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Annomauus. Ilpu ipon3BoacTBe OSCIIOBHBIX TPYyO B HAcCTOsIIEe BpeMsl HanOoJIee pacpoCTpaHEHHbI-
mu siBsitorest TITA ¢ HenpepbIBHBIME cTanaMu. OTHON U3 0COOEHHOCTEH HEMPEPHIBHBIX PACKATHBIX CTAHOB
C yIepXXUBaeMOH ONPaBKOH SBISETCS HaJIM4IHE HM3BIIEKaTeNbHO-KanuOposoyHoro crana (MKC). Ilpu mpo-
M3BOJICTBE TPYO Ha HENMPEPHIBHOM PAacKaTHOM cTaHe (JOPMHPOBaHHE KOHEYHBIX pa3MepoB TPYOBI IPOU3BO-
nutcst Ha MKC, oGecnednBaromeM MOMUMO KOHEUHOU cTajuu aedopmammu TpyOsl eile U CHATHE TPyObl
C ONPaBKU HEIPEPBIBHOIO pacKaTHOTO cTaHa. [Ipu ocyliecTBICHUN 3TON Onepali BOSHUKAET HATsDKEHHE
MEXy CTaHaMH, KOTOPOE BIUSAET Ha TOYHOCTh MPOM3BOAMMEBIX Tpy0. OcoOeHHO 3T0 3aMeTHO npu (popmu-
POBAaHUM 3aJHETO KOHIA MIETH, TaK KaK MOCIE BBIXOJAA IUIETH M3 MOCIEIHEH KIETH HENpPEepBIBHOIO CTaHA
OHa KaKOe-TO BpeMsI KOHTaKTHPYET C OIPaBKOH, a U3BJICKATEIbHO-KAINOPOBOYHBIH CTaH CO31AET PaCTATH-
BAIOIME HAIPSHKEHUSI, M3-32 YEero oOpa3yercsl y4acTOK JIOKAIBHOTO YTOHEHHs TpyObl. OTOpakoBKka TpyO
10 JaHHOMY Je(EeKTy MOKET JOCTUTaTh 8 % OT 00miero o0béMa mpou3BoAcTB. [103TOMY MMOMCK HOBBIX TEX-
HUYECKUX PELICHUH M0 YMEHBIICHUIO JIMHBI JIOKAIBHOIO YTOHEHUS IJIETU SIBIIETCS aKTyaJdbHOH 3afgaueil
Ha CETOAHSILIHUM JIEHb.

Knroueswie cnoea: mpou3BoJICTBO TPyO, OecIIOBHBIE TPYObI, TPYOOIIPOKATHBIHN arperar, HepephIBHbIN
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JUPOBAHUE
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Abstract. In the production of seamless pipes, continuous-mill TPAs are currently the most common.
One of the features of continuous rolling mills with a retained mandrel is the presence of an extraction and
calibration mill (ICS). In the production of pipes on a continuous rolling mill, the final dimensions of
the pipe are formed on the ICS, which ensures, in addition to the final stage of pipe deformation, that
the pipe is also removed from the mandrel of the continuous rolling mill. During this operation, tension
occurs between the mills, which affects the accuracy of the pipes produced. This is especially noticeable
when forming the rear end of the whip, since after the whip leaves the last cage of the continuous mill,
it comes into contact with the mandrel for some time, and the extraction and calibration mill creates tensile
stresses, which leads to a section of local thinning of the pipe. The rejection of pipes for this defect can

reach 8 % of the total production volume. Therefore, the search for new technical solutions.
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Beenenue

