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Annomayua. YkperuieHue OeperoBbIX JMHHMN B ycnoBusix KpaiiHero CeBepa SBISIETCS CIOXKHOU U
TEXHUYECKH TPYTHOBBIIOJIHUMON 3amadeil. o MUHMMM3aIUU HEKOHTPOJIMPYEMBIX HMPHUPOIHBIX KaTak-
JIM3MOB U JIOCTATOYHO CYpPOBBIX MOTOAHBIX YCIOBHH, a TaKXKE B CBS3U C OONBIIMMH 00bEMaMH MOPTOB YK-
perieHre 0eperoBoil TMHUH MPOU3BOIUTCS TPYOHBIM IIITYHTOM U cBasMu auametrpoM 2520 mm. [Ipomyk-
LU SBJIACTCS BOCTPEOOBAaHHOW M BBHICOKOMAPKHHAILHOM. JIaHHBINM COpTaMEHT paHee He MPOW3BOAUICS B
MpOMBINUICHHBIX MacmTabax B kommannu [IAO «TMK» u B menom Ha tepputopun P®. EnuHCTBEHHBIM
croco6oM, KOTOPBIH ITO3BOJIAET MOIydaTh TpeOyeMylo 3aroToBKy, sBisiercs cnocod JCOE. B nannoii cra-

Th€ OTIMCAHBI OCHOBHBIE ATAIBl OCBOSHUS TpyO quameTpom 2520 MM.

1. C ucrionp30BaHNEM COBPEMEHHBIX METOJIOB HH)KCHEPHOT'O aHAJIM3a, OCHOBAaHHBIX HA METOJIE KOHEY-
HBIX 35eMeHToB (MKD), Oblita mpoBeieHa OLleHKa TEXHUIECKOH BO3MOYKHOCTH TIPOU3BOICTBA TPYO, a TaKkxkKe

pa3paboTKa TEXHOJOTUYECKUX PEKUMOB MOArHOKH U GOPMOBKH TPYO.

2. IIpoBeneH aHanu3 BIMSAHUS MEXAaHUYECKUX CBOMCTB Ha T€OMETPUUYECKHE TOKA3aTENN TOTOBOH Mpo-
nykuud. [IpemuiokeHa HOBas METOJMKa KOHTPOJS T€OMETPHH TPYOHOH 3aroTOBKHM B IPOIECCE IIAroBOM
(OPMOBKH € TIOCIIeNyONIeH PETUKTHBHON aHaNUTHKOM. [lonyueHbl ypaBHEHHsI MHOKECTBEHHOH perpec-
CHH, TIO3BOJIIOIIUE OLICHUTh BIUSHUE U3MEHEHUSI KOHTPOIMPYEMBIX Pa3MEPOB JIMCTOBOM 3arOTOBKH B IIPO-

1iecce maroBoi popMOBKH.

3. C ucrnonp3oBaHreM coBpeMeHHBIX makeToB CAD-MoaenupoBanus ObuT pa3paboTaH U CIPOEKTHPO-

BaH HOBBIM aBTOMAaTH3MPOBAHHBIN YIaCTOK 10 COOpPKE 3arOTOBOK.
4. Pa3paboTaHa TEXHOJOTHYECKasl CXeMa MPOU3BOICTBA TPYO HOBOTO COpPTaMEHTA.
5. IIpoBesieHBI ONBITHBIE PAOOTHI 110 IIPOU3BOCTBY TPYO.

Pa3paboTanHBIif HOBBIH crloco0 MPOK3BOACTBA TPYO AnaMeTpoM 2520 MM pacUIMpHII CYIIECTBYIOIINN
COPTaMEHT MPEIIPHITHS, a TAKKE ITOKa3aJl TOJIOKHUTEIBHYIO0 5KOHOMHYECKYIO 3()(EKTHBHOCTD 33 CUET BBI-
COKOM Map>KHHAIBHON cToMMOCTH. HOBBIN MeTOX MPOM3BOACTBA HOATBEPAMI CBOIO pabOTOCIIOCOOHOCTD 1

Ha MpaKTHKe (IPOU3BOJCTBO OMBITHON MapTHH) T0Ka3aJl BO3MOXHOCTb CYIIIECTBOBAHUS.

