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Annomauusa. PazButue mMpou3BOACTBA OSCUIOBHBIX TPYO M3 HEP)KaBEIOIIMX MapoOK CTAIH JJIS SHEpro-
MAaIIMHOCTPOHUTEIBHBIX KOMIIAHUH, KOTOPBIE MOCTABIIAIOT KOMIUICKCHBIE PEIICHUS I aTOMHON M TeIo-
BOW 3HEPreTHKH, Ta30BOH M HEPTEXUMHIECKOW OTpaciH, SIBISECTCS CETOTHS OJHUM M3 Ba)KHBIX HaIpaBile-
HUI Pa3BUTUSA TEXHOJOTHH AJS MPOM3BOIUTENCH TPyOHON MPOTYKIMH. A COBpEMEHHBIE SKOHOMHUYECKHUE
peanuy U CaHKIIMOHHOE BHEIIHee JaBJleHHe Ha Poccuio nenaroT 3Ty 3agady OJHOH U3 NMPUOPHUTETHBIX. s
W3TOTOBIICHHS TOPSYEKATaHBIX TPYO M3 HEPXKABEIOIIMX MApOK CTaJld HCIIOJIb30BaHHWE CTAHOB BHHTOBOM
IIPOKATKN Ha CETOIHAIIHUI AEHb SBIIETCS HanOoJee MepCreKTUBHBIM HalpaBJICHUEM B CPaBHEHHH C Tpa-
JTUIIMOHHBIM CIIOCOOOM — IpeccoBaHueM. JlaHHast TEXHOJIOTHSA ITO3BOJISET CYIIECTBEHHO YBEIUIHUTH MPOU3-
BOJIUTENBHOCTD, YIYYIINTh KAauyeCTBO BBHITyCKAEMbIX TPYO M CHHM3WUTH PAcXOAHBIH KOI(P(HUIUEHT MeTaua.
TexHOJIOTHS ¢ MCHONB30BAaHUEM CTAHOB C JBOMHOM NPOIIMBKOW M KaJHMOpOBaHHEM Ha CTaHaX BUHTOBOM
IIPOKaTKHU 0e3 NCIOIb30BaHMUs CTAaHOB IIPOAOJIBHON MIPOKATKH, peann3oBanHas Ha ctane TIIA 70-270, sBis-
eTCsl B HACTOSIIEe BpeMs HEOCTATOYHO M3YUYCHHOHW M NMPHUMEHSEMOH Ha NPaKTHKE, TaK KaK JaHHBIH CTaH
SIBIISIETCSI €IMHCTBEHHBIM B Poccuiickoit denepamyn. OCHOBHBIM HEOCTATKOM TEXHOJOTHH IPOU3BOJCTBA
TpyO U3 «HeprKaBeHKWU» SABISETCSA HU3KAast H3HOCOCTOMKOCTh MPOKAaTHOTO MHCTPYMEHTA, B YaCTHOCTH OIpa-
BOK IIPOIIMBHOTO CTaHa. BhICOKas HMHTEHCUBHOCTh M3HOCA MHCTPYMEHTA HE IO3BOJIIET 0OECTIEYUTh IIOCTO-
STHCTBA TPeOyeMOro Ka4ecTBa BhIITycKaeMoi nmpoayKiun. OTHUM 13 MEPCIEKTUBHBIX METOJIOB ITOBBIIICHUS
HM3HOCOCTOMKOCTH MHCTPYMEHTA SABJISIETCS MCIOJIb30BaHUE CMa30K. B HacTosIee BpemMs MOTPeOHOCTh PBIH-
Ka B HEpPXKaBEIONIUX OECIIOBHBIX TPyOaxX COCTABISAECT 55 THIC. TOHH B TOA, U3 KOTOPHIX Ha JOJIO MMIIOPTa
npuxoxutcest okoso 20 Teic. TOHH. Mcronb3ysi COBpeMEHHBIE TEXHOJIOTHH M BO3MOXKHOCTH IPOM3BOJICTBA
TpyOOIPOKAaTHOTO MHCTPYMEHTA, a TakKe BHEAPSSI B TEXHOJIOTMYECKHE ONEpalliyl MIPOU3BOACTBA TPYO HO-
BbIC TEXHHYCCKUE pEIICHUS, BO3MOXKHO IOBBICUTh H3HOCOCTOMKOCTH TPYOONPOKATHOTO HHCTPYMEHTA,
obecrieunTh CTaOWIFHO BBHICOKOE KA4EeCTBO INPOM3BOAUMBIX TPYO M YBEIMYNTh KOHKYPEHTOCHOCOOHOCTD.
B nannoi#i pabore nmpeacTaBiIeHB pe3yIbTaThl ONBITHO-IPOMBIIUICHHOTO OCBOSHHMS ITPOKATKH TPYyO U3 CTa-
s mapku 08X 18HI10T na ctane TITA 70-270, rae mpoInMBKa 3arOTOBKH M pacKaTKa THIIB3Bl OCYIIECTBIISA-
€TCsl Ha OTHOM M TOM K€ CTaHEe BUHTOBOI ITPOKATKH.
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Abstract. The development of the production of seamless pipes from stainless steel grades for power

engineering companies that supply integrated solutions for nuclear and thermal energy, gas and petrochemi-
cal industries is today one of the important areas of technology development for manufacturers of pipe
products. And modern economic realities and external sanctions pressure on Russia make this task a priori-
ty. The use of screw rolling mills for the production of hot-rolled pipes from stainless steel grades is today
the most promising direction, in comparison with the traditional method - pressing. This technology can
significantly increase productivity, improve the quality of manufactured pipes and reduce the metal con-
sumption coefficient. The use of mills with double piercing and calibration on screw rolling mills, without
the use of longitudinal rolling mills implemented on the TPA 70-270 mill, is currently insufficiently studied
and used in practice, since this mill is the only one in the Russian Federation. The main disadvantage of
the technology for producing stainless steel pipes is the low wear resistance of rolling tools, in particular
piercing mill mandrels. The high rate of tool wear does not ensure consistency of the required quality of
the products. One of the promising methods for increasing tool wear resistance is the use of lubricants. Cur-
rently, the market demand for stainless steel seamless pipes is 55 thousand tons per year, of which imports
account for about 20 thousand tons. Using modern technologies and production capabilities of pipe rolling
tools, as well as introducing new technical solutions into the technological operations of pipe production, it
is possible to increase the wear resistance of pipe rolling tools, ensure consistently high quality of produced
pipes and increase competitiveness. This paper presents the results of the pilot development of rolling pipes
made of steel grade 08X18H10T on the TPA 70-270 mill, where the piercing of the workpiece and the rol-
ling of the liner are carried out on the same screw rolling mill.