OCOOEHHOCTBIO COBPEMEHHBIX TPyOOmpo-
katHbeIX arperatoB (TIIA) c HempepbIBHBIM pac-
katHpiM ctaHoM (PC) sBnsieTcs Hanmuuue yaep-
JKMBaeMoW ompaBku [1-5], mpum mpou3BoACTBE
OcCLIOBHBIX TPyO Ba)KHO MHHUMH3HPOBATH [ie-
(heKTBl CTCHKHU, TaK KaK OHU CHUKAIOT Ka4eCTBO
NPOAYKIHN M YBEJIWYUBAKOT OTXOAbl. OgHON M3
KJIIOUEBBIX NMP00JIeM ABISIETCS JIOKaJIbHOE YTOHE-
HUe TpyObl Ha 33/JlHEM KOHIIE IUIETH, BO3SHHKAIO-
ee u3-3a B3aUMOJEICTBHS HEMPEPBHIBHOTO pac-
KaTHOTO CTaHa U U3BJIEKATEIbHO-KaIMOPOBOYHOTO
crana (MKC).

B pabore npemaraercs METO] YMEHBIICHUS
JUIMHBl YTOHEHHOW 30HBI 3a CUET W3MEHEHUS
KOHCTPYKIMH ONPABKH U PETYIUPOBaHUS CKOPO-
CTH TIPOKATKH.

Henp paboTbl — wHCCIeOBaHUE BIUSHUSA
JUTMHBI IPOTOYKH ONPABKH U CKOPOCTH MPOKATKU

Ha TEOMETPHUIO TPYOBI C HCIOJIH30BAHUEM KOM-
HNBIOTEPHOTO MOJEIUPOBAHHUS.

TeopeTHUecKH W TMPaKTHYECKH ObLIO YCTa-
HOBJICHO, YTO B3aUMOJICHCTBHE OMPABKH TPYOHOMH
IUIETH U M3BJIEKATEILHO-KAIMOPOBOYHOIO CTaHa
OKa3bIBaeT BJIMAHUE HAa (OPMUPOBAHHE TE€OMET-
PUYECKUX Pa3MEPOB IUIETH, B YACTHOCTH TOJILIU-
HBI CTCHKHU.

B cBs3u ¢ 3TuM B paboTe OCHOBHOE BHHMa-
HUE YJIEISETCS YMEHBUICHUIO JUIMHBI Y4YacTKa
JIOKAJIbHOTO YTOHEHHS U 00ECIEYEHHIO PaBHO-
MEPHOCTH TOJILLUHBI CTCHKH.

[Ipu onepanuu craruBanusi TpyOHOU ILIETH
C OIIpaBKM BO3HHMKAIOT NPOAOJBHBIE YCHIUS B
MIPOMEXKYTKE MEXKIY pacKaTHbIM CTaHOM U CTa-
HOM H3BJIEKaTeneM. YcCuiue, KOTopoe HeoOXo-
JIIMO TIPEOIOJIETh MPH CTATUBAHUU TPYOBI C OII-
PaBKH, MO’KHO OIHCATh CIEAYIONIEH 3aBHCHMO-
cThiO [6]:
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F =2nkLD, (D
rae k — xkod(h(HUIMEHT, YINTHIBAOIINAN CTETICHb
OoXBara OMpaBKH TPyOoii (eciu TpyOa MOTHOCTHIO
OTXOJHUT OT ompaBku k= 0; eciiu TpyOa MOJHO-
CTBIO OXBAaThIBaeT OMpaBKy k=1); L — miuHa
TpyOBbl, KOHTAKTHUPYIOIIAs C OMPAaBKOH, MM; Doy, —
JIMaMETP OTPaBKH, MM.

Kak Bugno u3 dopmynst (1), sl CHUKEHUS
YCHUJIHMSI CTSATUBAHMA LEJIecO00pa3HO YMEHbLIATh
JUIMHY KOHTaKTHOH TMOBEPXHOCTH. JTO, B CBOIO
ouepesib, MPUBOJUT K COKPAIICHHUIO JUTUHBI ILIe-
TH C YTOHCHHBIM KOHIOM. OZHUM U3 TeXHHYe-
CKMX pELICHUM /I YMEHbIUEHUS KOHTAKTHOU
MOBEPXHOCTH MEXAy TpyOOW M OMpaBKOM SIBIIA-
eTcs CHIDKEHHE JUaMeTpa IepelHero KOHIa Ofl-
paBku. JlaHHOe penieHne ObUIO UCCIIEAOBAHO I10-
CPEICTBOM KOMIIBIOTEPHOTO MOJAETUPOBAHUSI B
nporpammuoii cpene QForm 3D. Mopaenuposa-
HUE NPOBOAWIOCH C BapbHUPOBAHUEM TaKUX IIa-
pameTpoB, Kak JUIMHA MPOTOYKH OMPABKU M Yac-

