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Annomayusa. B paboTe npencTaBiieH aHAJIN3 BIMAHUSA TPYyOHOTO Iepesiesia Ha MapaMeTphbl TPEIUHO-
croiikoctu (CTOD). TpemmHOCTOWKOCTh SBIJISETCS BaXKHBIM IMOKa3aTeleM JUIS OIEHKH MPOYHOCTH Marte-
pHaJoB, OCOOCHHO B CIIydyae METAJUIMYECKUX KOHCTPYKIHH, MOABEP)KEHHBIX UIMTCIBbHBIM Harpy3kam M
BO3ACUCTBHM, TAKUM KaK TPyOOIPOBOJ] BEICOKOTO JaBlicHHs. Pe3ynbTaThl aHaIH3a MOTYT HCIIOIB30BAThCS
JUId pa3pabOTKH METOAOB M TEXHOJOTHH, HAaNpaBICHHBIX Ha TOBBIIICHHE CTOWKOCTH TPYOOIPOBOIOB K
TPEIIMHOCTOMKOCTH. JlanbHeNIINe UCClleIoBaHusI B TaHHOW 001acTH MOTYT OBITh HAIIPaBJIEHB! HA ONTUMH-
3a1uio (POPMOM3MEHSIONINX OTIepalii TPYOHOTO Iepeesnia ¢ y4eTOM MapaMeTpOB TPEIIHHOCTONKOCTH.
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Abstract. The paper presents an analysis of the influence of pipe processing on fracture resistance
(CTOD) parameters. Fracture resistance is an important indicator for assessing the strength of materials,
especially in the case of metal structures subjected to long-term loads and impacts, such as high-pressure
pipelines. The results of the analysis can be used to develop methods and technologies to improve the frac-
ture resistance of pipelines. Further research in this area can be aimed at optimization of forming operations
of pipe processing taking into account fracture resistance parameters.
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BnusiHue onepauyuli popmoeku mpy6bi
Ha napamempbl mpeuwjuHocmolikocmu

CoBpeMeHHBI MarucTpajbHBIH TpyOOIpo-
BOJ 111 HE()TH U ra3a BBICOKOTO JABJICHUS SIBILSI-
€TCsl CIIOKHBIM TEXHOJIOTHMYECKUM COOPYKEHHEM.
[lepBocTeneHHbpIM TpeOOBaHUEM, TPEIbSIBIISIE-
MBIM K €0 KOHCTPYKLIUH, SIBJISIETCSI 0OecredeHne
HEOOXOMMOTO YPOBHSI 0€30IaCHOCTH, 0COOCHHO
C TIO3MIIMU TIPEJOTBPAIEHHUS MPOTKEHHBIX pa3-
pymenuii. OcTaHOBKa pa3pylleHHs, pacIpocTpa-
HSIOIIETOCs [0 MarucTpajibHOMY TPYOOIpPOBOLY
JUis He(DTH W Tra3a BBICOKOTO JIABJICHHS, JTOJDKHA
obecrieunBaTbesl BEIOOPOM Marepuaia TpyoO, Ko-
TOPBIN TOMDKEH 001a1aTh HEOOXOAUMBIM YPOBHEM
TPEIIMHOCTOMKOCTH. TpenMHOCTONKOCTE TpYO-
HBIX CTajiell ompeaessieTcs MpU TMOMOIIM CTaH-
JapTHeIX ucnbiTanuit mo ISO 12135 [1], a umenHo
NpY TOMOILM ONpENeNICHNs] MOKAa3aTelisl PacKphl-
Tus B BepumHe Tpemuubl (CTOD). PackpeiTie B
BepmmHe Tpemunasl (CTOD) — 310 mokasarens,
KOTOPBIH XapaKTepU3yeT CIOCOOHOCTh MaTepHaa
TOTOBOW MPOAYKIMU COMPOTHBISITECS 00Opa3oBa-
HUIO TPEIIMH W WX PaclIpOCTPAHEHHUIO TPH BO3-
JCUCTBUM BHEIIHHMX Harpy3ok. [lomoGHble mcmbI-
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TaHMSl BCE yalle SBIAIOTCS 00s3aTeNIbHBIMUA TPU
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3a HECKONBKO JIET dYepe3 HCIBITATENbHYIO
1abopaTopHi0 MPOIUIO MHOXKECTBO O0pasIoB OT
JIMCTOBOTO MPOKaTa Pa3sHOW TOJNIIMHBI U Oymy-
HIUX TPYOOTIPOBOJIOB, a TaKXKe 00pa3Ibl OT CAMUX
TpyOONpPOBOJIOB Pa3HBIX HAa3HAYCHUH M TUIOpa3-
MEpOB UISI IPOBEICHHUS HCIBITAHUS Ha BS3KOCTD
paspylLIeHus, 4TO MO3BOJIMIO COOpaTh CTaTUCTH-
Ky AJis aHanuza. 3Haderus oopasuoB CTOD nuc-
TOBOTO MpOKaTa 3HAYUTENIFHO BBILIE 3HAYCHMH,
NOJYYEHHBIX B PE3yJIbTaTe UCIBITAHUS 00pa3oB
TpyOomnpoBoaa (puc. 1), U 3TOMy MOXET OBITh
MHO>KECTBO IPHUYHUH.