Keywords: seamless pipe, piercing of work pieces, plug, wear resistance
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PazBuTne mpousBoicTBa OECHIOBHBIX TPYO
U3 HEPXKABEIOIIUX MapOK CTalH, MOTPEeOUTEIs-
MU KOTOPBIX SIBIAIOTCS 3HEPrOMalIUHOCTPOU-
TEJbHbIC KOMIIAHUU, MMOCTABIISIIONINE COBPEMEH-
Hbl€ KOMIUIEKCHl JIsi aTOMHOW M TEIIOBOM
9HEPreTHKH, Ta30BOW M HEPTEXUMHUYECKOW OT-
pacnu, SIBISETCS CEroJHi OJHUM H3 BaXKHBIX
HanpaBlIeHUH 3KOHOMUYECKOTO POCTa MPOMBIII-
JICHHOCTH, @ CAHKIIMOHHOE BHEIIIHEE JIaBJICHUE Ha
Poccuro nenarot 3Ty 3amady OIHOM U3 IPHUOPH-
TETHBIX.

[Tpon3BoACTBO OCCIIOBHBIX TPYO M3 HEpiKa-
BEIOIIMX MapOK CTalId Ha CTaHaX BUHTOBOH Mpo-

KaTKU CIY>KUT ajJbTEPHATUBON TEXHOJOTUU IpeC-
COBaHMsl, i1 KOTOPOTO XapaKTEePHbI: HU3KAs U3-
HOCOCTOMKOCTh HHCTPYMEHTA, HCIOJIb30BAHUE
JOPOTOCTOSIIIUX TEXHOJIOTMYECKUX CMAa3OK, IIO-
BBIIIEHHAs] Pa3HOCTEHHOCTh, 3HaYNTENbHbBI PKM
(u3-3a HEOOXOIUMOCTH B OIEPALUU CBEPJICHHS
3aroTOBKM W 00pa30BaHUS TIPECC-OCTaTKa) U
HU3Kasg Tpou3BoauTensHOCTh [1, 2]. Cremosa-
TEJIbHO, MCCIIEIOBAHUSI W COBEPILIECHCTBOBAaHUE
TEXHOJIOTMH MPOLIUBKYU U PaCKaTKU T'WJIb3 U3 He-
pPKaBEIOIIMX MapoK CTald Ha arperarax co CTa-
HaMHM BUHTOBOW IPOKATKH SIBJISAIOTCS aKTyaJbHOM
3aayeii.
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lMpokamka mpy6 u3 cmanu mapku 08X18H10T Ha TIA 70-270
c dsyxeasikoebIM cmaHoOM O/1s1 MPOWUBKU U packamku

Bonpocom wusroroBneHust TpyO u3 HepxkKa-
BEIOIIMX MapoK CTaJd METOAOM MpPOIIMBKH Ha
CTaHax BUHTOBOM MPOKATKW HaYaJld 3aHUMAThCS
B cepenune nponutoro cronerus Ha AO «llepso-
ypanbckuii HOBOTpyOHBIN 3aBoa» Ha TIIA-140 u
TIIA-220, a Taxxe Ha AO «CuHapckuil TpyOHBIH
3aBon» Ha TIIA-140 u npyrux 3aBogax ObIBILETO
CCCP.

I'maBHBIMH ~ HeJOCTaTKaMH  POU3BOJCTBA
TpyO TakMM CIIOCOOOM, BBISIBICHHBIMH B PE3YJlb-
TaTe OCBOCHHSI TEXHOJIOTHH, CTAJIH:

— IUIEHBI HAa BHYTPEHHEW MOBEPXHOCTH T'OTO-
BBIX TPYO;

— HEYZOBIIETBOPUTEIbHAs H3HOCOCTOWKOCTh
MPOIIVBHON OIpPAaBKM M HANpaBISAIONIET0 WHCT-
PYMEHTa;

— BO3MOXKHOCTh TPOU3BOJUTH TOJBKO KO-
pOTKHE TPYOBI HM3-3a HU3KOW H3HOCOCTOHKOCTH
MHCTPYMEHTA.

B nmannoli pabote mpencraBieHbl pe3yJibTa-
TBl OIBITHO-IIPOMBIIIJIEHHOTO OCBOEHHS MPOM3-
BozactBa TpyO m3 cramm mapku 08X18H10T nHa
TITA 70-270. I'maBHOM OCOOEHHOCTBIO IPOU3-
BOJICTBA TPYO Ha JaHHOM arperare sIBJSIETCS TO,
YTO OMNeEpanus MPOIUBKHA M PACKATKU OCYIIIECTB-
JIIETCS Ha OAHOM U TOM K€ CTaHE BUHTOBOM IpO-
KaTKW C YalleBUIHBIMU BaJIKAMH W HAIIPABIISAIO-
UMY JIMHEHKaMU TP OJMHAKOBBIX PACCTOSHH-
SIX MEXIY BaJKaMU U JUHEWKaMH, C MOCIeIyIo-
UM KaTuOpOBaHUEM YEPHOBOH TPYOBI B TpeX-
BAJIKOBOM CTaHE BUHTOBOW INpOKAaTKW. [laHHBIN
TIIA 70-270, paspabortanusii AO «93TM» u
BBEJICHHBIN B dkcmyatanuio B 2009 rony, sBis-
€TCsl €OUHCTBEHHBIM arperatoM Takoro THIA B
P®. Pa3paboTka TEXHONOTHMH JBOWHOW MPOIIUB-
KM 3aroToBoK 13 cranu mapku 08X 18H10T Obuia
ocyilecTBiieHa 0e3 HM3MEHEHUH KOHCTPYKIIUU
obopymnoBanus [1-6].