Kniouegvle cnoea: HOBBIA B NMPOAYKINH, CBAPHBIE TPYOBI, TPYObI OOJIBIIOrO IUaMeTpa, IIaroBas

(1)OpMOBKa, METOA KOHCYHBIX 3JICMCHTOB
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Abstract. Strengthening coastlines in the Far North is a complex and technically difficult task.
To minimize uncontrollable natural disasters and fairly severe weather conditions, as well as due to
the large volumes of ports, the shoreline is strengthened with pipe sheet piles and piles with a diameter of
2520 mm. The products are in demand and have high margins. This assortment has not previously been
produced on an industrial scale by PJSC TMK and in the Russian Federation in general. The only method
that allows you to obtain the required workpiece is the JCOE method. This article describes the main stages
of development of pipes with a diameter of 2520 mm.

1. Using modern engineering analysis methods based on the finite element method (FEM), the tech-
nical feasibility of pipe production was assessed, as well as the development of technological pipe bending
and forming modes.

2. An analysis of the influence of mechanical properties on the geometric parameters of the finished
product was carried out. A new technique for monitoring the geometry of a pipe blank during step for-
ming with subsequent predictive analytics is proposed; Multiple regression equations have been obtained
to evaluate the impact of changes in the controlled dimensions of the sheet blank during the step molding

process.

3. Using modern CAD modeling packages, a new automated section for the assembly of workpieces

was developed and designed.

4. A technological scheme for the production of pipes of a new range has been developed.

5. Experimental work on the production of pipes was carried out.

The developed new method for producing pipes with a diameter of 2520 mm expanded the existing
range of the enterprise, and also had positive economic efficiency due to the high marginal cost. The new
production method has confirmed its efficiency and in practice (production of a pilot batch) has proven its

feasibility.

Keywords: new type of product, welded pipes, large-diameter pipes, step molding, finite element

method

For citation: Batalov G.S., Shander S.V., Gizatullin A.B., Shakirov R.D., Kotlov A.O. Development
of technology and mastering the production of pipes with a diameter of 2520 mm. Bulletin of the South Ural
State University. Ser. Metallurgy. 2024;24(2):29-40. (In Russ.) DOI: 10.14529/met240204

BBenenne

YkperieHue OeperoBeIX JTUHUN B YCIOBUAX
Kpaiinero Cesepa sBIs€TCS CIOKHOM M TEXHH-
YECKHU TPYAHOBBINOIHUMOM 3anaueit. [{ns mMuHu-
MHU3AIM HEKOHTPOJIHMPYEMBIX TIPUPOIHBIX Ka-
TAKJIM3MOB M JIOCTATOYHO CYPOBBIX IIOTOJHBIX
YCIIOBHH, a TaK)Ke B CBSA3M C OOJIBIIMMH 00beMa-
MU TIOPTOB YKpeIUIeHHe OeperoBOd JIWHHUH IPO-
W3BOAWTCA TPYOHBIM IIIYHTOM W CBasMH JUa-
MeTpoM 2520 MM C TOJIIMHOW CTEHKH OT 24 10

34 mm. lanHbIi cnocob o0ecreunBaeT BHICOKYIO
MPOYHOCTh, YCTOMYHMBOCTh WM JUIMTEIBHYIO JKC-
IUTyaTanuio crpoeHuto. OgHAKO HET MIUPOKOTO
pacmnpocTpaHeHusi M0 YKPEIUICHUIO OeperoBoi
JUHUM TpPyOHBIM MIMMYHTOM M CBasMH CBBILLIE
1420 MM. COOTBETCTBEHHO, HET NPEANPUATHI Ha
Tepputopun P®, KOTOpble TOTOBBI B NPOMBIIII-
JIEHHOM MaciTade, ¢ BBICOKOU MPOU3BOJUTENb-
HOCTBIO, a TaKX€ C BBICOKOM aBTOMAaTH3alUeH
NPOU3BOAUTE TpPyOBl AuamerpoM 2520 MM c
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Bamanoe I'.C., LlLlaHdep C.B.,
Tuzamynnux A.B. u dp.