XUMHYECKUH COCTaB CTald UIPAeT He Io-
CJICIHIOIO POJIb B ONPENEJICHUN €€ MEXaHUYECKUX
CBOMCTB, BKJIIOYAsl MPOYHOCTb U YCTOMYMBOCTH K
TpemurHooOpa3oBanuio. Ocoboe BIMSHUE OKa3bl-
BAIOT JIETHPYIOILME IEMEHTHI, TAKHE KaK Mapra-
Hell, KPEMHHU, HUKEIIb, XPOM, MOJIMOICH, HHOOUI
U JIpyrue, KOTOpble MOTY BIHMSTH Ha MPOIECCHI
00pa30BaHUsI MUKPOTPELIMH U MX PACIpPOCTpaHe-
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Puc. 1. Pe3ynbraTthl onpeaeneHns nokasartensi packpbiTusa B BepluvMHe TpewuHbl (CTOD): a — nuct TonwmHon 18 mm,
Tpy6a Tunopasmepom 1020 x 18 mm; b — nucT TonwmHon 25,8 mm, Tpy6a TMnopasmepom 1420 x 25,8 mm; ¢ — nuct
TonwmHon 30,9 mMm, Tpy6a TMnopasmepom 1420 x 30,9 mm
(c™m. Takxe c. 36)
Fig. 1. Results of determining the crack tip opening displacement (CTOD): a — plate 18 mm thick, pipe size
1020 x 18 mm; b — plate 25,8 mm thick, pipe size 1420 x 25,8 mm; c — plate 30,9 mm thick, pipe size 1420 x 30,9 mm
(see also p. 36)
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Puc. 2. PesynbTatbl onpegeneHusi nokasartensi packpbiTusi B BepluHe TpewuHbl (CTOD) nuctoBoro npokara
B 3aBUCUMOCTMU OT €ro TOJLUHbI
Fig. 2. Results of determining the crack tip opening displacement (CTOD) of flat product depending on its thickness

HHUe [2]. MEKpOCTPYKTypa CTajaHl TakKe OKa3bIBa-
€T 3HAUUTEJIbHOE BIIHSIHUE Ha TPEIIHMHOCTOUKOCTh
Mmarepuaia. Pasmep u ¢opma 3epeH, Hanuuue
BKJIFOUEHHUH, CTPyKTypa (a3 u AedeKTsl MmoBepX-
HOCTH MOTY CYIIECTBEHHO BJIMSATH Ha TOBEIEHHE
CTaJIM B YCIOBHUAX MEXaHUYECKOTO Harpy»xeHus [3].