[ns omnpenenenuss NPUHLUMIUAIBHONW BO3-
MOKHOCTH TIONy4eHHsI TPyO M3 HEpiKaBEIOLIMX
MapoK CTaJIH NPEUIOKEHA ONBITHAs TEXHOJIOTHUS

a)

MONTy4eHus: TpyO ABYX THUIIOPa3MepPOB, a UMEHHO
159x 18 u 134 x 14 MM U3 3aTOTOBOK TUAMETPOM
180 um 130 MM cooTBeTrcTBeHHO. Tunopasmep
TpyO BBIOpaH M3 YCIOBUN OTPaHUYCHHS CYIIECT-
Bytomero obopymoBanus: 159 x 18 mm — u3 yc-
JIOBHsSI OTPAHUYEHUS 10 DHEPTOCHIOBBIM Mapa-
MeTpaM TPOIECCOB TPONIUBKH W PAaCKaTKH;
134 x 14 MM — U3 yCJIOBHUS OTPaHMYEHHS IIO
00€CTeYEeHHUIO KECTKOCTH OIIPABKH CO CTEPIKHEM
BO BpeMs IIPOIIMBKHU H PACKATKH.

Hcxons u3 omnbiTa IpOKaTKy TpyO Ha TaHHOM
CTaHEe MOXXHO 3aKIIOYHTh, YTO TPU OMpeieIieH-
HBIX TEXHOJIOTMYECKUX PEKHMax Ha HapyKHOH U
BHYTPEHHEH IOBEPXHOCTH TPYyObI MOXKET 00pa-
30BBIBaThCs JIC)EKT — BHHTOBOW ciies] (BOJHH-
cTocTh) (puc. 1).

Hanwuue BoNHHCTOCTH Ha TOBEPXHOCTSIX
THIB3 U TPYO CHIDKAET MX TOYHOCTh, OCOOESHHO IO
tonmmumHe creHku [7]. Ilockonpky Ha TITIA 70-270
HEeT TMOCIEYIONIero mnepeaena (CBSI3aHHOTO CO
3HAYUTEJBHOW IIJIACTHYCCKOW JedopMaliueii),
00ecreyrBaronero ycTpaHeHue BUHTOBOTO Clie-
na, ObLIO MPHUHATO pENIeHHe MPOU3BOAUTH 00-
TOYKYy # pactouky Tpy0. [lpm ompenenennn
BEIIMYMHBI PACTOYKHA W OOTOYKH 33JaBANCh HC-
XOJTHOW OBaJbHOCTBIO (IOIMYyCTUMBIC OTKIOHEHUS
o nuametpy +1 %) u pasHOTOJIIMHOCTBIO TPYO
(momycTUMBIE OTKJIOHCHHS IO TOJIIHWHE CTCHKH
+10 %).

C y4eToM OBaJbHOCTH HAPYKHOTO THAMETPa
Tpy0 MUHHMAIbHBIA W MaKCUMAJIBHBIA THAMET-
PBI TPYOBI C YI€TOM IIPHUITYCKOB COCTABIISIOT:

Drin = 0,99 * Dyoms (D

Dmax = 1,01 - Dyom, 2
rae Dy, — MUHUMAIIGHBIA AuaMeTp TpyO c yde-
TOM IPUIYCKA Ha 00TOUKY, MM;

Dpax MaKCHUMaJbHBIH IUaMeTp TpyoO ¢
YYETOM TPHUITYCKa HA 00TOUKY, MM;

Dpom — HOMHUHAQIBHBIN TUaMeTp TPyO ¢ yde-
TOM MPUIYCKa Ha 00TOYKY, MM.

b)

Puc. 1. BuHTOBOM Crnea Ha NOBEePXHOCTU TPY6: a — Ha HapyXHON NOBepPXHOCTH; b — Ha BHYTPeHHe NOBEePXHOCTH
Fig. 1. Screw mark on the surface of the pipes: a — on the outer surface; b — on the inner surface
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C YUCeTOM JOIIYCTUMOTO OTKJIOHCHUA 110
TOJIIUHEC CTCHKN MUHHUMAaJIbHAs1 1 MaKCHUMaAJIbHAs1
TOJIIMHBI CTEHKH TPYO PaBHbI:

tmin = 0,9 " thom, 3

tmax = L1 thom, 4
rae tmin — MUHUMAbHAS TOJIIMHA CTEHKH TPYO
C YYETOM MPHITYCKa HA OOTOYKY U PACTOUKY, MM;

tmax — MaKCHUMaJIbHAasa TOJIIIIMHA CTCHKH
TPYO € y4eTOM MpPHITyCKa Ha OOTOYKY W PacTod-
KY, MM;

tnom — HOMUHAJIbHAS TOJIIIMHA CTCHKH TPYO
C yYETOM TIPHUITyCKa Ha 0OTOYKY M PACTOUKY, MM.

CreM Meraiia TpyObl 10 HapyXXHOMY pa-
JMyCy TIpH 00TOYKE HAPYXKHOTO JHAMETPa OIpe-
ACIEICTCA M0 CICAYHOIINUM BBIPAXKCHUSIM:

Dmin—D

0 = 2in=Do, 5)
D, —-D

Copax = Zmaxle, ©)

rae Cpi, — MUHUMAJIBHBIN ChbeM MeTallia Mo Ha-
PYXKHOMY paauycy TpyObl Tpu OOTOUYKE HapyK-
HOTO TUaMeTpa, MM;

Coax — MaKCHMAalbHBIH CheM MeTajia II0
Hapy>KHOMY paauycy TpyObl Hpu OOTOYKE Ha-
PYKHOTO TUAMETPa, MM;

D, — HOMMHaIBHBIA HapyXHBIH IUAMETP
TpyOBI MOcIIe OOTOUKU HAPYIKHOTO JUAMETPA, MM.

CpeM MeTasa TpyObl IO BHYTPEHHEMY PajIfy-
Cy IIpH PacTOYKE BHYTPEHHETO THaMETpa PaBeH:

Jo] _ (Do_z'to)_(Dmax_z'tmin)_
Cmin - 2 ’ (7)

p _ (Do—2t5)—(Dmin—2"tmax)
P = 0 : @®)
rae Cfnin — MHUHHMMAJBHBI CBHEM MeTajuia IIOo

BHYTPEHHEMY paJnycy TpyObl TIpH pacTOdKe
BHYTPEHHETO TUaMeTpa, MM;

Ch ox — MaKCHMAIbHBI CheM MeTajma Tio
BHYTPEHHEMY paJnycy TpyObl TpH pacToOdKe
BHYTPEHHETO AHaMETpa, MM;

t, — HOMUHAJIbHAS TOJIIMHA CTCHKH TPYObI
nociyie 0O0TOYKM HapyKHOTO JHaMeTpa W PacTou-
KH BHYTPEHHETO, MM.

