX 3aroTOBOK IMNPUXOAWUTCSA Ha CCIMCHTBI 3KC-
nanzgepa. OT paboTOCIOCOOHOCTH CErMEHTOB
3aBUCAT KaK KAa4YCCTBCHHBIC IapaMCETpbl II0JTYy-
YaeMbIX TPYO, TaK ¥ SKOHOMHUYECKUE TTOKA3aATEIIH
uexa. [Iporao3upoBanre 1 CBOEBPEMEHHOE MpU-
HATHE PEIICHUs 10 3aMeHe MHCTPYMEHTa, MOJy-
YCHHE JOCTOBEPHOM HMH(OpPMAIUU 10 U3HOCY U
OCTAaTOYHOMY pecypcy paboTbl B TeKyeil 3Ko-
HOMHYECKOH CHTyalluu SBISIETCS BECbMa akTy-
aNbHOU 3a1ayeil.

enpio HacTosIIeH pabOThI ABISCTCS pa3pa-
00TKa METOJHMKH OLECHKHM HM3HOCA HHCTPYMEHTa
TIPU 3KCTIAHAWPOBAHUU TPYO OOJIBIIOr0 JHaMeTpa.

MeToauka uccae0BAHUS

[ns mpoBeneHus uccienoBaHUM ObLT 3a-
JIEHCTBOBAH COpPTaMeHT TpyOd THUIOpa3MepoM
&530x7—14 mm. HccnenoBanusi pOU3BOMINCE
B ycinoBusx nexa «Beicota 239» [TAO «YTII3»
Ha 1moToke Tpyo B konmuuectse 15 400 mTyk.

Jng  OUEHKH TeOMEeTpHYECKHX pa3MepoB
CEerMEHTOB JKCIIaHAepa WCIOIb30BAICA IPO-
MbiieHHbIH 3D-ckanep Shining 3D FreeScan X7
(KuTaif). ToyHOCTh CKaHMPOBAaHUS COCTABISET
30 mxM. IIpuHIMNO REHCTBUS CKaHEpa 3aKIroda-
eTCsl B ONpeeNICHHH MPOCTPAHCTBEHHOTO I0JIO-
JKEHUS] TOYEK Ha IOBEPXHOCTH CKaHHPYEMBIX
00BEKTOB METOJIOM ONTHUYECKON TPUAHTYJISIINHU U
MIOCTPOCHUHU Ha UX OCHOBE B PEKHME PeabHOTO
BpEeMEHHU TPEXMEPHOW MOJENH B BUjE OOJaKa
TOYEK W MOCIEAYIOIIeM NpeoOpa3oBaHUU €ro B
nonuronsl [9]. Ilo3unmoHnpoBaHue ckaHepa B

66

Bulletin of the South Ural State University. Ser. Metallurgy.
2022, vol. 22, no. 2, pp. 64-73



Bamanoe I'.C., PaduoHoea J1.B.,
LllaHOep C.B.

UccnedoeaHue usHoca ceameHmMoe 3KkcnaHdepa
npu kanubpoeke mpy6 6onbwozo duamempa

MIPOCTPAHCTBE BO BPEMsI IPOBEACHUS U3MEPEHUI
OCYIIECTBISIETCS] ¢ NMOMOLIBIO CIIEHUAIBHBIX Me-
TOK, HAHECEHHBIX Ha OOBEKT CKAHWUPOBAHUS
W/WIIN Ha OKPYIKAIOIIUE ITPEIMETHI.

Ha puc. 2 npencrasneH npouecc NOIydeHHS
o0xaka To4Yek paccMarpuBaeMoro cermenra. Ily-
TeM 3D-ckaHupoBaHUsl OBUTH MOTYYEHBI TEOMET-
pudeckue pa3Mepsl cerMeHTa 1 noctpoena CAD-
MOJENb 10 Hayajla MPOU3BOJACTBA U IOCIE JKC-
nauauposanus 15 400 Tpyo.

s OIleHKM BO3MOXKHOTO HM3HOCA, €ro Xa-
paxTepa, 30Hbl JEHCTBUS M CPaBHEHUS C (aKTH-
YeCKHM pE3yJIbTATOM OBbLI HCIOIB30BaH METO/]
coBpeMeHHoro umxkeHepHoro anamuza (CAE —