Pa3pabomka mexHosi02uu U oceoeHue
npouseodcmea mpy6 duamempom 2520 Mm

TOJIIIUHOMN CTeHKH OT 24 1o 34 mM. HecmoTps Ha
TO, YTO JaHHAs MPOIYKIMS MpeaHa3HayeHa i
CTPOUTENBHBIX KOHCTPYKIMH, TpeOOBaHHS K ce
MEXaHHYECKUM M TE€OMETPUYECKHUM CBOWCTBaAM
TaKue e, Kak y HeTe- U Ta30IPOBOAHBIX TPYO.

Jnst pa3paOOTKH U OCBOCHHS MTPOU3BOJICTBA
TpyO nmuamerpom cebime 1420 MM ObutH pac-
CMOTpEHBl M HCCJIEJOBaHBl OCHOBHBIC CIIOCOOBI
MPOMBIIIJICHHOTO HPOU3BOACTBA TPYO, KOTOPHI-
mu oonagaer kommanusa [TAO «TMKx»:

1) UOE-¢dopmoBka;

2) RB-popmoBka (popmoBka B BasbLax);

3) JCOE-¢popmoBka (maroBas (opMOBKa).

B cBs13u ¢ KOHCTPYKTUBHBIMU OTPaHUYCHUSI-
Mu RB- u UOE-hopMOBKH, €TUHCTBEHHBIM CIIO-
co0OM, KOTOpBIH IO3BOJSIET IMONy4aTh Tpedye-
MYIO 3aroTOBKY, siBisieTcs crocod JCOE, B ocHo-
BE KOTOPOI0 JISKHUT marosas ¢popmonka [1-8].

Mertoa ucciaenoBaHus

1 OLEHKM BO3MOXKHOCTH IPOM3BOJCTBA
Tpy® muamerpom 2520 MM OBLIO MPOBEACHO HC-
CIleIOBaHKE C MPUMEHEHHEM KOHEYHO-3JIEMEHTHO-
T'O MOJIETTMPOBAHMS B CIIEHUAITU3UPOBAHHOM IIPO-
rpaMMHOM Kommiekce MSC Marc Mentat. C npu-
MEHEHHEM LHU(POBOro ABOMHMKA OBLT CMOIENIH-
POBaH IpoIiecc MPOU3BOICTBA TPYO HCCiIeyeMo-
ro copTaMeHTa B ycJoBHAX Iiexa «Bricota 239»
[9-13]. OcHOBHBIM LIENIEBBIM IOKA3aTeNeM pac-

Inc: 4500

Time: 4.200e+01
0.0345838
0.0310128
0.0274418
0.0238708
0.0202998
0.0167287

0.0131577

fyo— [lodzudka kpomok

0.0060157

0.00244469

0.00112633

Maxc: 0,0345838 @Node 2710 pshf

Mn: -0.00112633 @Node 2634 Total Equivalent Plastic Strain

4YeTOB OBUIO MOJYyYCHHUE TEOMETPUH TPYOHOIl 3a-
roToBkH, ynosnersopsiromeit [OCT 33228 (oBaib-
HOCTh He Oonee 1,5 %, OTKIOHEHHS TPOQHIST OT
TEOPETHUYECKON OKPYXHOCTH He Ooinee 5 MM),
OpU 3TOM Ba)KHO HCIOJIB30BaHUE TOJIBKO CYILe-
CTByOIEro (opMOOOPa3yIOIIEr0o WHCTPYMEHTA.
OO0 Bu 1UPPOBOro IBOMHKMKA HPEJCTABICH
Ha puc. 1.

TpeOyeMmble reoMeTprUecKre MOKA3aTeNIN 3a-
TOTOBKH TIPECTaBIEHBI Ha pHC. 2.

[To pesynbraTam pacdera ObUIM IOJYYCHBI
TEOPETUYECKUE pa3Mephbl 3aroTOBKH, a TaKKe
BO3MOXKHBIE T'€OMETPUUYECKUE OTKIOHEHHS Ipo-
(us 3aroToBku (puc. 3).

[To pesynpraram pacdera ObUTH MOJOOPAHBI
TEXHOJIOTHYECKHE PEXHUMBI M pa3paboTaHbl TeX-
HOJIOTHYECKHE KapThl Ha OMBITHOE MPOU3BOACTBO
TpYyO.

