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Annomayusn. JIns paciimpeHus cOpTaMeHTa NPOU3BOIUMBIX TPYO M MOBBINICHUS TPOU3BOAUTEIHHO-
CTH Ha COBPEMEHHBIX TPYOOIPOKATHBIX arperarax MPUMEHSIOT PeIyKIHOHHO-PACTSIKHBIE CTaHbl. OIHAKO
XapaKTepHOH O0COOCHHOCTBIO MPU PEAYLHMPOBAHUH TPYO C HATSHKEHHEM SIBISIETCS 00pa3oBaHHE YTOJIICH-
HBIX KOHIIOB. JTO SIBJICHHE CBS3aHO C TEM, YTO NEpPEeIHUH M 33 HUH KOHIIBI MOJBEpraroTcs GpopMon3MeHe-
HUIO B YCJIOBUSX, OTIMYHBIX OT JeOopMali cpeqHelt yacTu TpyObl. XapakTep W3MEHEHHs TOJIIMHBI CTECH-
KM Ha KOHIIaX TPyO olpenenser [UIMHY U Maccy KOHIIEBOM 00pe3H, YTO B 3HAUMTEIHLHOM Mepe OnpeesseT
9KOHOMHUYECKHE IOKA3aTeIN BCEro TPYOOIPOKAaTHOTO arperara B 1iesioM. B nanHo# pabote ¢ momoisio ¢u-
3UYECKOT0 U KOMITBIOTEPHOTO MOJICIIMPOBAHUS IIPOIIecca peLylUpOBaHUS TPYO B OJJHOM KJICTH HCCIIeI0Ba-
HO BIIMSIHUE IIapaMeTpOB MPOKATKH Ha JUIMHY YTOJIIEHHBIX KOHLOB. J[Jisi BCECTOPOHHETO HCCIeNOBaHUs
mpoIiecca peaynupoBaHusl HE0OXOAUMO y4eCTh OONBUIMHCTBO (PaKTOPOB, TAKUX KaK OBAIBHOCTH KaluoOpa,
YpPOBEHb HATSDKEHHMsI, CTENCHb JieopMallny, CTeleHb TOHKOCTEHHOCTH U Ap. YacTh u3 3Tux (akrtopos, Ha-
NpUMep BIUSHHE MEXKKIETHEBOTO 3a/IHET0 HATSDKSHHUS MO pacKary, JIydllle pealn3OBhIBaTh Npu (usuue-
CKOM MOJICIIMPOBAHMH, a 4acTh ()aKTOPOB (HANpHUMeEp TeMIlepaTypa 3arOTOBKH) JIy4IlIe HCCIENOBaTh MPH
KOMITBIOTEPHOM MOJEIHPOBaHUH. JlaHHBIE HCCIIE0BAaHKs TIOMOTYT B Pa3pa0OTKe TEXHHUECKUX PEIICHUN
C LIEJbI0 YMEHBIICHUS JUIMHBI YTOJIIEHHBIX KOHIIEBBIX y4acTKOB TpyO. sl co3maHMs 3aJHEro HaTsKe-
HUSI B 9KCIIEPUMEHTAIEHOM HCCIICI0BaHUN, MOAEIHPYIOIMM IIpoIiecC PadOThl PeayKIHOHHO-PACTHKHOTO
cTaHa (Co3daHME HATSDKEHUs), ObLT co3/aH pabounii HHCTPYMEHT (BOJOYMIBHOE KOJBIO). s yiydine-
HUSI MEXaHHYECKUX XapaKTePHCTUK BOJOYHMIHHOE KOJBLO IOJIBEPrasoch TEPMHUYECKOW 00padoTke, 3a-
KJIIOYAIOIIeHcsl B HAarpeBe I0J 3aKalKy B ayCTEHHUTHYIO OOlacTh BbINIE TOYKH Ac3 Ipu TeMmepaType
880 °C B Teuenue 20 MUH.

