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Annomayun. OOBEKTOM HCCIICOBAHUS B JaHHOH padOTe SIBJISAETCS TEXHOJIOTHS NMPOM3BOACTBA AJIEK-
TPOCBApHBIX TPYO OOJBIIOTO JHaMeTpa crocoOOM HIaroBoi (POPMOBKH, peaan30BaHHAs B IIPOU3BOICTBEH-
HBIX yCJI0BUsIX Ha oqHoM u3 npeanpusituid [IAO «TMK»y. Llenbto paboTsl siBiIS€TCS HCCIeI0BaHUE NPOLEC-
ca IIaroBOTr0 SKCHaHIUPOBAHMA IWIMHIPUYECKMM HHCTPYMEHTOM Ha IpeAMeT oOpa3oBaHUS LUKIMYHON
pa3sHOpa3MEpPHOCTH AWaMeTpa IO IJIMHE TPYyOHOH 3aroToBKU. 3ajadeil MCCIIeIOBaHuU SIBISETCS pa3padoTKa
METOJIOB, MOAXOJIOB, TTO3BOJIIFOIIMX MHHUMH3UPOBATh 00pa30BaHHE LUKINYHOW Pa3HOPa3MEPHOCTH JAWa-
MeTpa MO JUTMHE SKCHaHIUPOBAHHOM 3aTOTOBKU M JTOCTH)KEHHUS TEM CaMbIM TOBBIIICHHUS KauecTBa T'OTOBOI
NpOAYKIUH. B pamkax BBINOJHEHUs paboOT, MPOBEINECH aHAIN3 TEXHOJIOTMH Ipoliecca SKCHaHINPOBAHUS
TpyO OONBIIOTO AMaMeTpa W ONpeeIeHbl IPUYMHBI 00pa30BaHus UKINYHON Pa3HOPa3MEPHOCTH ANaMeT-
pa. Onpenenensl HanboJee KPUTHYECKHE COPTAMEHTHI, NOJBEP>KEHHbIE 00Pa30BaHHUIO JTAHHOTO OTKJIOHE-
HUs. Pa3paboTaHbl MMHTaIMOHHBIE MOJIEIH Tpoliecca SKCIaHANPOBAaHUS TPYO JUIS BBIOPaHHBIX Pa3MEpOB,
a Taxke comyrctByromue CAD-monenu. I[IpoBenero KOM mporecca 3KkciaHAMPOBaHUS BHIOPAHHBIX pas-
MepoB TpyO. [IpoBenena oreHKa CXOAUMOCTH pe3yibTaToB KOM u QakTHYeCKuX pe3ynbTaToB KOHTPOJIS,
MOJYYEHHBIX ¢ aBTOMATU3MPOBAHHOM YCTaHOBKM 3aMepa reOMeTpHH TpyO. BBIABICHBI 3aBUCHMOCTH, BIIHSIO-
IIYe Ha BEJIMYNHY OTKJIOHEHHUS TMAMETPa, a TAKKe UKINIHON pa3HOPa3MEepPHOCTH.

B pesynpraTte MoaenupoBaHus Mpolecca SKCIaHANPOBAHHS BBISIBICHA [IUKINYECKast 3aKOHOMEPHOCTh
W3MEHEHUsl TMaMeTpa, a Takke MPUYMHBI 00pa30BaHUsl OTKIOHEHUH. PazpaboTaH croco0, MO3BOJSIONINI
CHM3WTH OTKJIOHEHUs JiaMeTpa — BHEJIPEHHE B IPOLECC 30HBI MPOIYyCKa KCIIAHANPOBAHUS [MIHHAPHY -
CKMM HMHCTpyMeHTOM (janee mpoOpoc). [TonyyeHa 3aBUCUMOCTh BETMUMHBI MPOOPOCa U BETUYHHBI Pa3HO-
pa3mepHocTH Auamerpa TpyOsl. ITo pe3dynpratam paGoThl JOCTUTHYTO CHMKEHHUS OTKJIOHEHHE THaMeTpa Ha
18-56 % B 3aBHCHMOCTH OT THIIOpa3Mepa TPyOBl.