C yderom BeIpakenuit (1)—(8) ObuH ompe-
JIeNIeHBI pa3Mephl TONIyYaeMbIX TPyO € ydeToM
MPUITYCKOB HAa OOTOYKY W PAcTOUKy TpyO Ha
TIIA 70-270. IIpn 3TOM I'JTaBHBIM OIpaHUYEHUEM
sBIISieTC.  00ecreyeHne MHHUMAJBHOTO CheMa
MeTajla Kak mpu 00TOYKe, TaK U IPU pacTouKe.

Jdus tpy6er 159 x 18 MM mpeasioskeHbl 11Ba
BapuaHTa THUIIOpa3Mepa C yIeTOM 00TOYKH U pac-
Touku. J[Ba BapuaHTa BBIOpaHbI AJsl MCCIEIOBa-
HUSI CTETIEHU TOHKOCTEHHOCTH TPYO Ha TEXHOJO-
THIO TIpOKaTa HeprKaBeIoIIe MapKu CTajH, a TaK-
JKe BIMSHHE Ha KauecTBO MoBepxHocTed. Cxema
0o0TOYKHM TmpeAcTaBieHa Ha puc.2. B Ttabdm. 1

[PUjck Ha o0DadomKy

Iz

Puc. 2. CxeMbl 06TOYKN U pacTOYKM AN NonyyYyeHus TpebyemMbix Tpyo
Fig. 2. Schemes of turning and boring to obtain the required pipes

Ta6bnuua 1
FeomeTpuyeckme napameTpbl TPyO (pa3mepbl B MM)
Table 1
Geometric parameters of pipes (dimensions in mm)
DO to Dnom tnom Dmin Dmax tmin tmax Omin C?nax C?nin Cglax to tp
159 18 168 | 28 [166,32|169,68| 25,2 | 30,8 | 3,66 | 534 | 1,86 | 9,14 | 45 | 55
165 | 24,5 1163,35]|166,65| 22,05 | 26,95 | 2,175 | 3,825 | 0,225 | 6,775 3 3,5
133 14 | 140 | 21,5| 138,6 | 141,4 | 19,35 | 23,65 | 2,8 4,2 1,15 | 6,85 | 3,5 4
52 Bulletin of the South Ural State University. Ser. Metallurgy.
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MIPUBENICHBI JIaHHBIC TI0 TEOMETPHYECKUM Iapa-
METpaM IMOIy4aeMBbIX TPYO U 10 cXxeMaM 00TOUYKH
U PaCTOYKH.

Ha puc. 3 moka3zana cxema Jie()opMHPOBAHUS
3aroToBKU auamMerpoM 180 MM 111 mOJTydeHHUS
TpyO 168 x28 m 165 x 24,5 mm. 3aece D3 — mua-
METp 3aroToBky; Dr — muameTp THIb3bI, ST —
TOJIIUHA CTEHKU THIIB3BI, SP — TOJIIUHA CTCHKH
TpyOBI mocie packatku; Dp — muamerp TpyObI
MoCIie PacKaTKH, SK — TONIIMHA CTEHKH TPYOBI
nociie kajauoposanus; Dk — nuamerp TpyOBI Io-
clie KaTMOpOBaHMs, ST — TOJIIMHA CTEHKU TPYObI
rmocie oxJaxaeHus; DT — quamerp TpyOs! mocie
pacKaTKu.

B Tabn. 2 mpencrarieHa cxema 1eGopMHPO-
BaHHUS 3aroToBKH auameTpoMm 180 MM B TpyObI
168 x 28 u 165 x 24,5 mm.

Ha puc. 4 nmokazana cxema Jie()OpMHPOBAHUS
3aroToBKu auamerpoMm 130 MM a5 monydeHus
Tpy6s! 140 x 21,5 Mm. 3aecy D3 — nuamerp 3aro-
ToBKM; Dr — nuameTp THIB3BI, ST — TOINIIMHA
CTCHKH THJIB3bl; SK — TOJIIHMHA CTEHKH TPYObI
nociie kajauoposanus; Dk — nuamerp TpyOBI Io-

Ds DexSz

DpxSp

CJie KaTMOpOBaHUS, ST — TOJIIWHA CTCHKH TPYOBI
nocie oxJaxaeHus; Dt — nquametp TpyObI mocie
pacKaTKu.

B Tabn. 3 mpencrarieHa cxema aeGopMupo-
BaHUs 3aroToBku nuamerpoMm 130 MM B TpyOy
140x 21,5 mmMm.

Ha ocHoBe pa3paboTaHHBIX cxeM AeQOopMHu-
poBaHUs OBUIM paccUMTaHbl TpeOyemble Ha-
CTPOWKH TEXHOJOTHYECKOro obopyaoBanus. [Ipu
3TOM CTOHUT OTMETHTb, 4TO s Tpyd 168 x28 u
165x24,5 MM HCIOIL30BaJICS INTATHBIM HMHCT-
pPYMeHT, a mis TpyOsr 140 x 21,5 MM ObutH pazpa-
00TaHbI HOBas KATHOPOBKA MPOLIMBHON OMPaBKH
Y Hampapisitomux auHeek [8—10].

Ha crane mpuMeHSFOTCS CTalbHBIC BAlIKH,
CTaJIbHBIE BOJIOOXJIAXK/Ia€MbIE OIpPaBKH (IIpo-
IIMBHBIE W pacKaTHBIE) W CTaJlbHBIE BOCCTaHAB-
JTUBaeMble (HaIIaBKa XKapOCTOWKHX CIi1aBoB [11])
Harpasisttone nuHeiiku [3, 4]. OcBoeHnue mpo-
M3BOJICTBA TPYO M3 KOPPO3UOHHOCTOHKON MapKu
cramu (B wactHoctd 08X18H10T) B 3HaumTens-
HOW Mepe 3aBHCUT OT CTOMKOCTH TpyOompokart-
HOTO WHCTPYMEHTA, KOTOPBIA BIMSET Ha MPOU3-

DrxSk DmxSm

Mpowuneka PackaTtka

KannbposaHue OxnaxaeHne

Puc. 3. Cxema gedbopmupoBaHus 3arotoBku anametpom 180 mm Ans nony4yeHus Tpy6 168 x 28 un 165 x 24,5 mm
Fig. 3. Scheme of deformation of a workpiece with a diameter of 180 mm to obtain pipes 168 x 28 mm and 165 x 24.5