Computer Aids Engineering), KOTOpsIii OCHOBaH
Ha METOJI€ KOHEUHBIX 3JIEMEHTOB. PacdeTsl mpo-
W3BOJMINCEH B CIEIUATU3NPOBAHHOM MPOTPAMM-
HOM Komiutekce MSC-Software. OH mo3Bosnsier
MPOU3BOANUTH TOYHBIM AHAIM3 M OLEHKY TEXHO-
JIOTMYECKHUX STAloB IMOJNYyYeHUsT TPYO OOIBIIOTro
nuametpa [10]. Jlanusie CAE-cuctembl WHXe-
HEPHOT'O aHaJIN3a MO3BOJISIOT HE TOJBKO BBINOJI-
HUTh KaYECTBEHHOE MOJIEIMPOBAHNE CUCTEM Pa3-
JTMYHOH (pr3NIecKOl PUPOIBI, HO U UCCIIEIOBATh
OTKJIMK 3THUX CHCTEM HA BHEIIHHWE BO3JEHCTBUSA
[11, 12]. Ha puc. 3 npencrasnena CAE-monens
mporiecca 3KcNaHAupoBaHud. /s HarIsaHOCTH
oTOOpakeHa TOJIBKO Y4 4acTh MOJCIIH.

Puc. 2. lNpouecc ckaHMpoBaHuUsA 1 ouncpoBKa cermeHTa aKcnaHaepa
Fig. 2. Scanning process and digitization of the expander segment

MSC A Software

list

segment 1
segment 2
segment 3

I Klin

—a stop

Puc. 3. O6wmn Bua CAE-mopenu npouecca akcnaHampoBanusa B MSC Marc Mentat
Fig. 3. General view of the CAE model of the expansion process in MSC Marc Mentat

BecTtHuk KOYplY. Cepus «<Metannyprus».
2022. T. 22, Ne 2. C. 64-73

67



O6paboTka meTannoB gaBrneHnem. TeXHONOrMu U MalnHbI 06PaboTKKN faBneHnemM
Metal forming. Technology and equipment of metal forming

Jist mosydeHus IpUOIMKEHHOTO IepUMeTpa
3arOTOBKH, a TaKKe HAJIMYMs MPSIMONMHEHHBIX
Y4acTKOB (BIMAIOT Ha U3HOC CETMEHTOB) MPOU3-
BOJIMJIUCH PACUEThl MPEJABLIYIUX dTAoB (HopMO-
oOpa3oBanus (mMoAruOKa KPOMOK, maroBas (op-
MmoBka) [13]. Pacuersl mpousBomuiuchk 1o ¢ax-
TUYECKUM PEKUMaM, KOTOPBIE HCIOIb30BAIHCH
OpU MPOU3BOJCTBE HCCIIEAYEMbIX COPTaAMEHTOB.
Hapyxubiii tnameTp TpyO B3AT UCXO0As U3 KO3(-
(unmenTa SKcraHIupoBanusi, pasHoro 1 % Ttoi-
IIMHBl CTEHOK C YYETOM IUIIOCOBOTO JOIYCKa.
Bennuunna nepemerienust TpyObl paBHa pasMepy
paboueii 30HbI CETMEHTA.

Max: 1.500e+00 @Node 54834

Min: 0.000e+00 @Node 63058

Pe3yabTaThl HCC/Ie10BAHUS

[Iyrem wMopmenupoBaHusi B MPOTPaMMHOM
komriekce MSC-Software ObutM paccuuTaHbl
IIpOoaHAIM3NPOBAHbI HAIIPSIKCHUA, BO3SHUKAIOIINUC
IpU 3KcIaHaAupoBaHuU TpyO. CormacHo HcIbITa-
HUAM Ha pa3pbiB, JOIIYCTUMBIC 3HAUCHUA HAIIpsA-
)keHui 11 cermMeHToB coctasisioT 1100 MlIla
(092 = 1100 MIIa).