o1

ToTa BpameHus BankoB MKC nepBoit knetu, 4yto
MO3BOJIMJIO OLIEHUTH BIHMSHHWE JAHHBIX MapameT-
POB Ha BEIMYUHY CTATHMBAIOLIETO YCHIIHS.

KoMnbroTepHoe Moe/IMpoOBaHuUe

ITapaMeTpsl CO3TaHHBIX TPEXMEPHBIX MOJIC-
JieH 3ar0TOBOK IPECTaBICHBI B TA0IHIIE.

BrixogHpiMU mapaMeTpaMu KOMIIBIOTEPHO-
ro MOJACIHUPOBAHUS SIBISIETCA TOJIIMHA CTCHKU
TPYOBL.

Ilo pesymbraTaM MOACTHPOBAHHS TOJIIIMHA
CTCHKH OIPENCIUIach B PA3IMUHBIX CCUCHUSIX U
TOYKaX BJOJIb TPOJOJIEHOTO HAIPaBICHUS C HC-
MOJIb30BAHUEM CIICIUAIBHO Pa3paOd0TaHHOW MPO-
rpammel [7]. JIns obecrieueHnst BHICOKOH TOYHO-
CTH U3MEPEHUI B MPOAOIBLHOM HAIPABICHUH HPO-
BOAMWJIOCH ompenesieHne naHHbix B 400 ceueHusix
c marom 15 MM, a B monepeyHoM — ¢ 1arom 10°.

Ha puc. 1 nmpeactaBieHsl pe3yIbTaThl U3Me-
pPEHUS TONIIUHEI CTEHKH MOTYIeHHOU TPYOBI TIpH

MapameTpbl Moagenen
Parameters of the models

Ne montenu | dnmna npotouku, MM | CkopocTtb Bpanienus BasikoB UKC, 06/muH
1 0
2 500 —10 % ot HOmMHUHaa
3 1000
4 0
5 500 Homwunan
6 1000
7 0 +10 % ot HOMUHaJIa
m=m== J1HHA NPOTOYUKH OOpaBKH 0 MM
s JIHHA NPOTOYKH ONpPasky 500 ywM
10.9
m JI1HHA OPoTOUKH onpaskn 1000 yMM
10.7
E 10.5 S
i 10.3 o ("/‘-\ i " s, ¥ o o~
g 10,
: s
L]
s 10.1 /\/
E 9.9 w
9.7
oW QDN DN QNG ngDn g no oo N o N o n 9N o
R38R S R8RSR ER2E32ER80E
—————————— Lo I o IR o B o T o' O I T ot I B T T O LT T T )
Jlmana TpyGsL MM

Puc. 1. TonwuHa cTeHku Tpy6 nocne MoaenMpoBaHUA NPU BapbMPOBaHUM ASIMHbI MPOTOYKM ONpaBKU
Fig. 1. Pipe wall thickness after modeling when varying the mandrel bore length
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W3BJIICYEHUH C OINpaBKU C MPOTOYKOH TMHOH
1000, 500 1 0 Mm.

W3 npezncraBieHHOIO pUCYHKA BHJIHO, YTO
MIPH U3BJICYCHUH TPYOBI C ONPaBKU 03 MPOTOYKH
HaOI0AaeTCs JIOKAaJbHOE YTOHEHHE TOJIIUHBI
CTCHKH, YTO TOATBEPXKAAETCA IAHHBIMH, MOTY-
YeHHBIMH B padore [8].