Tabnuua 2
Cxema gedpopmMmupoBaHusi 3arotoBku guametpom 180 mm
B TPYObl 168 x 28 MM 1 165 x 24,5 mm (pa3mepbl B MM)
Table 2
Diagram of deformation of a workpiece with a diameter of 180 mm
into pipes 168 x 28 mm and 165 x 24.5 mm (dimensions in mm)
Dr St Dk Sk Dp Sp Sr Dr D3
168 28 169,5 28,5 173,5 28,5 40 174 180
165 24,5 166,5 25 170,5 25 39 172 180
Ds DaxSe DkxSk DmxSm
[MpowwnsKa KanubposaHue OxnaxaeHve

Puc. 4. Cxema pedpopmMupoBaHus 3arotoBku aunametpom 130 Mm ans nonyyeHus Tpyobl 140 x 21,5 mm
Fig. 4. Diagram of deformation of a workpiece with a diameter of 130 mm to obtain a pipe 140 x 21.5 mm

Ta6nuua 3
Cxema gedropmMupoBaHusi 3arotoBku guametpom 130 mm
B TpyGy 140 x 21,5 Mmm (pa3mepbl B MM)
Table 3
Diagram of deformation of a workpiece with a diameter of 130 mm
into a pipe 140 x 21.5 mm (dimensions in mm)

Dr St Dk Sk Sr Dr D3

140 21,5 141 22 22 145 130
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BOJUTENBHOCTh CTaHA U Ka4eCTBO BBITyCKAEMOMN
NPOAYKLIMH, & B HEKOTOPBIX CIydasx U HA BO3-
MO>KHOCTb ITPUHIUIIMAIBHON OpraHU3aluy TaKo-
ro TeXHoJoruueckoro mnporecca. Ocoboe BHUMA-
HUE CIEAYEeT YIENUTh H3HOCOCTOMKOCTH Mpo-
LIIMBHOW OIPaBKHU.

Huskasg CTOHKOCTH IPOLIMBHBIX OIPABOK
MPUBOAUT K 00pa3oBaHMIO Ha BHYTPEHHEH MO-
BEPXHOCTH TWIB3bl TAKUX A€()EKTOB, KaK IJICHBI,
MOpe3bl, PaKOBUHBL. A C YBEIWYCHHEM JUJTHHBI
MIPOKAThIBAEMON 3arOTOBKM BO3PACTa€T PHUCK
«3aKaTaTh» OMNpPaBKy, T.€. CTOMKOCTH OIPABKH
sBIsieTcs (pakTOpOM, OTpPaHUYUBAIOIIUM JUTHHY
IIPOILMBAEMOM 3arOTOBKHU.

OpHMM M3 caMbIX PaclpOCTPAHEHHBIX CIO-
COOOB TMOBBIIICHUS] CTOMKOCTH ONPABOK SIBJISIETCS
HaHeceHWe Ha PabOYyI0 MOBEPXHOCTH OINPABKH
CJIOSI OKMCIIOB IIPU TepMHUUecKoil obpadotke. Ilpu
€ro OTCYTCTBMH IIPOMCXOIMUT CBAPHUBAHHUE MaTe-
pranoB 3aroTOBKM WM ONPABKU IIPU MEPBOM XKe
npommBke. Ciol OKHCIIOB SIBISETCA B TNEPBYIO
odepelb HU30JHUPYIOLIUM IOKPBITHEM, KOTOPOE
NPEMNSTCTBYEeT CBAPUBAHUIO MEXIy cOOOW 3aro-

MaTepuan onpasku

Pazorpes onpasku go 1100°C u Gonee

3HauuTenbHoe AaBreHne co CTOPOHBI
npoKaTbIBAaeMOI 3aroTOBKU
(ao 160-170MIMa n Gonee)

TOBKM M HHCTPYMEHTa, a TaKXe H3-32 CBOEH
CTPYKTYpHl BBICTYIAaeT B KaueCTBE TEILIOBOTO
0apbepa U CHWIKAET PHCK TeperpeBa MOBEPXHO-
ctu ompaBku. CaMoil Harpy>XeHHOW W pa3orpe-
BaeMOH YaCTbIO ONPABKHU SIBJISIETCS] TOPELl HOCHKA
onpaBk# (puc. 5). B kauecTBe 0AHOTO U3 CIIOCO-
0OB TOBBIIICHUS €r0 M3HOCOCTOMKOCTH TMpejia-
raercsi MEeTaIM3alys WIM HaIUlaBKa TYTrOIUIaB-
KHM MaTepUaJIOM.

B HekoTOphIX ciydasx H3-3a CBapUBaHUSA
MaTEepHaJOB MPOLECC MPOIIMBKH MOXET OCTaHO-
BuThCs (puc. 6). 1o 310l NpuuMHE pH MpoKaTKe
TpyO M3 HEPKaBEIOIIUX MapoK CTaleil Il mpo-
IIUBKU HCIOJB30BaJlaCh HOBAasi OMpaBkKa (TIpH
MPOIINBKE OTHOCHTEIBHO KOPOTKHUX 3arOTOBOK
MOTJIa HCTIONIB30BATHCS IOBTOPHO).

Eme oxuuM criocoOOM IOBBIIIEHUS H3HOCO-
CTOMKOCTH ONpaBKH MPOIIMBHOTO CTaHA SIBIISIETCS
ee addexTuBHOE oOxIAXKACHUE. [leiicTByromasn
KOHCTPYKIUS OIPaBKH HMEET BHYTPEHHIOKI II0-
JIOCTh C BBIXOJOM BOAbI B OCHOBAHHWH HOCHUKA OII-
paBku. B cBs3u ¢ TeM, YTO MPOIIMBKA HEP)KaBEIO-
X Mapok cTaneu ¢ BbIXOAOM BOJbI HEAOITYCTU-

Puc. 5. PesynbTaThl MOAenupoBaHus yCNOBUIA 3KCNyaTauuu NpoLNBHON onpaBKu
Fig. 5. Results of modeling the operating conditions of the piercing mandrel

Puc. 6. «3akaT» onpaBku B 3afiHeM KOHLe r'MNb3bl U3-3a CBapMBaHUs
maTepuarna onpaBKku C NPOLUMBAaeMON 3aroTOBKOM
Fig. 6. “Rolling” of the mandrel at the rear end of the liner due to welding
of the mandrel material with the workpiece being stitched
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Ma H3-32 PHCKa BO3MOXHOTO MEPEOXIAXKICHUS
NPOILIMBAEMOr0 Marepuaia, OTBEpCTUSl HEO0XOo-
JIMMO 3aBapHUTh WM HE M3roTaBIuBath [12—14].

