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Annomanyus. B pabote mpeacTaBIcHO UCCICIOBAHUE BIMSHUS SKCIIAHIUPOBAHKS TPYObI HA e¢ KOHEY-
HBIC TeOMETpHUeCKue mapameTpbl. OCHOBHOW T€OMETPHUECKOW XapaKTEPUCTHUKOU SIBISACTCS OBAIBHOCTH
roToBOM TpyOBL. [IpoBeeHO KOMITBIOTEPHOE MOZEINPOBAHUE NIPH U3MEHEHUU KOA(DPHIIMEHTa SKCIIaHAUpO-
BaHUs, TIPU PA3JIMIHBIX TEXHOJIOTHUAX SKCIIAHAUPOBAHUA U IPHU U3MECHCHUU KOS(I)(i)I/IIlI/IeHTa HepBOﬁ moaayvu.

Taxoke IMMpOBE€ACHA OLICHKA BJIMAHUA NOCICAYIOUICTO 1Iara SKCnaHAupoOBaHus Ha IPEAbIAYIINUE.
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Abstract. The paper presents a study of the effect of pipe expansion on its final geometric parameters.
The main geometric characteristic is the ovality of the finished pipe. Computer modeling was carried out
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Bamanoe I'.C., MaweHueea M.C.

BnusiHue cxembl 3KCHaHdUpOBaHUﬂ Ha Hanpﬂ)keHHo-de(popmupoeaHHoe
cocmosiHue mpy6 u ceomMempu4yecKue rnokasamesnu

Beenenne

OKCHaHIUPOBAaHUE SBIAETCS 3aKIHOUUTEIIb-
HOU (hopMooOpa3yroleli onepanueil B nepeaesne
JTUCT-TpyOa. DTa omeparysi MO3BOJISCT CTaOWIH-
3MpOBaTh MEXaHMYECKHE CBOMCTBA Marepuaia, a
TaKKe CHOCOOCTBYeT CHMKEHHIO OCTaTOYHBIX
HamnpspKeHu. [TaBHOM 3amadel 3KCIaHAMpOBa-
HUS SBISIETCS NpUAaHue TpyOe 3aJaHHBIX Ieo-
METPUYECKHUX IIapaMeTpOB, KOTOpbIe OyIyT COOT-
BETCTBOBATH HEOOXOAUMBIM TPEOOBAHUSIM.

KoneuHO-371€MEHTHOE MOJENUPOBAHUE TIO-
3BOJISIET ONTUMM3HMPOBATh M MOAZOOpaTh HaWITyy-
LIYI0 TEXHOJIOTHIO SKCHAHIUPOBAHUS C y4ETOM
HAKOIUIEHHOTO HAaIPsHKEHHO-1e(hOpMHUPOBaHHOTO
COCTOSIHHS TIOCIIe Tpenplaymmx (Gopmoobdpa-
3yromux onepanuii. Mogenuposanue B 3D-noc-
TaHOBKE MO3BOJISIET PACCMOTPETh OOJIBIIOE KOJIH-
YEeCTBO TEXHUYECKHUX PEILICHUH B KOPOTKHE CPO-
KM, TIPU 3TOM HE Hecs OoJblIKMe 3aTpaThl Ha Ha-
TYpPHBII 3KCIIEPUMEHT.

B pa3Holl cTeneHM BIMSHUE HA KOHEYHbIE
reOMETPUYECKHE IapaMeTphl TPYObl OKa3bIBAaeT
KOO GUIMEHT DKCTIaHAUPOBAHUS, KOIPPUIIMESHT
MEPBOH TMOJaYM TPYObI, TEXHOJIOTHS C TPUMCHE-
HUEM DPa3IUYHBIX KOA(PPHUIUEHTOB SKCIAHAUPO-
BaHMS [UIA Tella M KOHLOB TPYOBI, a TaKxe OT-
KIJIOHEHHE OCH KCIaHJiepa OT OCH TPYOBI.