Bonpmioe BiausiHME Ha MEXaHUYECKHUE CBOM-
CTBa, B TOM YHCJIE MTOKa3aTelb PacKphITHSA B Bep-
nmHe Tpeuuabl (CTOD), okaseiBatoT gedopma-
i (HOPMOM3MEHSIONINX OlNepauuidi TpyOHOro
nepesena, ucciaeloBaHie BIUAHUS Ha MEXaHU4e-
CKHE CBOICTBA MPECTaBICHHI B psizic padot [4—6].
[lo pesynpraTtam HCCIIEIOBaHUI 3THX aBTOPOB
CBOICTBa MeTaJlla UMEIOT TeHICHUHUIO K CHIKE-
HUIO TIOKa3aTresed, ompeaensieMbIX MPH UCIBITa-
HUSIX Ha PacTsDKeHUE W ynapHblid u3rud. Ilomumo

OOIIIEro CHIKECHUSI MEXaHMYECKUX CBOWCTB I'OTO-
BOTO TpyOONpOBOJa, B OTIMYHE OT JIMCTOBOTO
npokara, IuiactTudeckas aedopmauus npu ¢op-
M000Opa30BaHUHM BJIEYET 32 COOON MUKPOAE(PEKTHI
W HEOTHOPOIHOCTh HAIpPshKEHHO-1e)opMUpOBaH-
HOTO COCTOsIHUS MeTanna [7].

Takke Ha KOHEUHOE 3HAUCHHE ITOKa3aTess
TPEUIMHOCTOMKOCTH TOTOBOM MNPOAYKLIHMH 3HAYu-
TeJIbHOE BIHMSHHE OKAa3bIBAIOT €€ TeoMeTphye-
CKue mapameTpsl. Hampumep, Ais JHUCTOBOTO
MpOKaTa OCHOBHBIM T'€OMETPHYECKHM IMapaMerT-
poM sBisercs ero TtommwuHa. Ha puc. 2 mpen-
CTaBJICHbI Pe3yJIbTaThl UCTIBITAHUHI Ha OIperesie-
HUe packpbiTHa B BepummHe tpemuusl (CTOD)
JIUCTOBOTO MPOKATa B 3aBUCHIMOCTH OT €r0 HOMH-
HaJIBHOW TOMMIMHBL. MOXXHO 3aMETHTh, YTO YeM
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0O0JIBIIIE TONIUHA JINCTOBOTO MPOKATA, TEM BBIIIIE
3nayeHue CTOD, crnegoBareiabHO, MEHBIIE BEPO-
SITHOCTD TIOSIBJICHUSI TPEIIMH NP MEXaHUIECCKUX
Harpy3kax. OTHaKO CIUIIKOM OOJbIIas TOJIIMHA
TaK)ke€ MOXKET CHU3UThH OOIIYI0 MPOYHOCTH MaTe-
puana m3-3a BO3MOXKHOTO 00pa3oBaHMs BHYTPECH-
HUX HalpsHKEHUH.