B navanbHbIi MOMEHT Mpollecca dKCHaHAu-
POBaHMsI OCHOBHAsI HATPYy3Ka MIPUXOAMUTCS TOJIBKO
Ha OOKOBBIE KPOMKH CETMEHTa. JTO MOIATBEp-
JKIAeTCs MOJIETMPOBAHHUEM, PE3YNIbTaThl KOTOPO-
ro npuBeaeHs! Ha puc. 4. Ha puc. 5 npencrasie-

1., S0 400

1. SoUesu0

1. 200e+00

1.0502+00

9. 000e-01

T.SNe-n

e, D00 O

4. 500=-01

F.000=-01
1.500e-01
0, O00e-+00

Puc. 4. Mnowaab KoOHTaKTa B HaYanbHbIN MOMEHT NpoLecca 3KcnaHAUPoBaHUsA
Fig. 4. Contact area at the initial moment of the expansion process

Max: 1.228e+03 @Mode 59871

Min: 1.0531e-01 @Mode S7045

1.100e+03
o, 00e 402
2000 +02

7L FO0E 02
&.600e+02
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+. 4000 +02
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Puc. 5. PacnpeaeneHue nonen HanpsxkeHuit no Musecy B HayanbHbI MOMEHT 3KCNaHAMPOBaHUA
Fig. 5. The distribution of stress fields according to von Mises at the initial moment of expansion
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HO paclipeefieHue Mojeil HanpsHKeHUH B Havyaje
Ipolecca, Mocjie 4ero Harpyska nepepacnpese-
JISIETCS 10 Ty CerMEeHTa.

KoneuHo-3neMeHTHOE MOJENUPOBaHUE I10-
Ka3ajio, 4TOo B Mpolecce KaaiuOpoBku TpyO Ha
MOBEPXHOCTH CETMEHTOB JKCIaH/Aepa HalOIoaa-
IOTCSl 3HAUCHUSI HANIPSDKEHUH OJIM3KHE K TIpesiety
Tekyuyectu U coctapisitor 900-1000 MIla. B na-
YaJbHBII MOMEHT SKCIaHAWPOBaHUS MMEIOT Me-
CTO 3HA4YeHMs HArpy3KH, MPEBBIIIAONIUE MPEeaeT
TEeKy4yecTu U cocraBisitomiue 1o 1228 Mlla. Crne-
JOBATEIbHO, MOXKHO MPEANOIOKHUTH, YTO UMEHHO
3TH y4acTKh OyIyT TOABEPraThCs OONbIIEMY
n3Hocy. llodydyeHHble 3HaueHUs HaNpsHKEHUN
OyZAyT MCTONB30BaHbl IIPH COCTABJICHUU YpaBHE-
HUS 7151 OLEHKH U3HOCA.

Ha puc. 6 mpencraBien pacduer B MOMEHT
MAaKCHUMAJIbHOM Harpy3ku ¢ pachpeieieHUueM
MoJjed HampsHKEHUM Ha paccMaTpPUBAEMBIX CEr-
MEHTax.

s mpoBEpKU NPEaNONI0KEHHUM, CAESIaHHbIX
[0 pe3yibTaTaM MOJICIUPOBAHUS, U CPaBHEHUS
MOJyYECHHBIX PE3YJIbTATOB C PEATbHON KapTUHOU
W3HOCa MHCTPYMEHTa B TPOIECCE SKCIaHIHPO-
BaHUs OBLIO MPOBEAECHO HCCIEAOBAHHE, B XOJ€
KOTOporo crpomnachk 3D-Moziens cerMeHTa JKc-
MaHzAepa 10 U Mocye ero SKCIUTyaTalHu.

s ompeneneHus H3HOCAa COTJIACHO BBI-
OpaHHOM cxeMe HccieloBaHus ObUIO MPOBEACHO
3D-ckanupoBaHue, MO pe3yJbTaTaM KOTOPOTO

Max: 1.224e4+03 @Ncde 57016

Min; 1.507e-01 @Mods 57027

ObUIO BBIMOJIHEHO HAJIOXKEHUE M CPaBHEHHE pe-
3yNbTaTOB CKaHUPOBAaHUS (AKTUUECKOH Teo-
METPUHU CETMEHTOB dKcmanaepa J530x7,0-14,0
¢ sTasioHHOM 3D-Mozenp0, OTCKAaHUPOBAHHOH 10
JKCIUTyaTalHH.

