OGpaboTka MeTansnoB AaBJfieHUEM.
TexHONorMm n MmalmnHbl 06paboTKN AaBneHneMm
Metal forming.

Technology and equipment of metal forming

Hay4Haga ctaTtba
YK 621.774.32
DOI: 10.14529/met220406

OLIEHKA BNUAHNSA OCEBOMN HACTPOUKMU
HA NMPOYHOCTb OMNPABOK PACKATHOI'O CTAHA

W.T. BunaH’, BilanIT@tagmet.ru

K.B. Tpy6Hukoe', TrubnikovKV@tagmet.ru

[.F0. 3soHapee®, ZvonarevDY@tmk-group.com

M.H. Hockoea?*, Noskova@rosniti.ru, https://orcid.org/0000-0002-8764-1008
"AO « TazaHpoackul memarnypaudeckul 3agod» (AO « TATMET»), TazaHpoe, Poccus
2 tOxHO-Ypanbckuti 2ocydapcmeeHHbIl yHusepcumem, YensabuHck, Poccus

‘a0 «Pycckul Hay4yHo-uccrie@ogamerbcKul UHCmumym mpy6HoU rnpoMbILWLITEeHHOCMU»
(AO «PycHUTWU»), YensabuHck, Poccusi

Annomayun. CoBpeMeHHbIE TPYyOOIIPOKATHBIE arperarsl, Kak MPaBUIIO, OCHAIIAIOTCS CTAaHAMH IPO-
JOTMBHOM TPOKATKU C yAepkuBaeMod ompaBkod Tuma ctaHoB PQF (Premium quality finishing) 1 FQM
(Fine Quality Mill). Ucnonms3yemast ompaBka, Kak mpaBwio, gocturaet 10—12 M u m3roraBauBacTCs U3
CHELUANBHBIX MapOK CTalli, CTOMKMX K HCTUPaHUIO, C IOBBIIIEHHON NPOYHOCTHIO. B mponecce akcrutya-
TalMM OINpaBKa IPH 3aloJIHeHUU ovara aedopManiu MpoXoauT uyepe3 Bee KIeTH U (UKCUPYETCs Ha OIl-
peneneHHoM pacctostHuH. [Ipu mpokatke TpyO OonbIlIoe BHUMaHHE YACHSIOT HACTPOWKE CTaHa Kak IO
TEXHOJIOTHYECKUM PEXUMaM, TaK U MO PACIIONIOKEHHIO KJIETEH OTHOCHTENBHO OCH MPOKATKU. 3a BpeMs
AKCIUTyaTalluy CTaHa B CHIIy HaJu4usl JIOQTOB, BUOpALMil U APYTHX HEraTUBHBIX (DAaKTOPOB OCh KIETEH
MOJKET CMEIIAThCs, YTO IPUBEIET K U3THOY ONpaBKH, HOBHIIICHHOMY H3HOCY HHCTPYMEHTA, a TaKXKe Ha-
KOTJICHHIO OCTaTOYHBIX HANpPSDKCHWH B onpaBKe. Bce 3T0 co3nacT yciaoBHUs K CHIDKCHHIO SKCIUTyaTallMOH-
HOTO pecypca JOPOTOCTOSIIEro HHCTpyMeHTa. B cBsA3M ¢ 3TUM B paboTe paccCMOTPEHO BIHMSHUE OCCBOU
HACTpOIKH KieTel ctana PQF Ha BenMYnHYy HampspDKEHHUH B OTpaBKe. B Xo/e BEIMOTHEHHS pa0OThl ObLIH
MOJY4YEHBl PErpPECCHOHHO 3HAUNMBbIEC YPAaBHEHHS BJIMSHHS OCEBOM HACTPONKHM Ha ypOBEHb HANpPSDKEHUH B
OTIpaBKe.