B pamkax ucciezoBaHUsI IPOBEAECHO MOJe-
JUPOBaHMUE OINEPALUU SKCIAHIUPOBAHUS TPYOBI
nuametrpoM 1420 MM ¢ TOMIIUHON cTeHKH 21,6 MM
C pa3sjiM4HbIMU BapuallUsIMU BbIIICTICPEUNCIICH-
HBIX (AaKTOPOB, OKAa3bIBAIOLINX BIMSHUE Ha
OBaJIBHOCTH pr6bl U OTKJIOHCHHUE OT NPAMOJIU-
HelHoCTH 00pa3yroliei mpoduist TPyObI.

HauanbHble U TpaHUYHBIE YCJIOBUS

3a UCXOAHYI0 MOJIENIb pUHSTA TpyOa THITO-
pasmepamu 1420x 21,6 MM ¢ y4eTOM HAKOILJICH-
HOTO HANpPsHKEHHO-IS(OPMUPOBAHHOTO COCTOSI-
HUSL OT MPEUIECTBYIOIINX (HOPMOOOPa3yIOIINX
orepanuii: BajbleBas (OPMOBKa, JOTHOKa Kpo-
MOK, cOOpKa 1 CBapkKa.

B kauecTBe KOHTPOJIBHBIX IOKa3aTejien
BIMSHUS Ha KOHEYHYIO T'€OMETPHI0 TpyOBl HcC-
MOJIB30BANIH CIIEAYIoIIHe mapamerpsl [1-3]:

— HauOOJBIIMK ¥ HAWUMEHBIIUN JHAMET]
TPYOBI IO KOHIIAM;

— OBaJILHOCTH IO KOHIIaM TPYOBI;

— KPUBH3HA I10 TEITy TPYOHI.

OBabHOCTH TPYOBI BEIYUCIISUTN TI0 (OpMyIIe

0 = Dmax — Dmin, 1)
rae D ax — MAKCUMaIbHBIA IHaMETpP TPYObl, MM;

D pin — MMHUMAJIBHBIN TUAMETP TPYOBI, MM.

HccaenoBanue BANSIHUA KOIPPUUMeHTA

IKCNAHIUPOBAHUS

MopnenupoBanue mpolecca HKCIaHAuPOBa-
HUS TIpOou3BOIMIN ¢ kKodddurmentamu 0,9 n 1,2
¢ k03¢ punrenTomM nepBoi nonauu 85 % u nepe-
kppiTieM maroB 10 mm. HawanpHas mupuHa
TUCTa, HeoOXoaMMast TSl TIOTy9eHHUsT TpeOyeMoro
ko3 unmenTa skcnanmupoBanus (k,), paccum-
ThIBaeTCA 10 (hopMyIie

I = niD—s), (2)

+k,
rie D — HapyXHBII IUaMeTp TOTOBOH TpyOBI
HocJe mporecca 3KCIaHAUPOBAHUS, MM;

S — TOJIIMHA CTEHKU TPYOBI, MM;

k, — koo ument sxcnanguposanus (%).

Usmepenne npoduns TpyObl MPOM3BOAWIN
MyTeM BBITPY3KH HaHHBIX w3 Marc Mentant B
Excel ¢ aBromaru3zanueit HocpencTBOM CO3MaHUS
Mmakpoca [4]. 'paduueckas MHTEpIpeTanust U3-
MEpEHHsI OBAIbHOCTU Uil SKCIAHAMPOBAHHSA C
k, = 0,9 mpencraBnena Ha puc. 1. Pe3ymbrars
M3MEpPEHU CBeJICHBI B Ta0. 1.

OBaJIbHOCTB HA MEPEAHEM KOHLIE ITOCIIE IKC-
NaHIUPOBAHUS NOIy4MIack OOJIbIIE B 5 pa3, yem
Ha 33JHEM KOHIle TPyObl HECMOTpS Ha TO, 4TO
W3HAYaIbHO ObLIa MEHBIIIE.