[ony4eHubie B pe3yibTaTe pacyera reoMeT-
pHUYECKHE OTKJIOHEHHS HE MPEBBIIIAIOT AOMYCTH-
MBIX 3Ha4eHnH, yka3aHHbix B 'OCT 33228.

J5ist KOHTpOJISI TEOMETPHUU B TIpollecce Iia-
roBoil (POPMOBKH OB MPOBEJICH aHATIN3 C TPH-
MEHEHHEM KOHEYHO-3JIEMEHTHOTO MOJIEIHpOBa-
Hus [14, 15]. beuto uccnenoBaHo BIMSIHUE KO-
nebaHuii W HEOAHOPOJHOCTH MEXaHHMYECKUX
CBOWCTB Ha (OPMyEMYyH) TEOMETPHIO TPyOHBIX
3aroTOBOK, TaK, COpTaMeHT TpyO cBbime 1420 MM
UMEeT OrpaHUYCHHE B OTJEIIOYHBIX ONEPALIUX,

Msé}smmm

Tlonyyunumdp 2520x2%_ 36 mm

Uazobas goprobra

Puc. 1. O6wuin Bua umcposor moaenu oopmMoBKU
Fig. 1. General view of the digital molding model
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Fig. 3. Theoretical deviations of the workpiece profile
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Pa3pabomka mexHosi02uu U oceoeHue
npouseodcmea mpy6 duamempom 2520 Mm
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Puc. 4. N'pachmk 3aBUCUMOCTU paCKpbITUS 3aroTOBKM OT MeXaHUYeCKUX CBOMCTB
Fig. 4. Graph of the dependence of the workpiece opening on the mechanical properties

B YaCTHOCTH, OTCYTCTBHE MEXaHHYECKOTO IKC-
MaHAMPOBaHUA. MexaHHuecKre CBOWCTBA JIUCTO-
BOT0 NpOKaTa IOJy4YEeHbl MOCJIEC HCHBITAHUH Ha
pactsokenne (I'OCT 1497). Mapka cramn —
10I"20BXO. Ilo pe3ynpTatam HCHBITAaHUN Ha pac-
TSOHKCHUE Pa30poc MEXaHMYECKUX CBOWCTB COCTa-
B 100 MITa.

Ha puc. 4 npezacraenen rpaguk 3aBUCHMOCTH
PacKpbITUS 3aTOTOBKU OT MEXaHUYECKUX CBOMCTB.
U3 4vero cnenyer HEOOXOAMMOCTh BHECEHHS KOp-
PEKTUPOBOK B Mpoliecce MIaroBoil (POpMOBKH, TaK
KaK BEIWYMHA OTKJIOHEHWH, BO3HHKAIOIINX H3-32
MEXaHWYECKHUX KOJIeOaHUH JIMCTBON 3aroTOBKH,
MPUBOAUT K CYIIECTBEHHBIM T'€OMETPUYECKUM
OTKJIOHEHHSIM ITPOQHIIs Ha TOTOBOH TpyOe.

Jns BHeceHHsI CBOEBPEMEHHBIX M TOYHBIX
KOPPEKTHPOBOK OBUIN MPOBEACHBI pacyeThl B KO-
HEYHO-2JIEMEHTHOM Cpene, MO3BOJISIIOIINE Olle-
HUTHb BEIMYMHY HEOOXOAUMOH KOPPEKTUPOBKH
mporiecca IaroBod (OPMOBKU ISl TIONTYyUEHHUS
UcabHOM IMIMHAPUYECKOH dopmbl. [lonydueHo
ypaBHEHHE MHOXECTBEHHOW PErpeccuu OT JBYX
(akTOpoB (BEMMYMHBI OTKIOHEHHS OT 33/IaHHBIX
JMaroOHAbHBIX 3HaUYeHUi AL 1 HOMepa 1miara N;):

Ah(N;; AL) =—0,04751+0,0564 N, +0,5432AL.

s MUHUMM3aUUM OTKJIOHEHHS NpOoduis
3arOTOBKH MPEJIONKEH TOAX0]] K KOHTPOJIIO I'eo-
METPUH TPYOHBIX 3arOTOBOK B IpOIecce MIaro-
BOH ()OPMOBKH € MOMOIIBIO0 KaMEPhl MAIIMHHOTO
3pernsi. [logoOpaHbl TEXHUYECKHE XapaKTepu-
CTHKH, TIO3BOJISBIIME (UKCHPOBATH HEOOXOJH-
Mble rabapuTHBIE pa3Mepbl 3aroToBKH. Paccuu-
TaHbl YIIIBl U POKYCHOE PAaCCTOSHHUE, IPEATIOKe-
HO MECTO KperuieHus1 KaMepsl (puc. 5). Ha puc. 6