Knioueesvie cnosa: npousBoAcTBO TPyO, OeciioBHBIE TPYObI, peaylUpOBaHKUEe, PA3HOCTEHHOCTh, KOH-
LeBbIe y4acTKu TpyO, (usnueckoe MOJIEIMPOBAHUE, KOMIIBIOTEPHOE MOJIEIUPOBAHIE, CKOPOCTHBIE PEXH-
MBI, peaylupoBanue Tpyo, Qform

na yumuposanua: Ou3nueckoe U KOMIBIOTEPHOE MOJCIHPOBaHUE (POPMOM3IMEHEHHUS 3aHUX KOH-
ueBbIx ydactkoB TpyO / [I.A. Axmepos, A.B. Beigpun, T.0O. HoBukos u ap. // Bectuux IOYpI'Y. Cepus
«Meramtyprus». 2022. T. 22, Ne 4. C. 72—80. DOI: 10.14529/met220408

© Axwmepos I.A., Beropun A.B., Hosuxos T.O., Ucpadmnosa D.111., I'eitm E.A., 2022

72

Bulletin of the South Ural State University. Ser. Metallurgy.
2022, vol. 22, no. 4, pp. 72-80



Axmepoe [J.A., BbidpuH A.B.,
Hoeukoe T.O. u dp.

du3uyeckKkoe U KOMMbOMEPHoe ModenupoeaHue

(I)OpMOU3MeHeHUﬂ 3a0HUX KOHUe8bIX y4dacmkoe mpy6

Original article
DOI: 10.14529/met220408

PHYSICAL AND COMPUTER MODELING

OF THE SHAPE OF THE REAR END SECTIONS OF PIPES

D.A. Akhmerov" 3, ahmerovda@rosniti.ru, https://orcid.org/0000-0002-8498-8954

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

T.0. Novikov?, NovikovTO@tagmet.ru, https://orcid.org/0000-0002-6682-1069

E.Sh. Israfilova’, Israfilova@rosniti.ru

E.A. Geym" 3 geym@rosniti.ru, https://orcid.org/0000-0003-0856-0056
" The Russian Research Institute of the Tube & Pipe Industries, Joint Stock Company

gRusNITI JSC), Chelyabinsk, Russia

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

8 South Ural State University, Chelyabinsk, Russia

Abstract. Reduction-stretching mills are used to expand the range of pipes produced and increase

productivity on modern pipe rolling units. However, a characteristic feature when reducing pipes with ten-
sion is the formation of thickened ends. This phenomenon is due to the fact that the front and rear ends un-
dergo shape change under conditions other than deformation of the middle part of the pipe. The nature of
the change in the wall thickness at the ends of the pipes determines the length and weight of the end trim,
which largely determines the economic performance of the entire pipe rolling unit as a whole. In this paper,
the influence of rolling parameters on the length of the thickened ends is studied using physical and com-
puter modeling of the process of reducing pipes in one cage. For a comprehensive study of the reduction
process, it is necessary to take into account most factors, such as the ovality of the gauge, the level of ten-
sion, the degree of deformation, the degree of thinness, etc., other than the deformation of the middle part of
the pipe. Some of these factors, for example, the influence of the intercellular back tension on the roll is bet-
ter realized in physical modeling, and some factors (for example, the temperature of the workpiece) are bet-
ter investigated in computer modeling. These studies will help in the development of technical solutions to
reduce the length of thickened end sections of pipes. A working tool (drawing ring) was created to create a
back tension in an experimental study that simulates the process of operation of a reduction-stretching mill
(creating tension). To improve the mechanical characteristics, the drawing ring was subjected to heat treat-
ment, consisting in heating for quenching in the austenitic region above the Ac3 point at a temperature of
880 °C for 20 min.