Kniouesvie cnosa: nenpepoiBHblii cran PQF, komnbloTepHOe MojenupoBanue, Hanpsbkenus, QForm,
PErpeCcCUOHHBIN aHaIu3
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EVALUATION OF THE EFFECT OF AXIAL ADJUSTMENT
ON THE STRENGTH OF THE ROLLING MILL MANDRELS

I.T. Bilan", BilanIT@tagmet.ru
K.V. Trubnikov', TrubnikovKV@tagmet.ru

D.Yu. Zvonarev?*, ZvonarevDY@tmk-group.com
M.N. Noskova® 3, Noskova@rosniti.ru, https://orcid.org/0000-0002-8764-1008

! Taganrog Metallurgical Plant JSC (TAGMET JSC), Taganrog, Russia

2 South Ural State University, Chelyabinsk, Russia

% The Russian Research Institute of the Tube & Pipe Industries, Joint Stock Company

(RusNITI JSC), Chelyabinsk, Russia

Abstract. Modern tube mills are usually equipped with mandrel mounted longitudinal mills such as

PQF (Premium Finishing) and FQM (Thin Roll Mill) mills. The used mandrel, as a rule, reaches 10—12 m
and is made of special grades of steel, resistant to abrasion, increased strength. During operation, the man-
drel, when filling the deformation zone, passes through all the stands and is fixed at a certain distance.
When rolling pipes, great attention is paid to setting up the mill both in terms of technological modes and in
terms of the location of the stands relative to the rolling axis. During the operation of the mill, due to back-
lashes, vibrations and other negative factors, the axes of the stands can shift, which will lead to bending of
the mandrel, increased tool wear, and accumulation of residual stresses in the mandrel. All this will create
conditions for reducing the operational life of an expensive tool. In this regard, the article considers the ef-
fect of axial adjustment of PQF stands on the stress in the mandrel. In the course of the work, regression-
significant equations of the influence of axial fit on the stress level in the mandrel were obtained.

Keywords: PQF continuous machine, computer simulation, stress, QForm, regression analysis
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ean padoTthl

[Ipu mpousBoacTBe TOpsUYenehOPMHUPOBAH-
HBIX TPYO Hamboyiee MacCOBBIM CIIOCOOOM SIBIISI-
eTcsa IMpoKaTKa Ha TPYOONPOKATHBIX arperarax
(TIIA) c nempepsiBHBIM cTaHOM. Ilpu 3TOM K
KauecTBY T'OTOBOW MPOAYKIHU IPEIbSIBISIOTCS
XKeCcTKHe TpeOOBaHMS IO Pa3HOTOJIILWHHOCTH,
OBaJIbHOCTH H Jp.

KauecTBO TOTOBBIX TPYO HAIIPSIMYIO 3aBUCHT
OT 3arOTOBKU (TWJIB3bI), OMTHAKO HEMAaJOBAKHBIM
napaMeTpoM SIBISICTCA M TOYHOCTb HACTPOMKH
pacKaTHOTO CTaHa.

IIox TOYHOCTBEIO HACTPOMKH IOHUMAETCS CO-
OTBETCTBUE OCEH KaTHOpOB CTaHa APYr OTHOCH-
TEJNBHO JIpyra, a TaKkKe COOTBETCTBHE CKOPOCT-
HBIX TMapaMeTpoB cTaHa. [Ipym HECOOTBETCTBUH
CKOPOCTHBIX MApaMETPOB CTaHa Ha TPyOe MOTYT
HabmronaThest nedeKTsl (OPMBI, pa3pbIBBI METAa-
Ja u Jp. [Ipy HECOOTBETCTBUM OCEBOIM HACTPONKH
CTaHa Ha Tpy0ax MOKeT HaOmromaTbCs, HaNpH-
Mep, MOBBILICHHAs PA3HOTONIMHHOCTb.