Kpome Toro, npu ucciieoBaHuu IpoLeccoB
IPON3BOJCTBA TPYO HA HEMPEPHIBHOM PACKATHOM
CTaHe C yJEp)KUBAEMOH ONpaBKOM, MOMHUMO H3-
MEHEHHUSI TEOMETPUUECKUX MapaMeTpoB, OCOOBIH
UHTEpeC NPEJCTaBIsIeT yPOBEHb YCUIMS YAEpKa-
HUA onpaBku. Ha puc. 2 mpusenens! rpaduku,
JEMOHCTPUPYIOLINE U3MEHCHHUE YCUIIUM yaepxa-
HUS OTPaBKH, YTO IO3BOJISIET OLECHUTH BIUSHHE
napameTpoB npotoukn MKC Ha naHHBII moka-
3aTellb.

B pesynbrare npuMeHEHHs NPOTOYKH Iie-
peAHero KOHIA ONpaBKU HAOIIOAAETCS COKpalle-
HHME IUIOLIAJM KOHTAaKTHOW IOBEPXHOCTH, HYTO
HPUBOAUT K YMEHBIICHHUIO YCUIIHS, HEOOX0ANMO-
r'O AJIS CTATUBAHUS TPYOBI ¢ onpaBKu (puc. 3).

W3 puc. 3 ciemyer, 4To ¢ y4eTOM HaIU4MsA
IPOTOYKH HEPEeJHEro KOHLA OINPaBKH 3aBHCHU-
MOCTh CTATHBAIOLIECTO YCUIIUS IPUHUMAET BUJL

F =2mth(Ly — Ly) Dy, - 2)

B cootBeTcTBUM C MPOBEAEHHBIMU UCCIENO-
BaHUSAMHU OBUIM M3TOTOBJICHBI COOTBETCTBYIOIIUE
OTIPaBKH.

JlonomHuTenbHBIA aHATU3 BBIABUI, YTO pas3-
HUIIA B YCJIOBUAX AedopMaiuu TpyObl HpU CTs-
TUBAaHUYM M YCTAaHOBUBIIEMCS IMPOIECCE 3aBUCHT
OT COOTHOIIIEHUSI CKOPOCTHBIX PEXKHUMOB PabOTHI
HUKC u PC. B cBsi3u ¢ 3TUM B IIPOMBIIUICHHBIX

0.1 T T T T T T
MpoToudka 0 Mm MpoTouka 1000 Mm
MpoTouka 500 mm
0

I
] — A Yvvy
a 01 .
o
C
o]
=
T -02F 1
©
8
&
=
° -03r -
=
[
=
2

04 4

_05 1 1 1 1 1 1 1

0 0.5 1 1.5 2 2.5 3 3.5 B
Bpems, c

Puc. 2. Fpadumkn ycunui yaepxaHus onpaBku
Fig. 2. Mandrel holding force graphs
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(2

Puc. 3. Cxema ctArmBaHus Tpy6bl C onpaBKy ¢ ANUHOW NPOTO4KU 500 MM
Fig. 3. Schematic of pipe pulling from a mandrel with 500 mm bore length
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Puc. 4. PesynbTatbl aHanusa guarpamm Y3K
Fig. 4. Results of the analysis of UT diagrams

YCIIOBUSIX TIPOBEACHO HCCIIEIOBAaHUE BIMSAHUSA
CKOPOCTHOTO peXHMMa Ha M3MEHEHHE I'€OMETpH-
4yeckux napamerpoB Tpy0. Ilpu 3Tom uccnenosa-
HUS TIPOBOJMIIMCH KaK MPHU CYIIECTBYIONIEM CKO-
poctHoMm pexxume UKC, Tak u npu yBennyeHUH
ckopoctd Ha 5 1 10 %. Jns naHHOTO HCciaenoBa-
HUSL OBIJIO OITPOOOBAHO YETHIPE PEKUMa OIBITHOM
MIPOKATKH TPYO:

1) OCHOBHOI CKOPOCTHOW PEKUM NPOKATKU
Ha UCIIOJIb3YEMOM OMPAaBKE;

2) OCHOBHOWM CKOPOCTHOM pEXHM MPOKATKU
Ha ONBITHOH OIpaBKe;

3) ckopocts Bpamenus BankoB UKC +5 %
Ha ONBITHOH OIpaBKe;

4) ckopocts Bpamierus BankoB UKC +10 %
Ha OIBITHOM OIpaBKe.