Npe/ICTaBIeH OOIIMK BHUJ] C YCTAaHOBJICHHOW KaMe-

PBI, ¢ AeTeKIper mpoduiist 1 KOOPAUHAT KPOMOK.
Jnis ToaTBEepIKICHUST TEOPETUIECKUX 3aKITHO-

YeHUH OBLJIO IIPOBEJICHO OIBITHOE ITPOU3BO/ICTBO.

OnbITHOE MPOU3BOICTBO 3ar0TOBOK-

noayunauuapos B TICII «BbicoTa 239»

O6paboTka MPOJOIBHBIX KPOMOK MPOBOIM-
Jach Ha KPOMKOQpe3epHoil ycTaHoBKe. Pa3mepsl
(hacky yCcTaHABIMBAINCh HA OCHOBAaHUHM pa3pado-
TaHHBIX TEXHOJIOTUYECKUX PEKUMOB (puc. 7).

B Ttabn. 1 mpencraBieHbl pe3yiabTaThl (ak-
THYECKuX 3amepoB (acku nocie KOVY.

CormacHo pa3paboOTaHHBIM TEXHOJIOTHYC-
CKUM peXuMaM OBUT MPOU3BEACH MPOIECcC MO/-
ruOKM KpOMOK W mraroBasi ¢opmoBka. B tabm. 2
yKa3aHbl pacuyeTHble M (aKTHUECKHE 3HAYCHUS
KPOMKOTHOOYHOTO Tpecca.

Ha puc. 8 nmokazan KOHTPOJb IPUKPOMOYHON
30HBI ab10HOM R930 mMMm.

dakTryeckne pe3yNbTaThl Mpecca IaroBon
(OpMOBKM U DTaJlOHHBbIE 3HAYEHHS COTJIACHO
pa3paboTaHHOMY Ia0JIOHY YKa3aHbI B Ta0I. 3.

dakTryeckas reoMeTpHs IOAOTHYTOH KPOM-
K{, a TakxKe Mpoduiisi TpyOHOU 3arOTOBKH U €€
JUaroHAJIIbHBIE 3HAYCHUS! COOTBETCTBYIOT paspa-
OOTaHHBIM TEXHOJIOTUYECKUM PEKUMAM U UMEET
BBICOKYIO CXOJIMMOCTh C KOHEYHO-IJIEMEHTHOM
MOJIEITBIO.

Ilo oxonuanum mpouecca (GOPMOBKH MOTYLH-
JIMH]IPA TIPOBOJIUIIOCH €0 U3BATHE ¢ MeCTa pabOTHI
WHCTPYMEHTOB TIPH TIOMOIIM 3aXBaTOB, KOTOPHIE
KPEIWIM 110 TOPLaM 3aroTOBKU K MaHUITYJISITOPaM
(puc. 9). MaHumyasTOPHI BBIIONHSAIOT O0OpaTHOE
JIBIDKEHHUE, BBITATUBAS 32 COOOH 3ar0TOBKY.

BecTtHuk KOYplY. Cepus «<Metannyprus».
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Puc. 5. PacueT Heo6X0AUMbIX FOPM3OHTarNbHbIX M BEPTUKANbHbLIX YrioB o63opa
Fig. 5. Calculation of the required horizontal and vertical viewing angles

Puc. 6. Bug c kamepbi ML
Fig. 6. View from the ML camera
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75 (]5°

”’kf“ ; Byyrp. nos.
7701 /

277

Hapyx. nos.
I505°

Puc. 7. FleomeTpuyeckne napameTpbl packu
Fig. 7. Geometric parameters of the chamfer