B pesyneraTe HamoxeHHs MOBEPXHOCTHOU
CETKM OTCKaHMPOBAHHBIX CETMEHTOB Ha MX JTa-
noHHy10 3D-Mozens ObUIM MOdXy4deHbl 3D-kapThl
otkioHeHud. [lpumep 3D-kapThl OTKIOHEHHI
MIpeCTaBlIeH Ha puc. 7. XOIOJHBIE OTTEHKH Ha
3D-kapTe OTKIIOHEHHH YKa3bIBaIOT Ha TO, YTO B
JTAHHOM MECTE MOBEPXHOCTHAs CeTKa IKCIUTyaTH-
PYEMOTO B LI€XE MHCTPYMEHTA HAaXOAUTCA 3a ITa-
noHHOH 3D-Mozpenbio (TeoMeTpHUYEecKHil pa3mep
IKCIUTYyaTHPYeMOT'O CEeTrMEHTa B 3TOM MeCTe
MEHBIIE 3TAIOHHOT0), COOTBETCTBEHHO, TEILIbIC
OTTEHKH TOBOPAT 00 oOpaTHOM. 3eNeHbIi LBET
TOBOPUT O TOM, YTO OTKJIOHEHHUS TeoMeTpude-
CKHX pa3MepoB 3KCILTyaTUPYEMOro B IIeXe MHCT-
pPYMEHTa OT 3TaJOHHOM MOJEIH HaxOIATCs B 3a-
nanaoM pomycke (0; +0,2) Mm.

Pesynprar ckaHUpOBaHUS cOTIacyeTcs ¢ pe-
3ylbTaTaMd KOHEYHO-3JIEMEHTHOTO MOJEIHPO-
BaHus. Hanbonee M3HOIMIEHHBIMH OKa3aiHuch 0O-
KOBble KPOMKH CETMEHTa, KOTOpBI€ BOCIPHHHU-
MaloT Ha ce0s Harpy3Ky B HadaJbHBII MOMEHT
npoliecca SKCIaHIupOBaHus TPyO.

Jlns moiydeHus 3aBUCUMOCTH u3HOca (Ah)
WHCTPYMEHTa OT MapaMeTpPOB 3KCIIaHIUPOBAHUS
OBbUI OpPraHMW30BaH IOJIHBIM (aKTOPHBIHN 3KCIHe-
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Puc. 6. PesynbTaT pacyeta B MOMEHT MakCUMarnbHON Harpy3Kku
C pacnpegerneHuem noneun HanpsbkeHun no Musecy
Fig. 6. The result of the calculation at the moment of maximum load
with the distribution of stress fields according to von Mises
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Puc. 7. Npumep 3D-kapTbl OTKNOHEHUI CerMeHTa 3KcnaHaepa
Fig. 7. An example of a 3D deviation map of the expander segment

Moka3saTtenb nsHoca Ah cermeHTa aKcnaHgepa
Wear index Ah of the expander segment

KonudecTBO IUKIIOB

HaHpﬂ)KCHI/IH Ha IMMOBEPXHOCTHU CEIMCHTA

SKCHAHUPOBAHUS 11, TPYO O, = 1000 MITa 6. = 1060 MIla
3850 0,1933 0,3288
7700 0,5169 0,6246
1

uo uO
o co

ITokaszaTens H3HOca Ah, MM
o
P

0,2
| | | 1 |
1 | | | |
| | | | |
0 1 1 1 1 1 1 1
2000 3000 4000 5000 6000 7000 8000 9000 10000
KomiaecTBo 3KCMIaHIHPOBAHHBIX TPYO, IIT
—— 1000 MIIa 1050 MIIa 1100MIIa

Puc. 8. Homorpamma ansa onpeneneHus nokasatens uaHoca Ah cermMeHTOB 3KcnaHaepa
Fig. 8. Nomogram for determining the wear index Ah of the expander segments

pument (II®J) [14, 15]. Beuay orpaHuueHHOCTH
MIPOU3BOACTBEHHBIM MHPOLIECCOM OBLT JOMYIICH
pAa ynpouUleHu, a IMEHHO BBIOpaHo 2 ¢akTopa
u cxema uccienosanus I1dD 22, Tlepsslii pak-
TOp G; YYUTHIBAET AMAMETD, TOJIIIMHY CTCHKH H
onpenaensieTcss KOHEYHO-3JIEMEHTHBIM MOJEIH-
poBaHueM. 3HaUYCHWs HANpPSDKEHUH O, Ha pa-
0oYell MOBEPXHOCTH CErMEHTa JKCHaHaepa s

HCCIelyeMbIX TUopa3zmMepoB cocTaBisioT 1000 u
1060 Mlla. BropeiM ¢akTopoM SIBISETCS KOJIU-
YEeCTBO LHUKJIOB SKCHAHAUPOBAHUS NM;. 3HAUCHUS
cocraBisitor 3850 m 7700 1py6. Kommuecto
IKCIIEPUMEHTOB — 4 (cM. Tabmamity). [lokaszarenu
n3Hoca Ah ompenensnuce myreM 3D-ckanu-
pPOBaHMSI CErMEeHTa JKCIaHJepa IOocye Kaauopo-
BaHUS TPYO.
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Bamanoe I'.C., PaduoHoea J1.B.,
LllaHOep C.B.