JuarpaMma, WITIOCTpUpYIOLas pa3HOTOJN-
INIMHOCTh CTCHKH TPYObI TIPU aHAU3e BIHSHUS
CKOPOCTHOTO peXHMa, IPeACcTaBiIcHa Ha pUcC. 4.

W3 puc. 4 BUOHO, YTO MpPH HCIONB30BAHUU
OCHOBHOTO CKOPOCTHOT'O peKHMMa IMpPOKaTKU pas-
HOCTEHHOCTb TOJIIMHBI CTCHKH TPYOBI Ha 3aJIHEM
KoHIe mocruraer 1,8 mm (Bapuarus ot —0,6 mo
1,2 MM), uyTo cooTBeTCcTBYET 18 % OT HOMUHAIIB-
HOH TOJILIMHBI CTeHKH. 1Ipy 3TOM y4yacTok ¢ Mak-
CHUMAaJIbHOM pPa3HOCTEHHOCTBIO 3aHMMAET 3HAYU-
TEIbHYIO MPOTKEHHOCTh — IPUMEPHO MOJIOBUHY
JUTAHBI TpYOHI (¢ 7 o 11,5 m).

Ha t1py0ax, moiyd4eHHBIX IO BTOPOMY H
TPETbEMY BapHaHTaM C HCIIOJIB30BAHUEM OIIBIT-
HOU OIpaBKH, HAOMIOJAFOTCS JIOKATBHBIE YYACTKH
Pa3HOCTEHHOCTH Ha paccrosHuu 2,5-3,0 M OT
3aqHero koHua. IIpym s3ToM no BTopomMy BapuaHTy
MaKCHMalbHOE 3HAUYEHUE pPA3HOCTEHHOCTH CO-
craBiger 2,1 mm (21 % OT TONIIUHBI CTEHKH),

YTO CBSI3aHO C HCIOJIb30BaHHUEM HOBOI ONpaBKU
(6e3 HapaboTKH), CITIOCOOHOI CYIIECTBEHHO BIH-
SITh Ha Tpouecc npokata. [lis Bapuanta 3 Mak-
CUMaJIbHas Pa3HOCTEHHOCTh cocTaBmWiIa 1,5 MM
(15 %), npu 3TOM Ha 3aJHUX KOHIAX TPYO IO
0o0oMM BapuaHTaM HAOJIOAaeTCsT MEHbIIAs pas-
HOCTEHHOCTh 110 CPaBHEHHIO C TPyOOH, H3rOTOB-
JIECHHOM MO CYIIECTBYIOIIEN TEXHOJIOTHUH.

B cnyuyae BapmanTa 3 pa3HOCTEHHOCTB, CO-
craBisitomias 18 % oT TONIMHBI CTEHKH, CMella-
eTcs Ommke K 33JHEMy KOHIy TpyObl (Ha pac-
crogauu 0,5-1,0 M ot 3amHero Kpast), TOraa Kak
M0 OCHOBHOW TEXHOJOTHMH PAa3HOCTEHHOCTH IIO
Tery TpyOBl OCTa€Tcs CyIIEeCTBEHHO BbIme. [Ipu
BapHaHTe 4 MakCHUMaJlbHasi pa3HOCTEHHOCTh pPaB-
Ha 15 %, mpu 3TOM y4acTOK ¢ HauOoJbIIEH pa3-
HOCTEHHOCTBIO JIOKJIU3YETCSl HENOCPEICTBEHHO
Ha 3aJHEM KOHIIe TPYOBI, a IO OCTAILHOW YacTH
TpyOBbl Pa3HOCTEHHOCTh 3HAYUTEIBHO HUXKE, Ye€M
IO OCHOBHOM TE€XHOJIOTHH.