W3BecTHO, YTO MOMHUMO CHWXKEHUS CBapH-
BAEMOCTH M TEIJIOM30JUPYIOLUINX CBOWCTB OKa-
JIMHA CHWKaeT KodpdunueHt Tpenus. Ho nHanbo-
jee APGEKTUBHBIM CPEACTBOM IS CHHIKCHUS
HETaTUBHOTO BO3JCHCTBUS CHII TPEHUS SIBIISIOTCS
TEXHOJIOTHYECKHE CMa3KH, KOTOpPbIE BBOAATCS
Mexay JnehopMUpyeMOl 3aroTOBKOW M pabouei
MOBEPXHOCTHIO MHCTPYMEHTA. TeXHOIIOrnuecKue
CMa3K{ JOJDKHBI YIOBIIETBOPATH CJCIYIOLIM
OCHOBHBIM TPEOOBaHHSM:

—co37]aBaTh HA KOHTAaKTHOH MMOBEPXHOCTH
Ha/ICKHYIO U IPOYHYIO IJICHKY;

— obecrieunBaTh HU3KUM KO3((QUIMEHT Tpe-
HUS TIpU 00pabOTKE U MHHUMYM yCHIIUH nedop-
Malluy;

— MMETh ONPEACTICHHYIO BS3KOCTb, BBIIEP-
KHUBATh BBICOKHE YyJICJIbHBIC HATPYy3KH U aedop-
MHUPOBATHCS BMECTE C METAIIOM 0e3 pa3pyIieHusI
00pa30BaHHOM IJICHKHY;

— HEe MCHSTHh CBOMX CBOMCTB B YCIIOBUSX BbI-
COKHX JIaBIICHUU ¥ TEMIIEPATYPHI;

— He BIUATH HA Je(OPMHUPYEMBIil METaILT;

— OBITh TEXHOJIOTUYHOH, JIETKO HAHOCUTHCS;

— JIETKO YAAJSIThCS ¢ U3Jenus nocie aedop-
Malluy;

— 0051a1aTh XOPOLINM TEILIOU30JINPYIOIUMH
CBOWCTBaMHU U CHUKATh PUCK MEperpeBa MoBEpX-
HOCTH UHCTPYMEHTA;

— obecrieunBaTh MOBBILICHUE W3HOCOCTOMKO-
CTH TPYOOIIPOKATHOTO HHCTPYMEHTA.

HaubGonee 3¢ ¢dexTuBHbI CMa304YHBI MaTe-
pHan, IpuMEeHseMbIil U1l ropsiueii 00paboTk, a
B YaCTHOCTH NPECCOBaHMs TPyO, — 3TO CTEKIIO-
cMa3ka (CTeKIsSHHBINH mopoiok). I[Ipumenenue
CTEKJIOCMa3KU MPHUBOAUT K 3HAUUTEIHHBIM U3Me-
HEHHMSAM CHJIOBBIX M CKOPOCTHBIX YCIOBHM IIpO-
1ecca MPOIIMBKA HEPIKABEIOIINX MapOK CTaleH.
Ycunue Ha OnpaBKy YMEHbBIIACTCS B CPEJAHEM Ha
20-25 %, a CKOpOCTh MPOLINBKH YBEITUYNBACTCS
Ha 20-24 % B pe3ynbTaTe CHUKEHHS BEINYHHBI
0ceBoro ckonmkeHus. [lpu 3ToM oTMeuaeTcs
camkenue (mo 15 %) maBileHHs Ha BaJIKH H I10-
TpebnsseMold MOIIHOCTH. JlaHHBIE pPE3yIbTATHI
MOJITBEPIKJAOTCS ITPH SKCIIEPUMEHTATBHBIX MTPO-
IUBKax Ha J1abopaTopHbBIX cTaHax [15].

Takum 0Opa3oM, IPUMEHEHHE CTEKJIOCMA3KH
MEHSIET CHJIOBBIE W TEIUIOBBIC YCIIOBHS PabOTHI
MPOIIUBHON ONPaBKH, YTO OJAroNpHATHO CKa3bl-
BaeTcs Ha ee U3HOCOCTOMKOCTU U KadeCTBE BBI-
nmyckaeMoi npoaykuuu. Ha ocHoBaHMH cKa3aHHO-
IO BBIIIE, HUCXOMAS M3 OCOOCHHOCTEH 000pyIOBa-

HUA IIpomrBHOro/packarHoro crana TIIA 70-270,
NPEIJIOKEHBI CIEAYIOMINE PEICHHS.

1. Ilepen mpoxaTKkoi OTBEpPCTHA AJIS BBIXOJA
BOJIbI Ha ONpaBKaxX JOJDKHBI OBITH 3aBapeHbI, a
MOBEPXHOCTbH MOKPBITA CJIOEM OKHCIIOB.

2. Bo BpeMs MpoIIMBKH/PacKaTKU B TOJIOCTh
ONMpaBKM JODKHA TIOAABAThCA OXJIAXKJAOIIAst
KHUIKOCTh (BOJA) MO MaKCUMAaJIbHBIM JaBJICHU-
eM (1o 20 atm).

3. Ucnonp30oBaHue CTEKJIOCMAa3KH B BHIE
MOPOIIIKA, 3aCHIIIAHHOTO B IIEHTPOBOYHOE OTBEP-
ctue. [y Toro 4roOBl CTEKJIOCMa3Ka Ha BBICHI-
majachk (WIM HE BBITCKJIA NPU HArpeBe), OTBEp-
CTHE HEOOXOAMMO 3aBapUTh 3ariyIlIKol U3 yrie-
POAUCTON MapKH CTaJX TOJIIIUHON 2,5 MM.

PazpaboTka pexuma HarpeBa 3aroTOBOK
MPOBOAMIIACH C HCIIOJIB30BAaHHMEM MaTeMaTHye-
CKOM MOJIENH I€YH C LIAraloliM I100M, I/I¢ He-
CTallMOHAPHAsl TEIUIONPOBOAHOCTh IO CEUCHHIO
3arOTOBKM KPYTJIOTO CEYEHHUS pPAaCCUUTHIBAJIACH
metogoMm Kpanka — Hukoncona st KOHEYHO-
Pa3HOCTHOM ABYMEPHOH pPAacyeTHON CXEMBI IpHU
TPaHUYHBIX YCIOBHSX TpeThero poxa. llemeBas
cpenHeMaccoBasi TemIlepaTypa HarpeBa 3aroTo-
BOK Ha BbIxoJie u3 neuu npunsata 1200 °C [16].