[loMumo  OBanbHOCTH  KOHTPOJIUPYEMBIM
reOMeTPUYECKHM (HaKTOPOM SIBIISIETCSI KPUBU3HA
TPYOBbl KaK OTKJIOHEHHUE OOpa3yrolIel OT MPsSMO-
nuHerHocTH. Ee n3Mepenue npoBoANIOCH B IBYX
HalpaBJeHHUAX: N0 cBapHOMY MIBY (12 dacoB) u
Ha 180 rpamycoB 1o teny TpyOs! (6 yacoB). AHa-
JIM3 Peaju30BaH TEM K€ METOIOM, YTO U H3Mepe-
HHUE OBAJIBHOCTH TPYOBI, PE3yNbTaThl U3MEPEHUM
npejcTaBlieHbl B Ta0i. 2, rpadudeckas HHTEp-
mpeTanus — Ha puc. 2 u 3.

Tabnuua 1
PesynbTaTbl MU3MepeHuii reoMeTPUYECKUX NapamMeTpoOB KOHEYHO-3rIeMeHTHon mogenu ¢ k, = 0,9
Table 1
Results of measurement of geometric parameters of finite element model with k, = 0.9
CocrosHIE TPYOBI 1K 3K
Py Dpins MM | Dpax, MM 0, MM Diin, MM | Doy, MM 0, MM

Jo sxcnanaupoBaHus 1390,9 1427,6 36,7 1383,7 1426,0 42,3

ITocne sxcnanmupoBanus | 1410,3 1425,7 15,4 1414,8 1418,1 3,1
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Puc. 1. MNpodunb Topua TpyGbI A0 U NOCNE 3KCNaHAUPOBaHUA:
a — nepegHui koHew (MK); b — 3agHuUn koHew (3K)
Fig. 1. Pipe end profile before and after expansion:
a—front end (FE); b —rear end (RE)
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Ta6bnuua 2
Pe3ynbTaTbl M13MepeHuit KpUBU3HbI Npoduns mogenu ¢ k, = 0,9
Table 2
Model profile curvature measurements with k, = 0.9
CocrosiHre TpyObI Kpususna npoduis Ha 6 yacos, MM | KpuBusHa npoduns Ha 12 yacoB, MM
o sxcnanaupoBaHus 51 4,7
[Mocne sSKcaHMpOBaHUs 3,2 7,1
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Puc. 2. Mpocunb o6pasyrolenn Tpy6bl nocne akcnaHaMpoBanus, k, = 0,9 (Ha 6 yacoB)
Fig. 2. Pipe profile after expansion, k, = 0.9 (at 6 o'clock)
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Puc. 3. Mpodunb o6pasytollenn Tpy6bl nocne akcnaHauposauus k, = 0,9 (Ha 12 yacoB)
Fig. 3. Pipe profile after expansion, k, = 0.9 (at 12 o'clock)

Ha 3amHeM u mepermHeM KoHIAX TPYOBI Ipo-
CIISKMBACTCSI OTKIIOHEHUE OT MPSMOIHHEHHOCTH.
OOmas kpuBU3HA TPYOHI B 00acTy Ha 6 4acoB co-
craBwia 3,2 MM 1 7,1 MM — B oOiactu Ha 12 4acos.

OkcnaHaupoBanue ¢ kKodhduiuenrom 1,2
MIPOBOJIMIIH TIPH TEX YK€ YCIIOBUSX, YTO U € KOA(-
¢umentom 0,9, 4T0 HEOOXOAUMO I TPOBEIE-
HUSI CPABHUTEIHHOTO aHaaM3a KOHCYHON reoMeT-
pHUH TPYOBI.

Io pesynbraTaM pacyera OBaJLHOCTH MEPE-
HEro KOHIIA MOCJe SKCTIAHIUPOBAHMS CHHU3UIIACDH
puOIM3UTENRHO B 3 pasa, a 3agHero — B 10 pas.
PazHuna mexay mepemHUM W 3aJHUM KOHIIOM
mocjie HSKCHAHAUPOBaHUS cocTaBwia 8,4 MM
(tabm. 3). OTkIOHEHWE Ha TIEpENHEM M 3aTHEM

KOHIIE IOYTH OJMHAKoBoe — 7,2 MM H 7,3 MM
COOTBETCTBEHHO, PE3YJIbTaThl IPEACTABICHBI B
Tabn. 4, rpapuyecku — Ha puc. 4 u 5.