UccnedoesaHue usHoca ceameHMoe 3KcrnaHoepa
npu kanubpoeke mpy6 6osbwoz0 duamempa

[To pe3ynbTaraMm pacuera ¢ UCHOJIb30BAHU-
em makera MathCAD Oputn nmosydeHsl ypaBHe-
HUE W aNmpoKCUMUPYIOUIHE KO3(P(PUINEHTHI
JUISL OTIpeJielieHUs M3HOCAa CEerMEHTOB JKCIaH-
Jepa B mpolecce KaauOpoBKH TpyO OOJbIIOro
quaMeTpa:

Ah(o,n) =—2,8519+2,72-1073 6; +

+2,04-107*-n;-1,2-1077 5; - ;.

Homorpamma 1151 ompeneneHus mokasaTens
n3Hoca Ah CerMeHTOB JKcIaHaepa B 3aBHCHUMO-
CTH OT KOJMYECTBAa 3KCIAHIUPOBAHHBIX TPYO H
HaNpsDKEHUH O.y;, BOBHUKAIOIIMX Ha MOBEPXHO-
CTH CETMEHTa, Mpe/ICTaBIeHa Ha puc. 8.

W3HOC cerMeHToB 3KCIanaepa NPUBOIUT K
HeoOxonuMocTH mnepennoBKH HX paboueit
MOBEPXHOCTH, YTO B KOHEYHOM HTOTE BIIHUSET
Ha TEOMETPUYECKHUE MapaMeTphbl TPYOHBIX 3aro-
ToBOK. Tak, Hampumep, uzHoc B 0,1933 MM Ha
paccMaTpuBacMOM CETMEHTE TPUBOJHUT K yMEHb-
HICHUIO pajuyca NUTMGOBKH CETMEHTa Ha 8 MM
U cOCTaBiAeT 246 MM IO CpPaBHEHHIO C paguy-
coM g0 m3Hoca 254 mMm. CnenoBaTelbHO, B
MeCTaX KOHTaKTa CEeTMEHTa C BHYTPEHHEH Mo-
BEPXHOCTBIO TPYOBI OyneT HabmogaThCs MyCTh
1 HeOONbLIOE, HO OTKJIOHEHHE OT LUIMHAPUY-
HOCTH.

3akaoueHune

1. Ilpennoxena MeTOAMKA OLICHKH U3HOCA CET-
MEHTOB 3KCIIaH/epa ¢ IOMOIIIbI0 3D-ckaHupOBaHWS,
OLM(POBKH TOJIYYCHHBIX AaHHBIX M IOCTPOCHHUS
3D-kapThl OTKJIOHEHHU OT 3TAJIOHHOU MOJIEITH.

2. AHamnu3 KOHEYHO-3JIEMEHTHOI'O MOJCIIH-
pPOBaHUS U JKCIEPUMEHTAIBHBIX HCCICIOBAHUNA
nmokasan, uto CAE-Momeny ¢ BRICOKOH CXOIUMO-
CTBIO TIPEICKA3BIBAIOT 30HBI 1 OCOOCHHOCTH pac-
MpeIeNieHNsT U3HOCAa CETMEHTOB 3Kcmanaepa. [lo-
Ka3aHO, YTO MOJIETUPOBAHKE C BHICOKOH cCTerre-
HBIO JIOCTOBEPHOCTH MOKHO HCIIOJNB30BATh JIJIS
OIIEHKH paboTOCTIOCOOHOCTH WHCTPYMEHTOB Kak
HOBBIX, TaK U YK€ IKCIUTyaTUPYEMBIX.

3. Ha ocHOBe 3KCHEpUMEHTAIBHBIX JTaHHBIX
OBUIO TIONYYEHO YypaBHEHHE [UIS ONpeeSICHUS
M3HOCAa CETMEHTOB dKcmaHaepa. [lo momxydeHHo-
My YpaBHEHHIO IMOCTPOCHA HOMOTPaMMa, TO3BO-
JISOTAst MIPOTHO3UPOBATh U3HOC CETMEHTOB JKC-
naHjepa B 3aBUCUMOCTH OT HAINPSHKCHUMN, BO3HU-
KaIIUX B HHCTPYMEHTE TPU KAIHOPOBKE, U KO-
nryecTBa 00paboTaHHBIX TPYO.