Taxke TpH HECOOTBETCTBHM OCEBOH Ha-
CTPOWKHU IOBBIIACTCS M3HOC HA BallkaX, M3HOC

Ha ONpaBKe, YBEIMYUBACTCS H3THO OMpaBKH B
MpOAOJILHOM Hampasienud [1, 2]. B cumy Ttoro,
YTO OINpaBKa SIBJSIETCS JOPOTOCTOSIIUM HHCTPY-
MEHTOM, BBI3BIBaET MHTEpeC paboTa Mo MpoBee-
HUIO OILICHKHM BIIMSIHUSI OCEBOM HACTpPOMKH Ha
MPOYHOCTHBIC XapaKTEPUCTUKH OTIPABOK.

JanHoe wuccienoBaHUEe BO3MOKHO BBINOJN-
HUTh C UCIIOJNB30BAHUEM MATEMAaTUYECKOrO MO/IE-
JTUPOBAHUS U TUTAHUPOBAHUS KCIIepUMeHTa [3-5].

1. KoMmnboTepHoe MoeInpoOBanne

Ha puc. 1 npeacrasnena obmas cxema mpo-
KaTKM 3aroTOBKH Ha OIIPpaBKEC B HEIIPEPBIBHOM
CTaHe.

B mnponecce mpokaTku Ha ONpaBKy AEHCT-
BYIOT pacCTATHBAIOIMNEC CUJIbI, CXKUMAIOMIUE, BO3-
HHUKAIoIue npu 1eOpMUPOBAHUH 3arOTOBKH CO
CTOPOHBI BAJIKOB, a TAK)KE MOMEHT M3ruba, aei-
CTBYIOIIUI CO CTOPOHBI CMEIICHNS BAJIKOB KIIETH
OTHOCUTEILHO OCH OTPAaBKH.

Ha puc. 2 npencrasnena obmas cxema npu-
JIO’KEHUS HAarPY3KH Ha OMPaBKY CO CTOPOHBI BaJl-
KOB.
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Puc. 1. O6wun Bua Mmogenu ansa pac4yerta
Fig. 1. General view of the model for calculation
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Puc. 2. HanpaBneHne npunoXxeHHbIX Harpy3okK
Fig. 2. Direction of applied loads

Ha nauvansHOM »3Tame ¢ MCHOIB30BAHHEM
nporpamMmMHoro kommiekca QForm ObpumM momy-
YEeHBl 3HAYEHUS YCWIWM, AEMCTBYIOLIME Ha OIl-
PaBKy B paJualbHOM M OCEBOM HaIIPABICHUSIX
TIPH UIeaTbHOM HACTPOMKe cTaHa (puc. 3).

Hcxons U3 npeacTaBiICHHBIX 3HAYEHUN yCH-
nuid, OBUIM paccUMTaHbl HaNpsDKEHUS,, BO3HH-
Kalolllue Ha OINpaBKe IMPHU HJEaIbHOW HACTpOUKe
crana (puc. 4). Cnenyer OTMETUTh, YTO PACCUH-
TaHHblC 3HaueHMs ObLIM yBenuueHel Ha 50 %.
Mapkoi cTanu ONpaBKH NpPU MOJAEITHPOBAHHUH
Obuta BeIOpana 4X5SMO1C.

Kak BumHO m3 puc. 4, MakCUMalbHBIE Ha-
MPSDKEHUS BO3ZHHKAIOT B O0NACTH MPHIOKECHUS
Harpy3Kku ot 1-if kietu.

2. Meroguka aHaJm3a

s Toro 4toObl ONEHHUTH BIHMSIHUAE CMEIlle-
HUSI OCEH KJIETEH Ha HANPSKEHHUS], BOSHUKAIOIIUE
B oOIlpaBKe, ObUl pa3paboTaH MOTHO(AKTOPHBII
skcriepumMenT (I1DD) [6], B KOTOPOM U3MEHSIOCH

BEPTUKAIBHOE MEPEMEIICHHE OCH BAIKOB U (HK-
CHPOBAJIOCH MAaKCHMaJIbHOE HAMPSHKEHHE B Odare
nepopmanun. CMmeleHne KXo KIETH BapbH-
poBanock Ha 3 ypoBH:X 3HaueHU: —7, 0 1 +7 MM.