ITo pesympraTaM MOJETHPOBAHUS YCTAHOB-
JIeHO, 49TO KOA(h(UIMEHT SKCIAHIMPOBAHUS
BIMSAET HA TEOMETPUUYECKHE MapaMeTpsl TPyo
CIIEAYIOIUM 00pa3oM:

—IIpA YBEJIMYEHHUHU TIPOIEHTAa SKCIAHIUPO-
BaHUS HAOJIOJAeTCsl HE3HAYMTENILHOE HCIIpaBIIe-
HUE TOPLIEBOI OBAJIBHOM;

— IIpoJoNIbHAs 00IIas KpUBH3HA Ha 6 4acoB
¢ k, = 0,9 ymenbmaercs, a ¢ k, = 1,2 yBenuuu-
Baercsa B ~ 1,5 pasa. O6mas kpuBu3Ha Ha 12 ya-
COB ¢ obOoumu ko3(pdUIMEHTAMU BBHIpOCIA B
~ 1,5 paza.

BecTtHuk KOYpIY. Cepusa «Metannyprus».
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Ta6bnuua 3
Pe3ynb'ra'rb| M3MepeHMl71 reomMeTpu4yeckux napameTpoB KOHEYHO-31eMeHTHOMN Mogenu c ka =1,2
Table 3
Results of measurement of geometric parameters of finite-element model with k, =1.2
CocrosHne ObI IK 3K
Py Dins MM | Doy, MM | AD, MM | Dppin, MM | Dijag, MM | AD, MM
J1o sKCTIaHAuPOBaHUS 1390,9 1427,6 36,7 1383,7 1426,0 423
IMocie sKCaHAMPOBAHMS 1414,4 1427,0 12,6 1416,7 1420,8 4,2
Tabnuua 4
Pe3ynbTaThl M3aMepeHuit KpMBU3HLI Npoduna mogenmc k, = 1,2
Table 4
Model profile curvature measurements with k, = 1.2
CocrostHue TpyObI Kpususnaa npoduis Ha 6 yacos, MM | KpuBusna npoduns Ha 12 yaco, MM
Jo skcnananpoBaHus 51 4,7
[locne sxcianTUpOBaHUS 7,2 7,3
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Puc. 4. Npocunb o6pasytoLueit TpyGbl nocne akcnaHanposanus k, = 1,2 (Ha 6 yacos)
Fig. 4. Pipe profile after expansion, k, = 1.2 (at 6 o'clock)
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Puc. 5. Mpodunb o6pasytouienn Tpy6bl nocne akcnaHauposanus k, = 1,2 (Ha 12 yacoB)
Fig. 5. Pipe profile after expansion, k, = 1.2 (at 12 o'clock)
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Hcciienopanue BJIMSIHUS TEXHOJIOTMH

IKCHAHAUPOBAHUSA

IMon TexHONMOTMEH SKCTIAHIUPOBAHMUS B TAHHOM
WCCIIEIOBAHUM TIOHUMACTCSl PasfMYHBIA K0d(hH-
LUEHT IKCIAHIUPOBAHUA IO TEIIy TPYObl M €€ KOH-
tam. /11t viccienoBaHus BBIOPAHBI 1BE TEXHOIOTHH:

— texnonorust Ne 1: o temy tpy6s! k, = 0,9,
o KoHIam Tpyos! k, = 1,2;

— texHomnorust Ne 2: o teny TpyOs! k, = 1,2,
o KoHIam Tpyos! k, = 1,3.

PesynbraTel MoAenupoBaHHS CBEICHBI B
Tab. 5.

AHanu3 pe3ynbTaToB MOKa3aj, YTO TEXHOJO-
THS. OKCIaHIUPOBAHMS BIHSIET Ha TeoMeTpHue-
CKHE TIapaMeTphl TPYO CIEeTYIOIUM 00pa3oMm:

— KOHIIEBas OBAIIbHOCTD CYIIECTBEHHO HE OT-
JNYAETCS;

— IpojofpHas o01as KpUBH3HA Ha 6 4yacoB
yBenuuuBaeTcs B ~ 2 pasa. OOmias KpuBU3HA Ha
12 yacoB npakTH4ecKu HE U3MEHSETCS.