Jnist mpoBeneHus UCCIeqOBaHUH ObLIH MpH-
obperensl 3arotoBku quamerpamu 180 u 130 Mm.
3aroToBKM IMONYyYEHBl Topsued nedopmanueit
W3 CIUTKOB: TPU 3aroTOBKHM nuamMeTpoM 180 MM
(cymmapHbiii  k03(QQUIMEHT BBITSKKH paBeH
13,31); omma 3aroroBka amamerpoMm 130 Mm
(cymmapHBbIii KO3 (QUIMEHT BBITSKKH PpaBEH
26,38). 3aroToBKH IOCTaBJICHbI B OOTOYCHHOM
coctosiHuH. [lepesl OMBITHRIMU MPOKAaTKaMH 3aro-
TOBKHM OBUIM MOpE3aHbl HA MEpHBbIE UIMHBL. Tpu
3aroToBKM AuamerpoM 180 MM mope3aHsl Ha
mecTh mTyK JumHoN mo 2000 mM. JIBe 3aroTOBKH
quameTpoM 130 MM mope3aHsl Ha YEThIpe MITYKH
nnuHoHu mo 2100 M.

Hcxonnple 3aroTOBKM MMENH 3alleHTPOBOY-
HBI€ YTIyOJIeHUS C TIEPEIHETO U 33 JHETO TOPIIOB,
BBITIOJTHEHHBIE 3aCBEPIMBAHHEM B XOJIOJHOM CO-
CTOSIHMHM. 3alleHTPOBKA Ha 3aJHEM TOpLE MpHUMe-
HSETCS I WCKIIOYEHHS BO3MOXKHOCTH 3aKara
OTIPAaBKH 33aJHUM KOHIIOM THJIB3bI, CHIXKAET YpO-
BEHb PAa3sHOCTEHHOCTH 3aJHEr0 KOHIA TMJIb3bl U
WCKIJTIOYaeT BO3MOXHOCTh 00pa3oBaHUs IedeKTa
THUIIA «CEPbray.

Ha mepemnem Topue 3aleHTPOBOYHOE YT-
nyOsieHre MOMUMO (PYHKIMH MOBBIIIEHUS TOYHO-
CTH THIIB3/TpYy0 W yNnydlIeHHH yCIOBUH BTOpHUY-
HOT'O 3aXBaTa BHIMOJHIET (PYHKIHIO «IOCTABKM
CTEKJIOCMa3Kl B odyar naedopMaunud MpH Ipo-
muBke. s obecrnieueHuss He0OXOAMMOTo 00be-
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Ma CTEKJIOCMa3KH B odare aedopMauuyu BbIIOJ-
HWIN 3alleHTPOBKY ri1younoi 100 MM u auamer-
pom yrayonenus 40 mM. B monydyeHHoe 3alieH-
TPOBOYHOE YIIIyOJCHUE Ha MEpeHEeM TOpIe 3a-
TOTOBKH NOMEIAJIN CTEKJIONOPOIIOK B 1eutoda-
HOBOM IMaKeTe MpPH YCIOBUHU IOJHOTO 3arlojIHe-
HUSl TPOCTPAHCTBA 3alEHTPOBOYHOIO YTiIyOie-
Hus. s mpenoTBpalleHus] BEITEKaHUs pacIliaB-
JICHHOT'O CTEKJIOIIOPOLIKA TP HarpeBe 3arOTOBKU
B HarpeBaTeNIbHOM IMe4Yu, a TaKkke MpH Iocie-
JOYIOUIeH TPaHCIOPTHPOBKE 3arOTOBKM OT €YU
JO BXOJHOTO >KeJ00a MpOIIMBHOIO/PacKaTHOTO
CTaHa K OCHOBAHUIO 3aIlEHTPOBOYHBIX OTBEPCTHUIl
CO CTEKJIOMOPOIIKOM OBLUTH TPUBApEHBI 3ariyli-
KM U3 YIJIEPOAMCTON MAapKH CTald pa3MepaMu
50 x 50 MM TommuHOM 2—3 MM (puc. 7).

CornacHo pa3pa0oTaHHOW TEXHOJIOTHH ObLa
MIPOBEJICHA OIbITHAs IMPOKAaTKa IO MOJYYEHHIO
TpyO 168x28, 165x24,5 u 140x21,5 MM u3
crann 08X18HI10T. IlockonbKy naHHBIE THIIO-
pasmepsl TpyO He SBJISIOTCS IITATHBIMU [T JaH-
HOTo TpyOONpPOKaTHOIoO arperara, B Hadaje mpo-
BOJIMJIM HKCIIEPUMEHT (U1l OTPAOOTKH PEKUMOB
JeopMali Ha CTaHe) C UCIIOJIb30BaHHEM 3aro-
ToBKM nuamerpoMm 180 m 130 Mmm u3 cramu [,
3arotoBku u3 crtanu [l corjacHo nedcTByromIeit
TEXHOJIOTMH UMENH 3alleHTPOBOYHOE YTyOeHne
TOJIBKO Ha MEPEAHEM TOPLE 3arOTOBKH.

CpenHee OTKJIIOHEHHE MOJyYEHHBIX TPYO 1O
JUaMeTpy OT HOMHHAJIBHOTO HW3MEHSETCS OT

—0,29 go +0,61 %. A TommMHA CTEHKH OTHOCH-
TE€JIbHO HOMHHAJIBHOIO pa3Mepa U3MEHSETCS OT
-2,0 10 19,6 %. Cpenusisi kpuBU3Ha TpyO He 60-
nee 0,2 % ot o011el AJTMHBI TPYOBI.

['my6unHa BUHTOBOrO ciefa MO Hapy>KHOU
MOBEPXHOCTH TPyObI He Ooree 0,2 MM, a TIyOUHa
BUHTOBOT'O Cliela Ha BHYTPEHHEW MOBEPXHOCTHU
cocraBuia He Oonee 2,5 mM. Ilpu mpokatke cra-
mu 08X18H10T npoucxoaur yBenWdeHHE AHa-
MEeTpa W TOJIIWHBI CTEHKH THIB3BI (IO CpaBHE-
HUIO cO cTanbio /) n3-3a MOBBILICHUS CONPOTUB-
neHus aedopManuy U OOJBLIEro YIIMPEHUs Me-
Tajuia npu JaedopMaluy, IPUBOIIIIETO K Oomee
MO3IHEMY CXOy Ae(POpMHUPOBAHHOTO METAJIa C
MOBEPXHOCTH ONPABKH U OONbLICH «ycaake» Me-
Tanja Mpy OXJIAKICHHH.