Keywords: pipe production, seamless pipes, reduction, wall thickness, end sections of pipes, physical
modeling, computer modeling, speed modes, pipe reduction, Qform

For citation: Akhmerov D.A., Vydrin A.V., Novikov T.O., Israfilova E.Sh., Geym E.A. Physical and
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BBenenne

B TpyOHOM mpOM3BOACTBE 3aTPaThl HA Me-
TaJJl COCTABJISIOT MOAABISIONIYIO YacTh H3IACP-
XKeK. B cpemHeM mpu MPOU3BOJCTBE 3arOTOBOK
JUTsL OCCIIIOBHBIX TOpSYEKaTaHbIX TPYO MOpsiaka
60 % cebecTonmocTu GOPMUPYETCS 3a CUET 3a-
TpaT Ha CHIPhE W MAaTEPHUANBI, HCIIOJIB3yeMbIe
JUTSL TIPOM3BOJICTBA 3arOTOBOK W3 YEPHBIX Me-
TauioB. B cebecToMMoCcTH  IPOHU3BOJICTBA
CTaJIbHBIX TPYO OCHOBHAs JOJIsS 3aTpaT MPHXO-
autces Ha metamn — oT 75 go 80 % [1]. Henpe-
PBIBHOE COBEPIIICHCTBOBAHWE TEXHOJOTHH TPY-
OOIMPOKATHOTO MPOU3BOJCTBA JOJDKHO OBITh Ha-
MpaBJeHO B TMEPBYK OdYepe[b Ha COKpaIleHHe
MOTeph MEeTaIa.

[Ipu us3roroBneHnu TpyO MO JIOOOH TEXHO-
JIOTHYECKOM CXeMe 4acTh OIepaluii MpOoru3BOCT-
BEHHOTO TIPOIECcCa COMPOBOKIACTCA OTXOJaMH U
NOTEpSMU MeTajla. BakHBIM SIBISIETCS CHIKe-
HUE TIOTEepPh METaJUIa MPU TEXHOJIOTUYECKHUX MPO-
reccax Jr0bIMU IeHCTBEHHBIMA METOIAMHU.

Ha coBpemeHHBIX TpyOONpOKaTHBIX arpera-
tax (TIIA) c Uenp0 MOBBINICHHUS MPOU3BOIM-
TETHHOCTH TPOIIecca UCTONB3YIOT PEIyKIIHOHHO-
pacTspkHble cTaHbl. OIHAKO BBICOKHE MPOJIOJIb-
HbIE HANpsDKEHUS] NPU PEIyLUPOBAHUU C PACTs-
JKEHHEM COTPOBOXKAAIOTCS HApsIy C MpEeuMyIle-
CTBaMH B TEXHOJOTHH TaKX€ OTPHUIATEIbHBIM
3 PEKTOM MOSBICHUS «YTONLICHHBIX KOHIIOB)
[2, 3]. Tak Ha3bIBarOTCS YyYaCTKH C YBEITUYECHHOM
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Fig. 1. Trimming of pipe ends

TOJILIMHON CTEHKH, TMOSBISAIOMIKECS HAa KOHLAX
TpyO B pe3ynbraTe ocinabiIeHHOT0 HATSHKCHUSI, 110
CPaBHEHHUIO C IEHTPAILHON YacThIO0 TPYOBI, MPO-
KaTaHHOW B yCTaHOBUBHIEMCS pexuMme [4-8].
Takue KOHIIEBBIC YYaCTKH TOTOBOM TPYOBI HOJIK-
HBl OBITH oOTpe3aHsl (puc. 1), eciam TONIIMHA
CTEHKH IMPEBBIIIAECT 3HAYCHUS JAOIMYCKOB MJIA
TpyO COOTBETCTBYIOIIETO pa3Mepa.

JlanHbIE MOTEpU MaTepHalioOB B YCTaHOBKax
10 TPOM3BOJCTBY OECIIOBHBIX TPYyO MOTYT CO-
CTaBUTh [10 HECKOJBKHMX IMPOLIEHTOB TOJ0BOIO
o0beMa TPOU3BOJICTBA, €CIIM HE OYIyT MPUHSTHI
MOAXOASIINE MEPHI IO ONITUMUBALIMH.