CpaBHUBasi TIEPBBIH BapUaHT TEXHOJIOTHH C
KOHEYHO-2IEMEHTHOM MOJENBI0 ¢ HEH3MEHHBIM
mo Bced mmHe TpyOw! k, = 0,9, MOXHO OTMe-
TUTh HE3HAUUTEJHbHOE YBEJINYEHHUE OBAILHOCTH
3aJJHETO KOHLIA TPYOBI, a TaKkKe CHWKEHHE TpOo-
JOJIbHOM KpUBU3HBI Ha 2,0 MM Ha 6 4acos.

Bropoli BapuaHT TEXHOJIOTMM 3KCIAHIHUPO-
BaHMS CPaBHUBAIM C KOHEYHO-3JIEMEHTHOH MoO-
JIeNbIo, TIle HEM3MeHHbIH k, = 1,2 1o Bcei Tpy-
Oe. [Ipu cMeHe TEeXHOIOTMM Ha NEpeMEeHHBIN k,
OBaJIbHOCTh TEpPEJHEr0 KOHIA YBEIHYWIACH Ha
3,9 Mm (24 %). OTKIOHEHHE OT MPSMOJIMHEUHO-
CTH Ha 6 4acoB CHU3MIOCH Ha 1,7 MM (24 %).

HccnenoBanue BaussHus K03 puuueHTa

nepBoii nogaum (k,) Ha reoMeTpUIECKHE

napaMeTrpsl Tpyo

Jns uccnenoBanusi BRIOpaHBI 4 MOMIETH KC-
MaHAVPOBAHUSA:

— ¢ ko3 ummenToM noxaqn 65 %o;

— ¢ ko3 ummenTom noxaqn 75 %o;

— ¢ ko3 durmenToM noxauu 85 %o;

— C MPOITyCKOM MEpBOTrO MIara M MOCIeayIo-
et ooparHoit medopmartiei.

UYroObI onpefenuTh BIUsSHUE KOAPQUIIMeHTA
NEepBO MONAYM, BapbUPOBAIN BEIUYMHY JTHHBI
COIIPHKOCHOBEHHUST paboueil TMOBEPXHOCTH Ha-
KIIaJIKA SKCTMaHJepa ¢ MOBEPXHOCThIO TPYObI Ha
nepoM mare. MoaenupoBaHue MPOBOIWIN MPH
ko3 durmente sxcmanaupoanus 0,9. B monenmn
C TIPOIYCKOM IIEPBOrO IIara 3KCHaHIUPOBaHUC
MPOBOAMIIOCH, KaK U B CAMOM IIEPBOM PacCMOT-
peHHOM BapuaHTe ¢ ko3ddunuentom 0,9 — 3aaa-
Basics KodpduuueHt nepsoit nmopaun 85 % u me-
pekpepiThe maroB 10 MM ¢ U3MEHEHUEM MOCIENO0-
BaTCJIbHOCTHU IIAroB 3KCIIAHAWPOBAaHUA. Cermenr
JKCMaHjepa CMEIICH Ha BEJIMYUHY OIHOTO IIara
MO HANPABJICHHUIO JIBHXCHUS 3KCIAHMEPa, TAKHM
00pa3oM 3KCIaHIUPOBAHUE MPOBOIWINA CO BTO-
poro mara. DKCIaHAUPOBAaHHUE MEPEJHETO0 KOHIIA
TPyOBI IPOBOAMIIH B TIOCJICIAHIOW 0Yepe]lb.

B Tabn. 6 cBemeHbl reoMeTpHyecKue Mapa-
METPBI KOHEUHO-DJIEMEHTHBIX MOJIEJIeH, pe3ynbTa-
THI pacyera IKCIAHIUPOBAHUSA C KoddHIImeHTOM
nofaun 85 % npuBeneHb! paHbiie (cM. Taoi. 1).