4. OueHka M y4eT uzHoca paboueil moBepx-
HOCTH CETrMEHTOB OJKCIIaHJEpa II03BOJSET IPO-
THO3UPOBATh OTKJIOHCHHUS T'€OMETPHUYECKUX Iia-
paMeTpoB TPyO B MPOLIECCE IKCTIAHIUPOBAHHMS.

Cnucok JIMTepaTyphbl
1. Texnomnorust U obopymoBaHue TpyOHOro mpou3BoiCTBa: yueO. mist By3oB / B.S. Ocanmumi,
A.C. BaBunun, B.I'. 3umosen, A.Il. Konukos. M.: Uurepmer Unxunupunr, 2001. 608 c.
2. depuke B., I'ersep b. HoBble TeXHOMIOMH SKOHOMHUYHOTO M THOKOTO IIPOM3BOJICTBA TPYO OOJIBIIOrO
muamerpa // Tpyasl X1 MexayHap. Hayd.-pakT. kKoHD. «Tpyosr 2005». Yensounck: OAO «PocHUTH»,

2005. 4. 1. C. 105-108.

3. Camyces C.B., Jlrockun A.B., Bonpar B.B. Ananu3 cnoco60B (pOpMOBKH 3arOTOBKH JJIsl TPOU3-
BoJIcTBa TpYO Goubmioro quametpa // Cranb. 2009. Ne 12. C. 46-49.

4. NnpnueB B.I'., 3anaBun S.E. DxcnepuMmeHnTanpHOE ONpeeIeHUe CHII TPEHUs B odyare aedopma-
LM [IPY BasibLieBOH opMoBKe TpyO Oonbioro nuamerpa // Bectauk OYpl'Y. Cepust «Metammyprusy.

2015.T. 15, Ne 3. C. 127-132.

5.3anaBun S.E. Pacuer mapameTpoB BajbLeBOH (JOPMOBKH C LENbI0 MUHUMHU3ALUN HepaBHOMEp-
HOCTH JleopManuy 3aroToBku B nomnepeuyHoM ceuennu // Bectauk KOYpI'Y. Cepus «Metamryprus».
2020. T. 20, Ne 4. C. 23-29. DOI: 10.14529/met200403

6. baranos I'.C., JlyneB A.A., PagnonoBa JI.B. Pa3paboTka HOBBIX crtocOOOB MPOU3BOJICTBA JIBYX-
mIOBHBIX TPYO Oonbiioro auamerpa // Bectnuk HOYpI'Y. Cepus «Mertamtyprusi». 2019. T. 19, Ne 4.

C. 37-48. DOI: 10.14529/met190405

7. Development of new methods for the production of large-diameter double-seam pipes /
G.S. Batalov, L.V. Radionova, V.D. Lezin, A.A. Lunev // Solid State Phenomena. 2021. Vol. 316.

P. 538-548.

8. Pa3paboTka TeXHOIOTHYECKHX PEKUMOB yuacTka (popMoBKH TpyOHOI 3aroToBku B mrHUU TOCA
1420 OAO «Yensbunckuii TpyOHbii 3aBoa» / C.B. Camyces, A.W. Pomannos, K.JI. XKurynor u ap. //

IIponsBoactsa npokara. 2011. Ne 10. C. 20-28.

9. AHanu3 TEXHOJIOTUH TPEXMEPHOTO MOACTUPOBAHUS U co3naHus 3D 00BEKTOB ISl pa3IMIHbIX WH-
TeruekTyanbHbIx cucteM / J[LA. UyBnkos, H.A. Ka3zakosa, O.0. Bapnamos, A.M. Xanues // ABromaTnza-
LM ¥ yIIpaBiieHue B TexHuyeckux cuctemax. 2014. Ne 2. C. 84-97. DOIL: 10.12731/2306-1561-2014-2-9

BecTtHuk KOYplY. Cepus «<Metannyprus».
2022. T. 22, Ne 2. C. 64-73

7



O6paboTka meTannoB gaBneHneM. TeXHONOrMM N MalunHblI 06pPaboTKN faBrneHueM
Metal forming. Technology and equipment of metal forming