HanHoii npobieMe B CBOE BpeMsl OCBSIICHO
MHO’KECTBO HCCIIEIOBAaHHUH, OIMyOIMKOBAHHBIX B
pabotax [9-11]. OaHako maHHBIC PAOOTHI HMEIOT
ycTapeBlIne JaHHBIE, TAK Kak B TPyOOIPOKaTHOM
MPOU3BOACTBE MPOU3OLLIN 3HAYUTEIbHbIC HU3Me-
HEHUS, CBS3aHHBIC C IMOSIBICHUEM TPYOOIPOKAaT-
HBIX arperatoB HOBOM KoHCTpykuuu. [losTomy
00BEKTOM HCCIIEIOBAHUS SIBIIICTCS M-KJIETEBOM
PEAYKIMOHHO-PACTSDKHOM CcTaH € 3-BaJKOBBIMHU
KIJICTSIMH.

B nanHO# cTaThe BBINIOJIHEH KOMIIIEKC HC-
CJICJIOBAaHUH C TOMOIIbIO (DU3UYECKOTO U KOM-
MBIOTEPHOTO MOJEIHUPOBAHUS C IIEJIbI0 aHaIn3a

BIMAHUS (DAaKTOPOB 0OpPa30BaHUSl YTOJILICHHBIX
KOHIIEBBIX YYaCTKOB.

du3nyecKoe MoJeTUPOBAHUE

Lenp ¢u3nueckoro MoAeIupoBaHUsl — OLle-
HUTh HCCIIELyEeMbIE NTapaMETPhl Ha UIMHY YTOJI-
HICHHBIX KOHIIOB TPYO.

IIpn uccnenoBanum mporecca perynupoBa-
HUS JOBOJIBHO CJOXHO YYECTh BIUSHHUE Ka)I0TO
u3 3TUX (aKTOPOB (HATSDKEHHE, TOHKOCTEHHOCTD
TpyOBI, cTeneHb JedopMaryu, Temreparypa) u
00ecreynTh NOCTOSHCTBO YCJIOBHH AKCIIEPHUMEH-
ta. [loaToMy st BBISIBICHHS MHOTO(aKTOpHOH
3aBHCHMOCTH I1apaMeTpPOB PEIYKIIMOHHOU Ipo-
KaTKd HEoOXOAMMO BHIOpaTh Takue IJIaHbl JKC-
MEPUMEHTA, KOTOPBIE NTO3BOJISIIOT HA OCHOBE YET-
KUX (OpMAaTM30BaHHBIX MPABHUJ CBECTH OIIHOKY
9KCIIEPUMEHTa K MMHUMYMY M OLICHUTH BIIUSHUE
YIPaBISAIONINX NapaMeTPOB.

Mertoonorusi MpOBEIAEHHUS 3KCIIEPUMEHTa
MpH TIOCTaHOBKE 3aJaydl TpeOyeT NpOoBeNeHUs

2*1=8 ombiToB ¢ 5-KpaTHBIM IIOBTOPEHUEM.
[Mockonbky B TMOTHOMAKTOPHOM BKCHEPH-
MEHTE PEaJN3yI0TCid BCE BO3MOXKHBIE COUYETAHUS
YPOBHEH, TO MaTpHlLla IUIAHUPOBAHUS SKCIEPH-
MEHTa IPUMET BUJ, IPEJICTABIICHHBINA B TaOIUIIE.

MaTtpuua nnaHupoBaHus
Planning matrix

No X0 X1 X2 X3 X4
1 + - — - —
2 + + - — +
3 + — + — +
4 + + + — —
5 + — — + +
6 + + — + —
7 + — + + -
8 + + + + +
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IleneBble 3HaueHUs NpPH NOHUCKE pPEIIECHUH
3aJaBajliCh B COOTBETCTBUH C IIJIAHOM 3KCIIEpPU-
MEHTa JIsl 3HAUCHUI:

— obxkartue TpyOBI 10 THAMETPy

e =(3,4%;8,2%);

— UCXOJHAsi TOHKOCTEHHOCTb TPYOBbI
St |2 (5,6;17);

diy

— TeMreparypa TpyObl

T =(800°C;1000°C).

BBIXOAHBIM IapaMeTpOM JaHHOTO HCCIEIOo-
BaHMUS SBJIACTCS N3MEHEHHE TONIIMHBI CTEHKH Ha
3aJHEM KOHLIEBOM YYacCTKe.