Knrwouegvie cnosa: ceapusie TpyObl, TpyOBl OOJIBIIOTO JUaMeTpa, METOJI KOHEUHBIX JJIEMEHTOB, 3KCIIe-
PUMEHT, neopMariiy, marosas (GopMOBKa
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Abstract. The object of the study in this paper is the technology of producing large-diameter electric-welded
pipes using the step-forming method, implemented in a production environment at one of the enterprises of PAO TMK.
The aim of the work is to investigate the process of step-expanding with a cylindrical tool for the formation of cyclical
diameter variations along the length of the pipe blank. The objective of the study is to develop methods and approaches
to minimize the formation of cyclic diameter variations along the length of the expanded blank and thereby achieve im-
proved quality of the finished product. As part of the work, an analysis of the large-diameter pipe expansion technology
was carried out and the causes of cyclic diameter variations were determined. The most critical product ranges suscepti-
ble to the formation of this deviation were identified. Simulation models of the pipe expansion process for the selected
sizes, as well as accompanying CAD models, were developed. A FEM of the expansion process for the selected pipe
sizes was conducted. An assessment was made of the convergence of FEM results with actual inspection results ob-
tained using an automated pipe geometry measurement system. Dependencies influencing the magnitude of diameter
deviations and cyclical variations in diameter were identified.

Modeling the expansion process revealed a cyclical pattern in diameter changes, as well as the causes of these
deviations. A method for reducing diameter deviations was developed: introducing a skip zone for expanding with
a cylindrical tool (hereinafter referred to as a skip zone) into the process. A relationship was obtained between the skip
zone value and the magnitude of pipe diameter variation. The study demonstrated a reduction in diameter deviations

by 18-56 %, depending on the pipe size.

Keywords: welded pipes, large-diameter pipes, finite element method, experiment, deformations, step forming
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ing large-diameter pipes. Bulletin of the South Ural State University. Ser. Metallurgy. 2025;25(4):34-45.

(In Russ.) DOI: 10.14529/met250403

Beenenne

B cBsI3M ¢ TIOCTOSIHHO pacTymIMMHU TpedoBa-
HUSIMH K Ka4€CTBY BBIITYCKAaeMOM MPOAYKIMH KaK
10 TE€OMETPUH, TaK M 110 MEXAaHUYECKUM CBOMCT-
BaM HEOOXOJIUMO pa3padaTbiBaTh, yCOBEPIICH-
CTBOBAaTh TEXHHYECKUE U TEXHOJOTUYECKHE Ia-
pametpsl. [ns anextpocBapHbix ThJl oTknoHe-
Hue auamerpa 6osee 1,0 MM sBIsIeTCS KpUTHYE-
CKUM.

OKClaHAMPOBaHMUE SIBISIETCS 3aKIIOUUTEIb-
Holl (hopMooOpasyloieii onepanuer B nepeaese
JACT — TpyOa. DTa omepanws Mo3BOJISIET CTAOHITH-
3UPOBaTh MEXaHUYECKHE CBOMCTBA Marepuana, a
TAaKXKe CIOCOOCTBYET CHM)KEHHIO OCTATOYHBIX
HarnpspkeHui. ['maBHOW 3ajadeil SKCHaHIupoBa-
HUS SBISIETCSl TpHJIaHWe TpyOe 3aJaHHBIX T'eo-
METPUYECKUX MapaMeTpoB (BeTUUMHA HAapyKHO-
ro JuaMeTpa, OBAIbHOCTb, UHJIMHAPHYHOCTE,
OTKJIOHEHHE IO NPOQWI0 OKOJOUIOBHON 30HBI,
KpUBH3HA), KOTOphIE OYyIOyT COOTBETCTBOBATbH
HE00X0UMBIM TpeboBaHusM [ 1, 2].

[Ipouecc ocymecTBisieTcd MOIIAroBO € Ie-
pekpbiTUsiMU MexAy mmaramu 10-50 mm. OOrmii
BH/JI MEXaHUYECKOr'0 IKCIIAHEPA NPEICTABICH HA
puc. 1.