10. UccnenoBanrue CXOOUMOCTU PE3yJIbTATOB MOJECIMPOBAHHSA B PA3IMYHBIX MIPOTPAMMHBIX KOM-
TUIeKCaxX MpH MPOU3BOICTBE TpoiHNKOB mtamrnocBapHbix / K.C. Topronun, I'.C. Baranos, B.B. Illupo-
koB, JI.B. Paguonoga // Bectauk IOVYpI'Y. Cepus «Metamnyprusi». 2021. T. 21, Ne 2. C. 58-69. DOI:
10.14529/met210206

11. T'anxua B.B., Yebypkor A.C., Ilauypun I'.B. Onenka HanpsbkeHHO-Ie(OPMHPOBAHHOIO CO-
CTOSIHHSI METaJUIa TPYOHBIX 3arOTOBOK, H3TOTOBJICHHBIX MOIIArOBOM (POPMOBKOH, METOJIOM MaTeMaTHye-
ckoro moaenuposanus // CoBpeMeHHbIe TpoOieMbl HayKu 1 o0pazoBanus. 2013. Ne 2. C. 1-9.

12. KonukoB A.Il., 3Bonapes .}O., Ocaguuii B.fl. Matematuueckast Moaens GOPMOBKH JTUCTOBOH
3aroTOBKH IIPU MPOU3BOACTBE CBApHBIX TPYO Oosblioro auametpa // Ilnactudeckas nedopmaius Mme-
TaJuIoB: ¢0. Hay4. Tp.: B 2 T. lHenpomnerposck, 2014. T. 1. C. 118-122.

13. Palumbo G., Tricarico L. Effect of forming and calibration operations on the final shape of
large diameter welded tubes // Journal of Materials Processing Technology. 2005. Vol. 164-165.
P. 1089-1098.

14. Oyounckuit @.C., CocenxoBa M.A. MaremaTtnieckoe IJIaHUPOBAHHE 3KCIIEPUMEHTA B IPOKAT-
Ke: KoHCekT neknuit. Yensounck: Uzn-so KOYpl'Y, 2007. 25 c.

15. Bonkosa II.A., IllunynoB A.B. Cratucrtuyeckas o0OpaboTka JaHHBIX B Y4eOHO-HCCIIEIOBA-
TeNbCKUX padoTtax. M.: Dxomnpecc, 2008. 60 c.

References

1. Osadchiy V.Ya., Vavilin A.S., Zimovets V.G., Kolikov A.P. Tekhnologiya i oborudovaniye
trubnogo proizvodstva [Technology and equipment for pipe production]. Moscow: Intermet Inzhiniring
Publ.; 2001. 608 p. (In Russ.)

2. Deriks V., Genzer B. [New technologies for economical and flexible production of large diameter
pipes]. In: Proceedings of the XIII International scientific-practical conf. “Tube & Pipes 2005”. Part 1.
Chelyabinsk: JSC “RosNITI”; 2005. P. 105-108. (In Russ.)

3. Samusev S.V., Lyuskin A.V., Boldt V.V. Analysis of blank molding methods for the production
of large diameter pipes. Steel. 2009;(12):46—49. (In Russ.)

4. Il'ichev V.G, Zalavin Ya.E. Experimental Determination of the Friction Forces in the Defor-
mation Zone at Roller Forming of Large-Diameter Pipes. Bulletin of the South Ural State University.
Ser. Metallurgy. 2015;15(3):127-132. (In Russ.)

5. Zalavin Ya.E. Calculation of the Parameters of the Roll Forming with the Purpose of Minimizing
the Uniformity of Deformation in the Cross Section. Bulletin of the South Ural State University. Ser.
Metallurgy. 2020;20(4):23-29. (In Russ.) DOI: 10.14529/met200403

6. Batalov G.S., Lunev A.A., Radionova L.V. Development of New Methods of Manufacturing of
Large-Diameter Double-Seam Pipes. Bulletin of the South Ural State University. Ser. Metallurgy.
2019;19(4):37-48. (In Russ.) DOI: 10.14529/met190405

7. Batalov G.S., Radionova L.V., Lezin V.D., Lunev A.A. Development of new methods for
the production of large-diameter double-seam pipes. Solid State Phenomena. 2021;316:538-548.