OKcrnepUMeHTalbHasi YCTaHOBKa (puc. 2)
JUISL MCCIEeNOBaHMUS IIPOLIECCOB MPOAOJIBHOM
IpOKaTKU TpyO IpegHasHaueHa Ui W3y4eHUs
(bOpMON3MEHEHHS, CUIIOBBIX U KHHEMAaTHUECKUX
napamMeTpoB MPOLECCOB MPOJOIbHON MPOKATKU
TpyO myTeM MOIEIMPOBAHUS IPOLECCOB Je-

dhopmanuu Meraymia MO Pa3IHYHBIM TEXHOIO-
THYECKHUM CXeMaM C Y4YeTOM MacIITabHOro
¢dakropa.

B kauecTBe MCXOQHOM IOJION 3arOTOBKU IS
NPOKATKH HCHONB3YIOTCS MAaTPyOKH pazMepamu
B34 %x2 mm; D34%x6 mMMm. s co3maHust HATS-
JKEHHUS Ha TIEpeJHEH YacTH 3arOTOBKU MPOH3BO-
JIWTA yMEHBIIeHne AunaMeTpa (puc. 3).

Jlis co3nanus 3aJHETO HATSHKEHUS, MOJICIH-
PYIOIIEro Mmpoiecc padoThl pelyKIIMOHHO-PACTSIK-
HOTO CTaHa, OBUI CO3JaH PabOuYuii WHCTPYMEHT
(ocHacTka) 1o aHajoruu ¢ paboroit [12]. OcHa-
CTKa B BHJE MPOBOJIKA H Ae(HOPMHUPYIOIIETO
KOJIbIIa ITOKa3aHa Ha puc. 4.

Jnst yaydmeHus MeXaHUIeCKUX XapaKTepH-
CTHK BOJIOYMJIBHOE KOJIBLO IOJBEPrajioch Tep-
MHUYECKOH 00paboTKe, 3aK/IIOYAIOLICHCS B Harpe-
BE MOJ 3aKaJKy B ayCTEHUTHYIO 00JacTh BHIIIE
Touku Ac; mpu temmepatype 880 °C B TeueHme
20 muH. 3aKaaKy KOJbIla MIPOBOIWIN B 3aKaJI0Y-
HOM Oake ¢ Bojoii [13].

Puc. 2. labopaTtopHas ycTaHOBKa ANA NPOAONbLHON NPOKaTKK Tpyo
Fig. 2. Laboratory installation for longitudinal rolling of pipes

73 #34

]

T

100 i

250

Yaacmax Npokamky

Jadwud kKeHyebod (4acmox - HOMSXEHIEN

YHaEmOK POKOmKY DE3 HOMAXEHUS

Puc. 3. Cxema 3arotToBKu Ansi NpoBeAeHUsA 3KCnepuMeHTa
Fig. 3. Diagram of the workpiece for the experiment
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a)

b)

Puc. 4. OcHacTka Ans pM3nyeckoro MmogenupoBaHus: a — B paso6paHHOM BuAe;
b — yctaHOoBneHHas B 3-BasIkoBOW KneTu
Fig. 4. Equipment for physical modeling: a — disassembled; b — installed in a 3-roll cage

IoJy4yeHHble pe3ybTaThl

U UX 00CYyKIeHue

TonmuHa CTEHOK NPOKaTaHHBIX 3arOTOBOK
HM3MEPSIINCh COIJIAaCHO CXEMe, NPUBEICHHOM Ha
puc. 5.

Ilo pesynpTatam 3aMepoB I€OMETPUUECKUX
pa3MepoB 3aroTOBOK B IMOINEPEYHBIX CEYECHHUSX
CTPOWJIMCH TpaUKu U3MEHEHUs! TOJIIUHBI CTCH-
Kd. BaxXHBIM OTpe3KOM SBIIETCS Y4YacTOK Ha
paccrostauu 90—-100 MM ot 3K (3agHuit KoHIe-
BOIl ydacTOK TpyObl), TaK Kak TaM HPOUCXOAUT
Iepexo/l y4yacTKa C HaTsDKEHUEM Ha KOHIIEBOM
y4dacTok TpyOsl. Ha nanHOM yuacTke nmpou3sBese-
HBI 3aMepbl 0 U mocie aedopManuu TpyObl U
BBIUMCIICHO CpeJHEe 3HAYCHHE H3MEHEHHs TOJI-
IIMHBI CTEHKHU.