Kontposs reomerpudeckux napaMmeTpoB Tpyo
OCYILIECTBJISIETCSI aBTOMATU3UPOBAHHO Ha YCTa-
HOBKE KOHTPOJS AMAMETpa, OBAIBHOCTH U KpH-
BU3HBL. CHCTeMa IpefHa3HauyeHa A aBTOMAaTH-
3UPOBAHHOTO KOHTPOJISI T'€OMETPUYECKUX Mapa-
METPOB TPYO C TOMOIIBIO ONTHUKO-3JIEKTPOHHBIX
CPEICTB KOHTPOJS, @ IMEHHO: MaKCUMaJIbHOTO U
MHHUMAJIBHOI'O HApYXXHOTO JMaMETpa IO Tey/
TOPILY, MAKCUMATLHOM OBaJILHOCTH IO TEJTy/TOPILY,
MaKCHUMaJIbHOM JIOKAJIbHOM KPHUBHU3HBI, MAKCUMAIIb-
HOHM 0OIIel KPUBHU3HBI, MAKCUMAIFHOTO OTKJIOHE-
HUSL OT IPaBHJIBHOW IIMHAPHIECKON QOPMBI.

Ha puc. 2 mpencraBnen mpumep rpaduka
M3MEHEHUS HAPYKHOTO TMaMeTpa MO Tenly TpyOsl
pasmepom 1420 MM.

[lepemag Mexny MakCUMalbHBIM M MHHH-
MaJbHBIM 3HAUEHHEM JAHaMeTpa Ha OIpeleNeH-
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BcTaBka nonepevnHbl

Onopa nonepevyHUHbI

Puc. 1. O6wun BuA ruapomexaHn4eckoro aKkcnaHaepa
Fig. 1. General view of the hydromechanical expander

OBbI , MM

VO

Juametp Tp

ITuET nomadu

Puc. 2. 'padmk nameHeHus1 HapyKHOro guameTpa no Teny Tpyobl
Fig. 2. Graph of change in outer diameter along the pipe body

HBIX COpPTaMeHTax AOCTHraeT 1,5 MM (BemmurHa
pa3HOpPa3MEPHOCTH).

CymecTByromas cxema Imporecca dKCIaH/In-
pOBaHUSI OCHOBaHA Ha TOIIArOBOM PaCIIUPECHUU
C TepeKPBITUSAMU 30H AeopManuu UHCTPYMEH-
TOM MexAy Imaramu ¢ BenmuuHOW 10-50 mm.
[Ipu sTOoM OOIMEnpuHSTAas B MPAKTHKE CXEMa C
MEPEKPHITHEM OCHOBaHA Ha IMPEICTABICHUU O
HE3bI0NIEMOCTH BIIMSHUS Ha JedOopMaIliio Tpsi-
MOTO BO3JI€HCTBUS HHCTpyMeHTa [3-5].

MeTon HcceT0BaHAS

KoHeuHOo-371eMeHTHOE MOJCIIMPOBAHUE I10-
3BOJISICT OHTI/IMI/I3I/IpOBaTI) nu HOJIO6paTB HaI/IHy‘I-
IIYI0 TEXHOJIOTHIO JKCIAHANPOBAHHMS, BapbUPYS

pasnu4Hble (aKTOPbI, BIUSIONIME HA pa3HOpa3-
MepHOCTh quamerpa [6—11].

MonenupoBaHue Tmpoliecca 3KCHaHIANPOBa-
Husi TBJ[ ocyniecTBIsIM B CIEIUAIU3UPOBAHHOM
nporpaMMHOM KoMiuiekce MSC Marc mentat.
Ha puc. 3 npeacraBnen obumii Buj pazpaboTan-
HOM MOZEIH.

Ha puc. 4 npencraBiena nUKINYecKas pas-
HOpPa3MEpHOCTh JMaMeTpa, IOJMy4YeHHass B pe-
3ynbTare pacyera B 3D-nmocTaHOBKE.

OOmwmii BUJ pa3HOPa3MEPHOCTH XapaKTepOM
COBIIQIa€T C MPEACTABICHHBIM TpaHUKOM C ycC-
TAHOBKM aBTOMAaTHYECKOTO H3MEPEHHS TE€OMET-
pUH, UMesl TIPYA 3TOM YETKHUH LUKI MMOBTOPEHHUA.
JU1g OLIEHKM BEIMYMHBI pa3HOPA3MEPHOCTH AHA-

Puc. 3. 06wt BUA Mmopenu npouecca 3KkCnaHAMpoBaHUA
Fig. 3. General view of the expansion process model
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Puc. 4. XapakTep pacnpeneneHus pasHopaaMepHOCTU AnameTpa
Fig. 4. Distribution pattern of diameter size variations

METpa MOJEIMPOBAHME IIpOIEcca HKCIAaHAHPO-
BaHUs OBIJIO PEHICHO BHIMOJHATH B OCECHMMET-
puuHOW mocTaHoBKe. B Tabn. 1 mpemcraBieHbI
HCCIIETyeMbIE COPTaMEHTHI. ['€OMeTpHsl CerMeH-
TOB DKCIAaHEpa COOTBETCTBYET 3TAJOHHBIM 3HA-
YeHusIM 0e3 ydeTa BO3MOXKHOTO M3HOca. Mexa-
HUYECKHE CBOMCTBA TPYObl COOTBETCTBYIOT KJIac-
cy npouHoctu K52.