Bo Bpems mpoBeneHUs 3KCIEpUMEHTa MpPU
npomvBke 3arotoBku u3 ctanu 08X18H10T mu-
KoBasi Harpyska Oompiie B 1,47-1,81 pasa mo
CpPaBHEHUIO C MPOLIMBKOM cTanu Jl.

CpenHsist CTOMKOCTh IPOLIMBHBIX ONPaBOK
BO BpEMsl ONBITHBIX MPOKATOK TPyO M3 HEpxka-
Beronux Mapok ctainu Ha TIIA 70-270 cocra-
BHJIA:

—3 mpoxoga — TpU TPOKaTKe TPYOBI
D168 x28;

—1 mpoxog — TpuU TMpoKaTKke TPYOBI
D168 x24;

—1...2 mpoxoma — mpH TpPOKaTKe TPYOBI
D140 x21,5.

Puc. 7. 3aueHTpoBaHHasA 3aroToBKa CO CTEKIOMOPOLIKOM: a — 3aLleHTpOBaHHas 3arotoBka
CO CTEKNoONOpOLKOM; b — 3aroToBKM ¢ NPUBaPEHHON 3arfyLIKOn
Fig. 7. Centered workpiece with glass powder: a — centered blank with glass powder;
b — blank with a welded plug
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Puc. 8. OnpaBku nocne NpoLWnNBKN TpeTbEN U YeTBEPTON
3aroToBOK AnsA Tpyobl 140 x 21,5 ns HepxxaBenkun
Fig. 8. Mandrels after flashing the third and fourth

blanks for a 140 x 21.5 stainless steel pipe

CToUT OTMETUTb, YTO CpPeaHss 0o0Iias CTOM-
KOCTh IPOIIMBHBIX ONMpaBok cocTaBmia 1,43 mpo-
Xoja.

@DakTHUECKasi CTOMKOCTh PACKaTHBIX OIpa-
BOK B JaHHOM JKCIIEPUMEHTE HE OTpenesieHa, TaK
KaK ONpPaBKH TIOCJIE€ OKOHYAHUS OIBITHO-NIPO-
MBILUICHHON MPOKaTKW NPUTOAHBI AN [alb-
HEHIIEeH 3KCIIyaTalll, U COCTABISAET HE MEHEE
4 TIpOXO0JI0B.

M3HOCOCTOMKOCTD JIMHEEK IPOLIMBHOTO CTa-
Ha — HEYJIOBJIECTBOPUTEINBHASL.

CpenHsii HM3HOCOCTOMKOCTh JIMHEEK IMpo-
IIMBHOTO CTaHa NpH Mpokatke Tpyo D168 x 28 u
168 x 24 cocTaBnsieT 2 MM TOJIIMHBI PabOvero
CJ0s Ha OAHY TMPOKATaHHYIO 3aroTOBKY (IIpo-
mIMBKa W packatka). CpenHsisi H3HOCOCTOMKOCTD
JMUHEEK Tpu npokatke Tpyd &140x21,5 cocra-
BWIa | MM TONIIMHBI pabodvero cjos Ha OJHY
MPOKATaHHYIO 3arOTOBKY (IPOIIMBKA).

WnTeHncuBHbII n3HOC pabodell HOBEPXHOCTH
JUHEHKN TIPUBOAMT K HEOOXOIUMOCTH KOppPEK-
THPOBKH TIOJIOKEHUS JIMHEEK IS KOMIIEHCAIUU
m3Hoca (puc. 8, 9).

3akiIoueHne
PazpaboTtana TexHONOTHS TOMy4YeHUS TPYO
13 HEP)KaBEIOMMUX MapoK CTanu (B JaHHOHU pa-

Puc. 9. BHewHuin BUA U BHYTPEHHUA BUHT
Ha Tpy6ax 168 x 28 mm
Fig. 9. Appearance and internal screw
on pipes 168 x 28 mm

oote 08X18H10T) na TIIA co craHamMu BUHTO-
BOH mpokaTku. [IpoBeaéHHas ONBITHO-IPOMBILI-
JIeHHas TIpOKaTKa IMOKa3ajla MPUHLHUIIHAIBHYIO
BO3MOKHOCTh IPOW3BOJICTBA TPYO Ha NaHHOM
TITA 70-270, roe omeparus TPOIIUBKUA U pac-
KaTKM OCYLIECTBISAETCS Ha OAHOM M TOM XK€
CTaHE BHUHTOBOM NPOKAaTKH C YalIeBUIHBIMU
BaJIKaMU W HaINpaBISIOMINMHU JUHEWKAMU TIPH
OJIMHAKOBBIX PACCTOAHMIX MEXIY BaJKaMH H
JTUHEeHKaMu, a TMocJeaymlee KanuOpoBaHHE
YEPHOBOH TPYyOBbI BBINONHSETCS B TPEXBAJIKO-
BOM CTaHE BHHTOBOH NpPOKAaTKH. Y CTaHOBIIECHA
BO3MOXXHOCTh TIPOU3BOJICTBA TPYO W3 KOPPO3H-
OHHOCTOMKHUX CTajie 3a JIBe Omepanuu: Mpo-
NIMBKa W KajauOpoBaHHE Ha CTaHAX BUHTOBOMU
MIPOKaTKH.

HenocraTounass M3HOCOCTOMKOCTH OIPaBOK
TpeOyeT NalbHEHIero HCCIeOBaHUS TEXHOJO-
THYECKOTr0 TMpoliecca U MaTepHalioB OIPaBOK.
Bo3MOXXHBIMU BapHaHTaMu peUIeHUs JaHHOU
MpoOIeMbI MOTYT OBITB!

— UCTOJB30BAHUE KAPOCTOMKUX  CIIJIaBOB
(B TOM yHcIIe HamIaBKa paboyei TOBEPXHOCTH);

— U3MEHEHHe KOHCTPYKLHUU BHYTPEHHEH Io-
JIOCTH OIPABKH JJIS YIYHIIEHHS OXJIAKICHUS,;

—1oa0op CMa30K M UX KOJIWYECTBa (3a CueT
pa3MepoB 3aLEHTPOBOYHOI'O OTBEPCTHSA).
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