[Ipu nedopmanyu 3 % mosyyeHsl IpaKTHYE-
CKM OAMHAKOBBIE PE3YyNbTaThl IO CpEeaHEMY
YTOJIIIEHUIO Y4acTKa TPYObI 1OciIe HATSHKEHUS, U
TOJIIIMHA CTCHKU Ha JJAHHOM y4YacTKe IIpaKkTude-
CKU HE H3MEHsIach. DTO OOBSCHSETCA TEM, YTO
yactHble aedopmanmu 3—4 % HCHONB3YIOT, Kak

12345678900 120055 61718192027

MPaBUIIO, TOJIBKO MPH PEAYIMPOBAHUH O€3 HATA-
xenus [14].

Ha puc. 6, 7 mpencraBieHbl JaHHBIC TPU
MPOKATKE 3arOTOBOK CO CTENEHBIO AehopMaLun
3u8%.

Ecnu cpaBHUTH 3Ha4YeHHE TONIIUHBI CTEHKH
TpyO, MpPOKAaTaHHBIX C HATSHKEHHEM NpH aedop-
Mamu 8 ¥ 3 %, TO BUAHO, YTO MpH AedopManun
8 % mpomoNbHBIE yCHIHs OOJbIIE, YeM TpHU Jie-
¢dopmanmu 3 %, BCICNCTBHE HEro YTOJIICHHE
CTEHKH TPYOBI TIOCJE yJYacTKa MPOKATKH C HATA-
YKCHUEM MPOUCXOIUT 3HAYUTEIHHO OOJIBIIIE.

3aBUCHUMOCTh YTOJIIICHHBIX KOHIIOB HEMOC-
TaTOYHO PACCMATPHUBATH JIMIIb CBA3BIO TOJBKO C
HATSHKEHUEM, TaK KaK 3Ta CBS3b ONPEIENsIeTCs
TakKe W BEIMYMHOW nedopMmManuu. ITO TOJ-
TBEpXKAAET TOT (DAaKT, YTO C YBEITUUCHHEM HATS-
JKEHHSI IJIMHA 3a CUET YBEIMUYCHHs CTENCHH Jie-
dbopMany YTOJIIEHHBIX KOHIICBBIX YYacTKOB
Bo3pacTaet [14].

B manHO# paboTe Takke UCCIIEAOBaIH BIIHS-
HUE KOHTaKTHOTO TPEHHUS 3a CUET U3MEHEHUS

o

A

450

Puc. 5. Cxema 3amepoB npoKaTaHHbIX 3aroTOBOK
Fig. 5. Measurement scheme of rolled workpieces
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Puc. 6. TonwmHa cteHku aecpopMUpPOBaHHbIX 3aroToBOK (CpeaHee 3HaYyeHMe) 6e3 HaTsXKeHUs
c pechopmaument 3 %: a — TOMNLWUHA CTEHKU TPYObI 2 MM; b — TonNwWMHaA CTEHKU TPYObI 6 MM
Fig. 6. Wall thickness of deformed workpieces (average value) without tension
with a deformation of 3 %: a — pipe wall thickness of 2 mm; b — pipe wall thickness of 6 mm
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Puc. 7. TonwmHa cteHku AecpopMUpPOBaHHbIX 3aroToBOK (CpeaHee 3HaYyeHMe) 6e3 HaTsAXKeHUs
c pechopmaumert 8 %: a — TONLWUHA CTEHKU TPYObI 2 MM; b — TonNwWMHaA CTEHKU TPYObI 6 MM
Fig. 7. Wall thickness of deformed workpieces (average value) without tension
with deformation of 8 %: a — pipe wall thickness of 2 mm; b — pipe wall thickness of 6 mm

HavYaJbHOW TemrmepaTypbl 3arotoBok. OnHako
JaHHBIN NapaMeTp CIOXKHO MOAJAETCS] KOHTPOJIIO
U M3MEPEHUIO M 3aBUCUT OT MHOTUX (haKTOPOB.
[MosToMy BnUMsiHUE AaHHOTO (pakTOpa JIydlie Bce-
ro npoBepuTh ¢ nomoiusio MKD (MeTon koHed-
HBIX DJICMEHTOB).