Tabnuua 1
®PakTnyeckne pasmepbl packu
Table 1
Actual chamfer dimensions
[TapameTpsl dacku [Inpuna
Ne | Mertp JleBas ctopoHa [IpaBas cropoHna HCTA. MM
Baytp. [Tpurym. Hapyx. BayTp. [Ipurymn. Hapyx. ’
1 8,7 10,0 10 6,7 12,0 8,0
1 7,2 10,8 9,7 6,8 11,9 9,0 3127
12 7 12,0 8,5 8,3 10,4 9,0
1 8,6 10,7 8,0 8,7 11,8 8,2
2 8,4 10,3 9,0 8 11,7 8 3127
12 7,5 11,7 8,5 8,7 11,0 8
Tabnuua 2
PacueTHble u chaktnyeckue pasmeps! KM
Table 2
Calculated and actual dimensions of the edge bending press
Pacuernnie dakTHIeCKUe
Ne BricoTa Panuyc Bricora noaruoku, Mm
noAruOKu, MM | mabioHa, MM | 1 M 1o ¢opmoBke | 6 M mo popmoBke | 12 M 10 GOpMOBKE
1 57 55 56
- +
5 53-57 930+ 5 56 57 57

R930 - Mocre 41771

lii
0
I

L]
{1
L

s I

nc. 8. KOHTponb reomeTpun NOAOTrHYTON KPOMKMU
Fig. 8. Control of the geometry of the folded edge
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Tabnuua 3
PeSy.ﬂbTaTbl LaroBowu CbOpMOBKVI U 3TanoHHble 3Ha4YeHUuA
Table 3
Step molding results and reference values
Ne mara PacuetHsliil pa3zmep, MM DaxTHHCCKHH PasMCp, MM
1 3aroroBka 2 3aroToBKa
1 1544 1550 1540
2 1537 1542 1533
4 1516 1522 1514
6 1487 1492 1487
8 1456 1463 1458
10 1424 1430 1427
12 1399 1397 1400
14 1387 1386 1389
29 (packpsiTre) 1964,6 1979-1982 1980-1966

Puc. 9. Bbiaaya 3arotoBku pabo4ero npoctpaHcTBa npecca
Fig. 9. Issuance of blanks from the press working space

Coopka 3aroToBOK-NOJIyIMJIHHIPOB

B cBs131 ¢ KOHCTPYKTUBHBIMU OTPaHUYEHHUS-
MU cOOpPOYHO-CBAPOYHOTO CTaHa B mexe «BricoTa
239» cOopka TpyO MOJYHUIUHAPOB MPOBOIUIACH
Ha SKCIIEPUMEHTAIBHOM 000pYJIOBaHUH, KOTOPOE
JIETJIO B OCHOBY pa3pa0OTKU JEHCTBYIOLIEH aB-
TOMAaTHUYECKOW ycTaHOBKU. PaspaboranHas KOH-
LenTyajgbHas cxema Mo cOOpKe MOIYLHIUHIPOB
npeacTasieHa Ha puc. 10.

JleMOHCTpallMOHHAsl YCTaHOBKA, Ha KOTOPOHi
npou3BOAMIACE cOOpKa C(POPMOBAHHBIX MMONYIIHU-
JWHJPOB, BBIIOJHEHA W3 MECTKO CBapeHHOH
KBaJpaTHOM paMbl, COCTOSIIEH W3 JBYTaBPOBOI'O
npoduiis, IBYX THMAPOUMIMHAPOB U METaJuInde-
CKOH maiiosI.

[Mpuxnun 3akmovasncs B MOMIArOBOM Tepe-
MEIICHUH paMbl BIOJb BCEH JIMHBI 3arOTOBKH,
y.HO)KeHHOﬁ Ha ABC HCIOABHIXHBIC OIIOPLI II0
topram. O0KaTHe 3arOTOBKU MPOXOAMIIO ITO0Ye-
penHo, B MEPBYIO OYepenb BBINOJHsIAch pabora
OOKOBBIM THUAPOLMIMHAPOM, TAE COABINBAIACH