8. Samusev S.V., Romantsov A.L., Zhigunov K.L., Boldt V.V., Sigida M.S. Development of techno-
logical regimes for the section for forming pipe blanks in the TESA 1420 line of JSC Chelyabinsk Pipe
Plant. Rolled products production. 2011;(10):20-28. (In Russ.)

9. Chuvikov D.A., Kazakova N.A., Varlamov O.0., Khadiev A.M. Analysis of technologies of
three-dimensional modeling and creation of 3D objects for various intelligent systems. Automation and
control in technical systems. 2014;(2):84-97. (In Russ.) DOI: 10.12731/2306-1561-2014-2-9

10. Torgonin K.S., Batalov G.S., Shirokov V.V., Radionova L.V. Study of the Simulation Results
Convergence in Various Software Complexes in the Production of Stamp Welded Tee. Bulletin of
the South Ural State University. Ser. Metallurgy. 2021;21(2):58—69. (In Russ.) DOI: 10.14529/met210206

11. Galkin V.V., Cheburkov A.S., Pachurin G.V. Evaluation of the stress-strain state of the metal of
pipe blanks made by step-by-step molding using the method of mathematical modeling. Modern Prob-
lems of Science and Education. 2013;(2):1-9. (In Russ.)

12. Kolikov A.P., Zvonarev D.Yu., Osadchiy V.Ya. [Mathematical model of forming sheet blanks
in the production of welded pipes of large diameter]. In: Plastic deformation of metals: a collection of
scientific papers: in 2 vol. Vol. 1. Dnepropetrovsk; 2014. P. 118-122. (In Russ.)

72 Bulletin of the South Ural State University. Ser. Metallurgy.
2022, vol. 22, no. 2, pp. 64-73



Bamanoe I'.C., PaduoHoea J1.B., UccnedoesaHue usHoca ceameHMoe 3KcrnaHoepa
LllaHOep C.B. npu kanubpoeke mpy6 6osbwoz0 duamempa

13. Palumbo G., Tricarico L. Effect of forming and calibration operations on the final shape of large
diameter welded tubes. Journal of Materials Processing Technology. 2005;164-165:1089-1098.

14. Dubinskiy F.S., Sosedkova M.A. Matematicheskoye planirovaniye eksperimenta v prokatke
[Mathematical design of an experiment in rolling]. Chelyabinsk: South Ural St. Univ. Publ.; 2007. 25 p.
(In Russ.)

15. Volkova P.A., Shipunov A.B. Statisticheskaya obrabotka dannykh v uchebno-issledovatel’skikh
rabotakh [Statistical data processing in educational and research work]. Moscow: Ekopress; 2008. 60 p.
(In Russ.)

Hugpopmavun 06 agmopax

BaranoB I'epman CepreeBud, acnupaHT Kadeapsl HPOLECCOB W MalmIMH 00pabOTKM METajuIoB
naBieHreM, HOXHO-YpanbCKHid TOCYyAapcTBEHHBIM yHUBepcuteT, YensOunck, Poccus; batalov-
german@mail.ru.

Panuonosa Jloamuia BaagnumMupoBHa, KaHA. TEXH. HayK, 101. Kadeapsl MeTaurypriuu, MocKoB-
CKUI MOMUTEeXHUYEeCKU yHIUBepcuTeT, Mocksa, Poccus; radionovalv@rambler.ru.

Hlangep Cepreii BukTopoBHY, pyKOBOAUTENH IIEHTPA CBAPOYHBIX TEXHOJOTHH, TpyOHas mera-
nypruueckas komnanus, Yensiounck, Poccus; sergey.shander@chelpipegroup.com.

Information about the authors

German S. Batalov, Postgraduate Student of the Department of Processes and Machines of Metal
Forming, South Ural State University, Chelyabinsk, Russia; batalov-german@mail.ru.

Lyudmila V. Radionova, Cand. Sci. (Eng.), Ass. Prof. of the Department of Metallurgy, Moscow
Polytechnic University, Moscow, Russia; radionovalv@rambler.ru.

Sergey V. Shander, Head of the Center for Welding Technologies, Pipe Metallurgical Company,
Chelyabinsk, Russia; sergey.shander@chelpipegroup.com.

Cmambus nocmynuna 6 peoaxyuito 17.02.2022
The article was submitted 17.02.2022

BecTtHuk KOYplY. Cepus «<Metannyprus». 73
2022. T. 22, Ne 2. C. 64-73