Ha puc. 5 mnpexacraBieHo pacnpeneneHue
HanpsDKeHU B ouare jaedopmanuu 3-H KIETH
OTHOCHUTEIIBHO U3MEHEHUSI OCH T10 KIIETSAM.

Kak BumHO u3 puc. 5, Ha HanpsHKEHHs B OII-
paBke B ouare aedopmarmu 3-il KIETH BIHSIOT
HM3MEHEHHUS 0CEBON HACTPOWKH BO 2, 3 U 4-# Kile-
TAX. OCTalbHbIE KJIETH MPAKTHYECKH HE OKa3bl-
BAlOT BIMSIHUS. AHAJIOTUYHBIE KapTHHBI OBLIH
MIOJTyYEHBI U 110 IPYTUM ovaram aedopMaluu.

g oneHKH BIMSHHUS KaXIoro (akropa Ha
HaNpsDKEHUS B ONIPaBKe OBUTH TOyYeHBI perpec-
CHOHHBIE YpaBHEHHMS, TIPEACTABICHHbIE HIDKE.
3HaunMocTh (hakTopa OLEHHMBAlIach Ha OCHOBE
kputepus p-Value [7]. C ucnonap3oBaHUEM TaKoO-
ro MoAxo/a ObUIN TOJTyYeHBI PETPECCHOHHO 3HA-
YHMBbIC YpaBHEHUS ¢ KO(GPHUIUEHTOM JOCTOBEP-
HoctH cBhiie 0,8 [8].
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Puc. 3. Ycunusa, gercTeylowme Ha onpaBKy B NnpoLiecce NpoKaTKu:
a — ycunus, aelcTBylolMe Ha Banku cTaHa; b — ycunus, gencreylowme Ha onpaBky
Fig. 3. Efforts acting on mandreling during the rolling process:
a — the forces acting on the rolling of the mill; b — efforts in effect on the mandrel

B: PQF uenbHaA onpaeka Bo BCceX KNeTax
Equivalent Stress

Type: Equivalent (von-Mises} Stress

Unit: MPa

Time: 1

8227
70.517
58.764
47.01
35.259
23.506
11.753
4.7065e-8 Min

0.00 1500.00 3000.00 {mm)
— I
750.00 2250.00

Puc. 4. PacnpeneneHue HanpsikeHMA B onpaBKe packaTHOro ctaHa
Fig. 4. Stress distribution in the mandrel of the rolling mill
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Puc. 5. PacnpegeneHue HanpsikeHM Ha onpaBkKe B 30He o4ara gecopmauum 3-i Knetu
B 3aBUCUMOCTU OT B3aUMHOIO BNUsSIHUA (hakTopoB
Fig. 5. Distribution of stresses on the mandrel in the zone of the focus of deformation of 3 cells,
depending on the mutual influence of factors

Hanpsokenus Ha onpaBke B ouare Aedopmanuu 1-i kieTu onpeaenstoTcs N0 ypaBHEHHIO

o, =228,37-8,598 - x; +2,7114 - x, —150,38 - x; - x,; (1)
HaNpsDKEHUS Ha ONpaBKe B odare jedopMaiuu 2-i KJIeTH ONpeaessIFoTCs TI0 YPaBHEHHIO

G, =353,58+6,5925-x; +1,7627 - x, +0,47915- x5 —

—185,34-x, -x, +40,204 - x; - x; —113,61 - x, - x3; (2)
HaINpsDKEHUSI Ha ONpaBKe B odare jgedopManuu 3-i KJIeTH ONpeaessIFoTCs IO YPaBHEHHIO

o3 =353,66+2,9932x, ~16,472x; —0,12101 - x, —

—127,68 x, - x; + 60,46 - x, - x, —202,46- x5 - X4; 3)
HaNpsDKEHUSI Ha ONpaBKe B odare gedopmanuu 4-i KJIeTH ONpeaessIFoTCs TI0 YPaBHEHHIO

6, =402,33+19,689-x; —16,035-x, —8,2988 - x5 —

HaNpsDKEHUsI Ha ONpaBKe B odare AedopMannu 5-i KJIeTH ONpeAessiIoTes 10 YPaBHEHHIO
65 =111,36 21,182 x, +12,271- x5 100,64 - x, - x5, (5)

TAae X, Xy, X3, X4, X5 — CMCIICHUS OCH KJICTH B KOAUPOBAHHOM 3HA4YCHUU.