KomnblorepHoe MmoaeMpoBaHue

J1a nccnenoBaHus UCHONb3YeM MOJIENb C HC-
XomHON 3aroToBkoi 178 %6 mMm. BapsupoBanue
HavagbHOM Temmeparypsl 3aroroBku 800—1000 °C
(aepe3 xkaxnsie 50 °C).

s Gosee TOUHBIX pE3yJbTATOB CETKY KO-
HEYHBIX JIEMEHTOB B 00JacTh JedopmMaryu He-
o6xonumo ymeHbIUTh [15]. Tlockonbky B pabo-

T€ MCCIAEAYIOTCS KOHIIEBbIE YYacCTKH, MPUHITO
JUTSL aHallM3a B3ATh JIAHHBIE CPEIHUX 3HAYCHUN
Ha paccrossHuu 100 MM ot 3amHero Topua. Ha
puc. 8 MOKa3aHO BIMSHHUE TeMIIepaTypsl Ha KOH-
IIeBBIC YYacTKU TpyO. BapbupoBanme HavaibHOU
temriepatypsl 3arotoBku 800-1000 °C (uepe3 ka-
xaere 50 °C).

U3 puc. 8 BuAHO, YTO IpU HpPOKAaTKe TPYO
178 x 6 MM yBenudeHue temriepaTypsl oT 800 mo
950 °C mpuBOAMT B LIEJIOM K YMEHBILIIEHHUIO TOJI-
HIMHBI CTCHKH TPYOBI Ha 3aJHEM KOHIlE. Beimie
temnepatypsl 950 °C mpoHCcXOOUT CMEHa TPEH-
Jla, COOTBETCTBEHHO OINTUMAIIEHBIA TeMIIepaTyp-
HBIH peXUM HE0OXOJWMO HUCKATh B HHTEpBaje

temmepatyp 950-1000 °C.
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Puc. 8. BnusHne Temnepatypbl Ha KOHLUEBbIE y4acTKu TpyO
Fig. 8. The effect of temperature on the end sections of pipes

3akioueHune

[To pesynbTaTaM (HU3HYECKOTO MOJCITHPOBA-
HUS OIpENeNii, YTO Hanboliee 3HAYMMBIM IIa-
paMeTpoM Ipolecca peayIlupoBaHue TPYyO SBIIS-
€TCs MEKKIIETEBOE HATSHKEHHE, TaK KaK OHO He-
MOCPEICTBEHHO BIIMSET Ha TEOMETPHUIO IMPOKaTa
(TONImUHY CTEHKW) W 0O0pa30BaHME YTONIIEHHBIX
KOHIIOB TPyO. YTOJIIICHHE CTEHKH IPU MPOKATKE
YBEJIIMYMBACTCS KaK C POCTOM TOHKOCTCHHOCTH,
TaK " ¢ yBenumdeHneM naedopmanmu. [Ipuuem npu

MabIx Jedopmanusix (3 %) crerneHb TOHKOCTEH-
HOCTH MpakTH4Yecku He Biuser. Ho ¢ yBenndeHu-
eM nedopmanuy 4yeMm OOJbIIE CTEHNEeHb TOHKO-
CTEHHOCTH, Te€M OOJbIlleé U3MEHEHHE TOJIIMHBI
CTeHKH (yBenndeHue npoucxoaut Ha 4-10 %).

C 1enpl0 MOJHOLEHHOTO HUCCIEIOBaHUS
npolecca peayLUpOBaHUs U OLEHKH BCEX BXOI-
HBIX [aPaMETPOB, BIHUSIONINX HA KOHIIEBBIE yda-
CTKH TPYO, HEOOXOIMMO MPOBECTH HCCIICIOBAHNIE
Ha 0a3e KOHEYHO-3JIEMEHTHON MOJIEIH.
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