MIPUKOPMOYHAs 30HA 10 MOMEHTA, ITOKa MOJI0XKe-
HUE KPOMOK OyOeT B JOMYCTUMBIX 3HAYCHHAX
(npeBbitienue He 6onee 10 % OT TONIIUHBI CTEH-
KH), ajiee BEPXHUM THAPOLMIMHIPOM 3arOTOBKA
CIaBJIMBajach 10 MOMEHTA IUIOTHOI'O CMBIKaHHS
CTBhIKa KPOMOK. Ka)kIp1ii THAPOIIMINHAD paccuu-
TaH Ha MakcuManbHoe aasieHue B 300 TOHH.
WHTepBan mara B 3aBHCHMOCTH OT I'€OMETPHHU
3arotoBkH coctasisul oT 0,5 1o 1 m. Yepes kax-
JIbIA [ar B MOMEHT C)KaTOW 3aroTOBKH, C JABYX
CTOPOH C HapyKHOM CTOPOHBI Pa3/eNKd HaKJa-
JBIBAJIUCH MIPUXBAaTKU pasMepoM oT 50 go 70 Mm
B anuHy (puc. 1la). IIpuxBaTku BBINOIHSIIUCH
M0JyaBTOMaTUYECKON CBapKOW B 3aIIUTHOU cpe-
ne raszoBoii cmecu (K18) ¢ mpumeneHuem cBa-
pounoii mpoBoioku 1,2 mm CB-0812C.

[locne oxoHuaHust cOOpPKH MO BCEH AJTUHE
pa3aenKky KpOMOK OBbLT BBIMOJHEH CIUIOIIHON
TEXHOJIOTMYECKUH IIOB TEM K€ CIIOCOOOM, UTO U
MIPUXBAaTKH, TOJBKO C YBEIMYEHHOH CKOPOCTBIO
(puc. 11b).
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Puc. 10. Cxema c60pku TPYOHbIX 3aroToBoK 2520 Mm
Fig. 10. Scheme of assembly of pipe blanks 2520 mm

Puc. 11. C6opka TpyOHOM 3aroToBKU: a — TEXHONIOrM4Yeckue NpuxeaTku; b — TexHonorn4yeckui Wos
Fig. 11. Assembly of a pipe blank: a — technological tacks; b — technological seam

CBapka HapyKHbIX/BHYTPEHHUX IIBOB

W OKOHYATEJIbHAS OLeHKA reOMeTpUH

N3-3a OTCYTCTBUSI TEXHUYECKOW BO3MOMKHO-
CTH HCIIONb30BAHUS CTAHOB HapY)KHON CBapKH B
TOCL «BsicoTa 239» cBapka Hapy)KHOTO IIBa
BBITNIOJHSJIACH CBAPOYHBIM TpakTopoM. CBapka
BHYTPEHHEro IIIBa TaK)X€ MPOU3BOAMIIACH C TIO-

MOIIBIO CBAPOYHOTO TpakTopa. [[yist BBITIOIHEHUS
CBapKy HApPYXXHOTO M BHYTPEHHETO IIBa UCIOIb-
30BaJics cBapouHbld TpakTop AD-1000 mpowus-
BoacTBa AO DOM3 «®upma CIJIMAY.

Cornaco I'OCT 33228 3HaueHue OBaJbHO-
CTH sl TpyO C HapyXHBIM JHAMETPOM CBBIIIE
530,0 MM, ompenensieMoe 0 OTHOIIECHUIO pa3HO-

BecTtHuk KOYplY. Cepus «<Metannyprus».
2024. T. 24, Ne 2. C. 29-40
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Tabnuua 4

FeomeTpus TpyObI NOCne CBapoO4YHbIX onepauumn

Table 4

Pipe geometry after welding operations

1 mo cBapke 3 6 9 12 no cBapke
OsBaj, MM 29 26 0 10 5
Xapakrep oana* B B — r r
Kpusuzna, Mmm 1 6 6 8 5
CwMmemeHrne KpOMOK, MM 0,3 — 0,3 — 0,3
[lepumerp, MM 7918 — 7917 — 7917

CTH HauOOJBIIETO U HAUMEHBIIETO (haKTUUSCKUX
Hapy>KHBIX THAaMETPOB B OJIHOM CEYCHHH K HO-
MUHAIEHOMY JIHaMeTpy, He JOJDKHO TPEBBIIIATH
1,5 % ot HapyxxHOTO nuamerpa. s Tumopasme-
pa 2520 nomyck cocTaBisieT 37 MM.