AHanmu3upys ypaBHEHHUS, MOKHO CZeJIaTh BBIBOJL O TOM, YTO HauOoJiee HAarpyKeHHasi 00JacTh OIl-
PaBKH BO3HHUKAeET B o4are nedopmanuu 4-i KIeTu.

Ha puc. 6 npeacraBieHo pacnpeaeicHnue HAPsDKEHUH Ha onpaBke B ouyare aedopmannu 4-if KieTH
MIpU TAPHOM MU3MEHEHHUU OCEBOTO CMEUIeHHS B 4-if 1 5-1 KileTsX.

W3 puc. 6 BUIHO, YTO MUHUMAIIBHBIE HAIIPSDKEHUS BOZHUKAIOT MPH MICAIBHOM HACTpPOMKE CTaHa.
[Ipu npeBbieHny cMemenus kineteid Ha 0,6 (abcomoTHoe cMerienue 4,2 MM) HallPSOKEHUST HA OTIPAaBKe
MoryT mnpesbimath 400-500 Ml Ta.

CTOUT OTMETHTB, YTO AK€ MPU MAaKCUMAJIbHBIX CMEIICHUAX OCH KJIETH HalpsKeHUs Ha OTIpaB-
K€ HE MPEBBIILIAIOT IIpeaena TeKydecTr 1t cranu Mapku 4X5SM®1C (npeaen TeKy4ecTH cOCTaBisIeT
1470 MI1a).
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Puc. 6. PacnpeaeneHue HanpsbkeHUM Ha onpaBke B ovare gedopmauum 4-m knetu
npyu B3aMMHOM CMeLLeHUn ocen 4-i u 5-i knetn
Fig. 6. Distribution of stresses on the mandrel in the focus of deformation of the 4th cell
with mutual displacement of the axes of the 4th and 5th cells

3akia04eHue

B xozxe BBINONHEHUS MOIEITMPOBAHUS TIPO-
1[ecca pacKaTKy THIIb3bl B HEMIPEPHIBHOM CTaHE U
MocIeAyonie o0padOTKH M aHallM3a IMONYyYeH-
HBIX JIAHHBIX OBUTH BBISIBIICHBI CIEAYIOIINE 3aKO0-
HOMEPHOCTH.

1. Haubonpiiee HampspbkeHHE Ha OINpPaBKe
BO3HWKaeT B o0OjacTh odvara nedopmarum 4-it
KJIETH, KOTOpas sIBJIAeTCs 1-i 4UCTOBOH KIIETHIO.
IIpu cmenienun ocel KJIETH HaNpsKEHHWE HA OIl-
paBKe MOXKET JocTurath nmopsaka 600 MIla.

2. Ha BenuuuHy HanpspKeHHUH B OIPaBKe B 00-
JacTe o4dara je)opMaIyiy KJIETH OKa3bIBaIOT BIIUS-
HUE TOJIBKO CMEILIEHUS OCEl COCEIHUX KIIETEH.

3. ITomyuyeHsl TOCTOBEPHO 3HAYMMBIE ypaB-
HEHHsSI BBIYMCICHMS HANpPSKEHUH Ha OIpaBKe
MIPU CMEUIEHUH OCEH KIIETe U OCEBOM, U paju-
THPHOM HArpyXeHHUHU TPU TIPOKATKE TPYO.

4. Ha ocHOBe BBIYMCJIEHHH OBLIM CHEIaHBI
pexomMeHnanuu 00 y)KeCTOUYSHHH 3HAYCHUS MaK-
CUMaJIbHO JIONyCTHMOTO CMEIIEHHsI Oceil Mpo-
KaTHOTO CTaHa.
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