XapakTep pacrpeneneHus TOMIIMHBI CTEHKH,
MIPU KOTOPOM PAa3HOCTEHHBIN Y4aCTOK JIOKAIHU30-
BaH B 3aJHEH 4yacTu TPyObl, MO3BOJISET OCYLIECT-
BJISITH €T0 MOCHEyIolee yaajleHne, YTo Croco0-
CTBYET IMOBBIIIEHUIO TOYHOCTH IO TOJIIUHE
CTEHKM KOHeuHoro usaenus. IlomydeHHble naH-
HbIE TOJIIMHOMETPHU MOIATBEPKIAIOT padboTo-
CIOCOOHOCTh  MPEIJIOKEHHOW TEXHOJIOTHH H
000CHOBAaHHOCTb €€ NAJIbHEHIIIETO Pa3BUTHSL.

3axkioueHue

B HacTosimielt paboTe BBIIOJIHEH KOMILICKC-
HBIH aHaJIN3 KUHEMATHKO-CHIIOBOTO B3aMMOJAEH-
CTBUSl HEMNPEPHIBHOTO PACKAaTHOIO CTaHa M M3-
BJIEKATEIbHO-KATNOPOBOYHOTO CTaHa B TIPOIIECcCe

BecTtHuk KOYplY. Cepus «<Metannyprus».
2025. T. 25, Ne 1. C. 37-43

4



O6paboTka meTannoB gaBneHneM. TeXHONOrMM N MalunHblI 06pPaboTKN faBrneHueM
Metal forming. Technology and equipment of metal forming

(hopmupoBaHus OECIIOBHBIX TPYO. Y CTaHOBJIEHO,
YTO OCHOBHBIMH ITapaMeTpaMH, OTIPEIEIISIOIINMHI
WHTEHCUBHOCTD JIOKAILHOT'O YTOHEHHS CTCHKH Ha
3aJJHEM KOHIIE IUICTH, SBISIOTCS MPOTSHKEHHOCTD
KOHTAKTHON 30HBI TPYOBI C ONPABKOW M PEKUMBI
e OpMaImOHHO-CKOPOCTHOTO HArpy>KEHHsI, OIl-
penensieMble KHHEMaTHKOW IMPHUBOIHBIX BAaJIKOB
UKC.

Pe3ynpTaThl 4YMCIEHHOTO MOJECIMPOBAHHUS
METO/IOM KOHEUYHBIX JJIEMEHTOB, BBIMOJHEHHOTO
B porpammuoi cpene QForm 3D, B coueranuu ¢
JaHHBIMHA (PU3MYECKOTO SKCIEPUMEHTa CBHUJE-
TEJICTBYIOT O TOM, YTO TIPUMEHEHHE MOIUPUIIH-

POBaHHON ONpPaBKU C MPOTOYKOM IMEpPEeMEHHOH
JUIMHBl W pETryJIMpPOBAHHE YaCTOTBHl BpalllEHUsS
BankoB UKC mpuBOAST K 3HAUMTEIHHOMY CO-
KpAIIeHUI0 TPOTSHKEHHOCTH 30HBI JIOKATBHOTO
yToHeHus. llpm 3TOM HM3MEHEHHE NapaMeTpoB
T€OMETPUU OTPABKH M CKOPOCTHOTO PEXKMa 3a-
BUCHUT OT MEXaHMYECKHX CBOWCTB oOpadarhiBae-
MOT0O Me€Tajja, TEMIEPAaTYpPHBIX PEKUMOB IPO-
KaTKM M KOHCTPYKLIMM IPOKAaTHOIO arperara.
B nenom npeanoxeHHas TEXHOJIOTUS IIO3BOJIAET
CHHU3UTh PA3HOCTEHHOCTHh CTEHKH B 3aJHEN 4acTH
TpyObl Ha 15 % 1o cpaBHEHHIO C 0Ga30BBIM TEX-
HOJIOTUYECKIM BapHAHTOM.
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