[IpoBenst amamu3 pe3yinbTaTOB H3MEPEHUU
TCOMETPHH CBapeHHOH TpyOnI (Tabm. 4) ¢ Tpebo-
Banusimu 'OCT 33228, BuAHO, YTO BCE KOHTPO-
JTUpyeMbIe TEOMETPUUYECKHAE IapaMmMeTphl Haxo-
nsTes B ponycke. [locie mporecca cBapku TpyObI
OBLT IPOBEICH HEPa3PYIIAIIUN KOHTPOIIb C TI0-
CIIeTyFOIIUM 0TOOPOM 00pas3IOB ISl IPOBEICHUS
MEXaHUYECKUX UCIIBITAaHU.

3akino4eHue

1. [IpoBegeno ucciegoBaHHEe BO3MOXKHOCTH
npou3BocTBa TpyO auameTpom 2520 mm. C mpu-
MEHEHHEM KOHEYHO-3JIEMEHTHOTO aHaju3a ObLIH
MOJTy4YeHbl WMUTAIIMOHHBIE MOJENH, MO3BOJISIO-
M€ OIICHWBAaTh TE€OMETPHUUECKHEe IOKa3aTelu
(hopMyeMOi 3aTOTOBKH M pa3padaThiBaTh TEXHO-
JIOTHYECKHE peXUMBI. CXOOMMOCTh Pe3yIbTaTOB
MOJIENUPOBaHUsl W (HAKTHUECKUX 3aMEpOB Ha
OMBITHO paboTe cocTaBuiua 95 %.

2. IlpoBeneHo wucciaenoBaHUe BIUSHUS He-
OJTHOPOJAHOCTH M KoNeOaHWH MEXaHUYECKHUX
CBOMCTB Ha BEUYMHY PACKPBITHS MOTYLMIHHI-
poB. Bennunna kone6anunii B 100 MIla npuBoaut

K CyIIIECTBEHHBIM F€OMETPHUECKUM OTKJIOHEHHSM,
BBITIA/IAIOITNM 32 MPpeabsIBIsieMble TpeOOBaHUS.

3. IlomydyeHO ypaBHEHHE MHOKECTBEHHON
perpeccui, Mo3BOJISAIONIEE CBOEBPEMEHHO U TOY-
HO OLIEHUTH BEIMYUHY HEOOXOIUMOU KOPPEKTH-
POBKHM TpoIecca MIAaroBoil ()OPMOBKH, C IIEIBIO
MONYYEHUS HIeaTbHON MITHHAPUIECKON (OPMEL.

4. IIpoBemana ombITHas paboTa MO MPOU3-
BOJICTBY TpYyO 2520 x 28 MM, IOATBEPKIaromIast
TEXHUYECKYI0 BO3MOKHOCTh IMOJTyYeHHUsI TPYOBI C
TEOMETPUYECKUMH  TIOKA3aTEeNSIMU, YIOBIETBO-
pstommmu tpedoBanus 'OCT 33228.

5. Pa3paboTaHo HOBOE TEXHHYECKHE pelie-
HUA — NpUMEHeHHne Kamepsl ML, koTopoe mo3Bo-
JSET OIEHUBATh TI'€OMETPUYECKUE IapamMeTphl
TpyOHOH 3aroTOBKH B IpOLIECCE MPOM3BOICTBA.
B coBokynHocTH paboThl KaMepbl, NPEAUKTHB-
HOU aHAJIUTHUKU U HEHPOHHBIX CETEU MPOUCXOAUT
KOPPEKTHPOBKa KaXIO0ro miara (HOPMOBKH JIO
MPHUOJIMOKEHUS. K HJICAIbHOM/HEOOXOIUMON OK-
pyxksHoctu. Ha mnomanke AO «UTII3» B mexe
«BpicoTa 239y Obl1a poBeeHa onbITHAS paboTa
mo (OpPMOBKE TPYOHBIX 3arOTOBOK JIMAMETPOM
2520 MM ¢ TOJIIUHON CTEHKH 28 MM B KOJIMYECT-
Be 60 wrT. [lo pesynpTaram paboTHl 00IIAst po-
W3BOJIUTENFHOCTh yYacTKa YBEIMUMIACh B 2 pasa,
KOJMYECTBO OTKJIOHEHHMH MO HUIMHIPHUYHOCTU U
OBaJILHOCTU CHU3MWIOCH Ha 30 %.
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