IIpyn yBenuueHMM IUIOLIAJM KOHTAKTa Cer-
MEHTOB 9KCMaHjepa ¢ TpyOOW Ha MEpBOM Iare
TAKXKe YBEIUYMBACTCS OBAJIBLHOCTh HA MEPEIHEM
koHue Tpyosl. [Ipu k, = 65 % 0BaIbHOCTH CO-
craBwia 13,4 mm, ipu k;; = 75 % — 15,4 mm, nipu
k, = 85 % oBaJBHOCTH HE U3MEHWIIACH.

Ha 3agHeM koHIle oOpaTHas TECHACHIUS —
¢ yBenmuueHueM k;; OBaIbHOCTH cHIbKaeTcs. OBaib-
HOCTb Ha 3aJiHeM KoHIIe cocTaBmia 5,0; 3,8 u 3,0 MM
COOTBETCTBEHHO. [ToNyueHHBIE 3aBUCHMOCTH TIPEI-
CTaBJIeHbI B BUJie rpaduka Ha puc. 6. CTouT oT™Me-
THUTh, 4TO TPU YBEIWYEHUH K TUIOMAh KOHTAKTa
Ha 3aJTHEM KOHIIE TPYOBI TAKKE U3MEHSICTCS.

Tabnuua 5
Pe3yﬂbTaTbl I/I3MepeH|/ll7l reomMeTpn4yeckmx napameTtpoB KOHEYHO-3reMeHTHOM Moaoenun
Results of measurement of geometric parameters of finite element model Tables
k, = 0,9 mo teny tpy6n1 1 k, = 1,2 Ha KoHLIaX TPyOBI
Cocrosaue TpyOb! 1K 3K
Dmin, MM | Dpax, MM | AD, MM | Dpin, MM | Dipay, MM | AD, MM
o skcnanaupoBaHus 1390,9 1427,6 36,7 1383,7 1426,0 42,3
ITocnie sxcnanupoBanmus | 14111 1426,8 15,7 1415,7 1420,0 4.3
k, = 1,2 mo teny tpy6s1 1 k, = 1,3 Ha KOHLIAX TPyOBI
CocrosHue TpyOBI 1K 3K
Dmin, MM | Dpax, MM | AD, MM | Dpin, MM | Dipay, MM | AD, MM
Jo sxcnanaupoBaHus 1390,9 1427,6 36,7 1383,7 1426,0 42,3
ITocne sxcnanmupoBanus | 13915 1429,6 16,5 1417,7 1422.,4 4.6
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Tabnuua 6
Pe3yl1bTaTbl M3MepeHMVI reomeTpu4yeckux napamMeTpoB KOHEYHO-3NIeMeHTHOM Mmoaenu
Results of measurement of geometric parameters of finite element model Table ®
k,=09uk,=65%
CocrosiHnE TPYyOBI IK 3K
Dpin, MM | Doy, MM | AD, MM Duin, MM | Doy, MM | AD, MM
o skcnannupoBaHus 1390,9 1427.,6 36,7 1383,7 1426,0 42,3
[Tocne skcanaupoBaHuUs 1411,3 14247 13,4 1413,7 1418,7 5,0
k,=09uk,=75%
CocrosiHne TpyOBI IK 3K
Dpin, MM | Doy, MM | AD, MM Duin, MM | Doy, MM | AD, MM
o skcnannupoBaHus 1390,9 1427.,6 36,7 1383,7 1426,0 42,3
[Tocne sxcnangupoBanus | 1410,1 14255 15,4 14145 1418,2 3,8
k, =0,9 c mpomyckom miepBoro mrara
CocTtosiHUE TPYOBI IK 3K
Dpin, MM | Dpax, MM | AD, MM Dpin, MM | Dpay, MM | AD, MM
Jlo skcmanaupoBaHus 1390,9 1427,6 36,7 1383,7 1426,0 42,3
[Tocne sxcnanguposanus | 1407,9 1424,7 16,8 1414,0 1418,3 4,3