s TpyOompoBoia MOMIUMO TOJIIIMHEI CTSH-
KM BaKEH €ro JuaMeTp. YBEeIMYCHHE TuameTpa
TPYOBl MOJKET MOBBICUTH €€ TPEIIMHOCTOWKOCTh
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HBIM HaNpsDKEHUsIM B oOmactu u3ruba. 1o Mo-
XKET CIoCcOOCTBOBAaTH OOPa30BaHMIO M PACIpO-
cTpaHeHuto TpemuH. Ha puc. 3 mpexacraBieHsl
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Puc. 3. Pe3ynbraThl onpeaeneHns nokasarens packpbiTUs B BeplnHe TpewuHbl (CTOD) Tpy6bl B 3aBUCUMOCTU OT
TONWMHbI €e CTEHKU: a — 6ecLIOBHbIe TPYObl; b — cBapHble TpyObl
Fig. 3. Results of determining the crack tip opening displacement (CTOD) of pipe depending on its wall thickness:
a — seamless pipe; b — welded pipe
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3aBUCUMOCTH 3HAUEHHS PACKPBITHS B BEPIIMHE
tpeutunbl (CTOD) TpyGonpoBOIOB OT TOIIMHB
CTCHKH, Ha pHC. 4 — 3aBUCUMOCTH 3HaUCHHS pac-
kpeiTus B BepmuHe Tpemuusl (CTOD) tpy6o-
NPOBOZOB OT AWaMeTpa TpyObl. 3HaueHHus TpyO B
0eCIIOBHOM HCIIOTHEHUU TPUBEJCHBI HCKITIOUH-
TEJILHO JIJISI OTIPEICNICHHsT XapaKTepa MOBEIACHUS
MOKa3aTeNsl PACKPBITHS B BEPLIMHE TPEUIMHBI C

AHanusupys pe3ynbTaThl HCHBITaHUM Ha
BSI3KOCTb pa3pylLIeHus: 00pa3loB, OTOOPaHHBIX OT
TpyO, MOXKHO 3aMETHTh, YTO Y OECIIOBHBIX TPYO C
YBEJTMYEHHEM TOJIIIMHBI CTEHKU U AWaMeTpa IMpo-
HCXOUT W POCT 3HAUEHUH MOKA3aTeNsl paCKPhITHA
B BepinHe Tpemuusl (CTOD). U poBHO o6parHas
TEHJICHITUST HaOfoaeTcsl y CBapHBIX TPYyO: mpu
YBEIMYEHUH TOJIINHBI CTEHKH U JUAMETpa 3Hade-

YBEIMUYCHUEM JUaMeTpa W TOJUIUHBI CTEHKU Hus CTOD craHoBsiTCst HIKe. Y TpyOOITPOBOAOB
TPYOBI. B OECIITOBHOM HCITOJIHEHHM CaMbI€ BLICOKHE 3Ha-
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Puc. 4. Pe3ynbTaTthl onpeaeneHusi nokasaTtens packpbiTusi B BeplwnHe TpewuHbl (CTOD) Tpy6Gbl B 3aBUCUMOCTHU

OT ee AuameTpa: a — 6ecLloB
Fig. 4. Results of determining the crack tip opening
a - seamless

Hble TPyObl; b — cBapHble TpyObI
displacement (CTOD) of pipe depending on its diameter:
pipe; b — welded pipe
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YyeHus y Turopasmepa 355,6 x 15,9 MM, y cBapHBIX
Tpyo — 1020 % 20 MMm.

BeposTHO, cymiecTByeT HEKOTOpast «30710Tast
cepenuHa», ONTUMAIbHOE COYETAHHE TOJIIIMHBI
CTCHKH M JuaMerpa TpyObl Uil OOeCreueHUs
MpOYHOCTH H 3(PheKTUBHOCTH KOHCTPYKIMH. [Ipa-
BUJILHO TOJIOOpaHHBIE TEOMETPUYECKUE MapamerT-
pBl TPYOBI IMO3BOJST YIYyYIIUTh PAaBHOMEPHOCTH

pacnpenenieHusl Harpy30K M MOBBICUTH CTOMKOCTh
TpyOompoBoaa K BO3IEHCTBUIO BHEIIHUX (PakTo-
poB. [[ns Goilee TOYHOW OLICHKHU BIMSIHES TPYO-
HOTO TIepeJielia Ha 3HaueHHs PACKPBITHS B BEp-
muHe Tpemusl (CTOD) cnexyer nmpubernyTs kK
JPYTUM METOJaM HCCIIeIOBaHMs, B YaCTHOCTH,
MOCTPOUTh MaTeMaTUYEeCKyI0 MOJEJb, a TaKkKe
NPOBECTH KOHEYHO-3JIEMEHTHOE MOJIEIUPOBAHHUE.
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