OBaJILHOCTH, MM
el
O N B O

O N B O 0

65%

75%

Koa¢pduunent neppoit nogauu

3K

85%

Puc. 6. BnusHue koadcdmumeHTa nepBom nogaym Ha oBanbHOCTb TPYObI

Kpusuzna, MM
= N W s U N

o

Fig. 6. Effect of first feed factor on pipe out-of-roundness

\

65%

75%

Koaddpunuent neproii mogaun

—6 q

124

85%

Puc. 7. BnusiHue ko3dcpmumneHTa nepeor nogaym Ha KpMBU3HY Npoduna Tpyobl

Fig. 7. Effect of first feed factor on pipe profile curvature
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BrniusiHue cxembl 3kcriaHAUpPoO@aHuUsi Ha HanpshkeHHO-0edbopMuUpPoO8aHHOE
cocmosiHue mpy6 u 2eoMempuYecKue nokasamesnu

KpuBnsna no temy TpyObl Ha 6 4acoB CHH-
’KaeTcs IpU yBenudueHud k;, B TOpsaKe Bo3pac-
TaHUs IUIOIIAIU KOHTAaKTa B MEPBOM ILIAre IMojy-
YyeHsl caenyrouue 3Hadenus: 4,7; 3,0 u 3,2 mm.
Ha 12 gacos, psimom co mBoM, KpUBH3HA YBEIH-
yuBaercs — 5,7; 6,8 u 7,1 mm. I'paduueckas uH-
TepnpeTanus pe3yabTaToB MpEACTaBlIeHa Ha
puc. 7.

[Ipu mpomycke mepBOro Imara He3HAUYUTEIb-
HO YBEJIMYMJIACh OBAILHOCTH 000HMX KOHIIOB TPY-

Obl, a TaK)Ke BBIPOC/IA KPUBHM3HA Ha 12 YacoB Ha
3,3 MM (32 %).

Hccaenosanne n3MeHeHUs1 OBAJIBHOCTH

NPH MAKCHMAJIBHOM pPacllipeHUuH

JKCMaHaepa

[lpn MakcMMalbHOM pacUIMPEHHH TOJOBKH
skcnaHaepa aedopmars TpyObl MPOUCXOIUT HE
TOJBKO B MECTE KOHTaKTa MHCTPYMEHTA C TEJIOM

TpyOBI. [y ompeiesieHnnst IIMHBI BHEKOHTAKTHO-
T0 ydYacTka Ha KOHEYHO-’JIEMEHTHONH MOIENN
MPOM3BOAMINA 3aMepbl OBAJBLHOCTH BO BpEMS
SKCMaHIUPOBaHus [5]. DKCaHIMpOBaHUE 3aro-
TOBKH OCYIIECTBIISUTH 3a 21 miar.

UccnenoBanne npoBOAMIOCH CIEAYIOLUIMM
obOpazom. IlpoBomwim pacuer OBaJBHOCTH IO
JTAHHBIM, TIOJYYCHHBIM B MOMEHT MaKCHUMAaJIbHO-
TO pacUIMpPEeHus TOJIOBKHU JKCIIaHAEpa, B TEUCHUE
Tpex ee MOCNIea0BaTe/IbHBIX X0710B (puc. 8-10).

AHanm3 pe3yapTaToB MOKa3all, YTO Ha OIWMH-
HAJIATOM IIIare OBAJIBHOCTh YMEHBIIWIACH Ha
2,7 MM, ipudeM MakcumaiabHoe AQ 3aduKcupo-
BaHO Ha pacctostHuU 2700 MM OT KpaifHell TOUKu
KOHTaKTa TOJIOBKH dKCIIaHzaepa ¢ TpyOoil 1o xomy
SKCIAHIWPOBAHUS, HA JBEHAIIATOM Iare Mak-
cumyM AO paseH 1,4 MM Ha paccrostHUU 750 MM
(cm. puc. 10). Takxke MOXXKHO 3aMETHTh, YTO IKC-
MaHAUPOBaHNE B CepeluHe TPyOBl MPHUBOIUT K

Puc. 8. MNonoxeHue ronoBku akcnaHaepa B MOMEHT U3MEPEHUSA OBaNbHOCTU:
a—10-n war; b — 11-n war; ¢ — 12-n war
Fig. 8. Expander head position at the moment of ovality measurement:
a — 10th step; b — 11th step; ¢ — 12th step

25
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OnnHa Tpybbl, Mm
Puc. 9. BennunHa oBanbHOCTY NO ANMHe TPYObI
Fig. 9. Pipe length out-of-roundness
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Puc. 10. UameHeHMe oBanNbHOCTU NO ANUHE TPYObI
Fig. 10. Change pipe length out-of-roundness

HE3HAYUTEIILHOMY YBEIMUYCHUIO OBAJLHOCTH YKE
SKCHAHINPOBAHHOTO KOHIA TPyOBI, KOTOpas He
npesbimaet 0,5 Mmm.

AHaNoruuHble U3MEpeHUsl ObUTH MPOBEACHBI
Ha IIK u 3K 1pyOnl. Takum oOpazom, MOXKHO
CIENaTh BBIBOA, YTO KAXKIBIM MOCIEIYIOIINI mar
E)KCHaHI[I/IpOBaHI/Iﬂ OKa3bIBACT HEC3HAUYUTCIBbHOC
BIIMSIHYE Ha MPEABIAYIINE.

BriBOaABI

1. [IpoBeneHo MopenupoBaHHWE Tpolecca
SKCHAHIUPOBaHUS TpPyOBl auamerpoM 1420 mm
C TOJNIIMHON cTeHKH 21,6 MM C y4eTOM HaKoOI-
JICHHOTO HAamNpsbKEHHO-Ie(OPMUPOBAHHOTO  CO-
CTOSIHMSL OT TpeAIecTBymuX (popmoobOpasyro-
IIMX OTIepaluii, BKJItOUask GOpMOBKY ¢ neopMu-
PYEMBIM BEPXHUM BaJIKOM [6].

2. UccrnenoBano BiusiHue ko3 duimeHTa
9KCIIaHANPOBAHMS HAa KOHLEBYIO OBAJIBHOCTH H
KPHUBH3HY TPYyO. YCTaHOBIIEHO, YTO MPHU yBeJIHYE-
HUH KOA(PGUIMEHTA SKCIaHAUPOBAHHS YBEIHYH-

BaeTCs 00IIas MpoxoJibHAS KPUBH3HA TPYO B 00-
JacTd Ha 6 4acoB, IPU ATOM HAOIIOAAETCS] CHH-
JKEHHE KOHLIEBOM OBaJIBHOCTH.

3. YcTaHOBNEHO, YTO yBEIHUYCHHE KOA(PHU-
LUEHTa MEePBOM Moxayu OJaronpusTHO CKa3blBa-
€Tcsl Ha OBAJbHOCTH IIEPEJHEr0 KOHLA TPyObI
u oOuiell KpuBU3HE B OOJIACTH CBAapHOTO IIBA
(12 gacos). [Ipu 3TOM HE3HAYUTENBHO YXyAIIa-
FOTCSI TTapaMeTphbl OBAJBHOCTH 33JHETO KOHLA M
KpUBH3HA B 00JIaCTH HA 6 4acoB.

4. TlpoBeneH aHalW3 BIUSHHUS IOCIEIYIO-
LIMX LIaroB SKCIAaHAMPOBAHMS Ha MpebLAyIIuE,
U KaK UTOT — BIMSHUE Ha KOHEYHYIO OBAJBHOCTD
TpyOBI 1O Bcel ee anuHE. BBIABICHO HE3HAUU-
TEJIbHOE BJMSHUE, W3MEHEHHE OBAJIBHOCTU HE
npesbiaer 0,8 MM.

5. HanGomnee mnpeAnoyYTUTEN-HBIM BapUaH-
TOM, KOTOPBIH obecrnieurBaeT TpeOOBaHUE KOHIIE-
BOH OBaJIbHOCTH He Oonee 1 %, SBIISIETCS DKCIIaH-
JUpoBaHue ¢ oOmuM kodddurmentom 0,9-1,2
u k; = 85 % c nepekprituem maros 10 mMm.
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