Ha puc. 5 npencraBineHo TMIMYHOE pacipe-
JIETIEHUE OCTATOYHBIX MOJIEW HANPSKEHUW MOcIe
nporecca SKCHaHAUPOBaHUS TPYObl. 30HBI ¢ MaK-
CUMAaJIbHBIMU OCTAQTOYHBIMU HAMPSKECHUSIMH Xa-
paxkTepu3yoT 00pa3oBaHHe MaKCUMAIBLHOTO JHa-
MeTpa. OOpazoBaHHe MakCHMyMa MPOMCXOIHT B
30HE NEPEKPBITUSA MEXKIY IIaraMH SKCHaHIHpPO-
BaHUs, T.€. B 30HE BTOPHUYHOH nedopmanuu c

00pa3oBaHMEM XapaKTEPHBIX KOJBLEBBIX I10JIOC
OCTaTOYHBIX HampshKeHWH. MHHUMYM oOpasyer-
Cs1 B MECTE KOHTAKTa «3aXOJHOM» 4aCTH CErMEHTA.

Ha puc. 6 npencrapneH pe3ynbTar pacyeTa B
O0CECHMMETPHYHON MTOCTAaHOBKE C PAaCIOJIOKEHH-
€M HHCTPYMEHTa OTHOCHUTEIHbHO OOpPa30BBIBAIO-
IIMXCS MaKCUMaJIBHOTO M MHHUMAJIBHOTO JHa-
METPOB C PAaCHpPENEIICHUEM IOJIEH OCTaTOYHBIX
HanpspKeHUM. Pacrionoskenne pasHOpa3MEepHOCTH
MMEET CXOXKHMM XapakTep CO BCEMH paccMaTpu-
Ba€MBbIMH COPTAMEHTaMHU.

MuHUMaIIbHBIA TUaMeTp o0pa3yeTcs: Ha pa-
0ouell YacTu CerMeHTa dKCIaHAepa, MaKCUMyM —
B 30HE MEPEKPBITHS MEXAY IIaraMu JKCHaHIH-
pPOBaHHA U PABEH BEIUYHMHE NEPEMEIICHUS Cer-
MCHTA MCXKYy HIaraMu.

Tabnuua 1

Vlccne.qyeMble COpPTaMeHTbI

Table 1

Studied product ranges

Ne Huametp, MM Tommuaa, MM
1 8
2 12
3 530 18
4 24
5 8
6 12
7 720 16
8 20
9 24

10 12

11 20

12 1020 30

13 40

14 14

15 1420 20

16 35
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Puc. 5. PacnpeaeneHue nonen ocTaTo4yHbIX HaNpPsXKeHUM nocrie npowuecca 3KCnaHaupoBaHus
B 06beMHOM NoCTaHOBKe
Fig. 5. Distribution of residual stress fields after the expansion process in a volumetric setting
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Puc. 6. PacnonoxeHne max/min oTHOCUTENbHO paboyero MHCTPyMeHTa
Fig. 6. Max/min position relative to the working tool

AHaJN3 pe3yJIbTATOB, OLlCHKA

CXOIMMOCTH

[lo pesynpTaTamM W3MEpeHHS HaAPY>KHOTO
JuaMeTpa TpyO, MOyYeHHOTO B MpoLEecce MOe-
JIMpoBaHUs, ObliIa BBIABICHA LUKIMYECKAs 3aKO-
HOMEPHOCTE HM3MEHCHUA OUaMETpa II0 IJIHWHE
TpyOBI, IPX 3TOM IIAr LUKJIA COOTBETCTBYET Be-
JUYMHE Iara OJKcrmaHaupoBanua. Ha puc. 7
npesicTaBieH TpapuK HW3MEpeHHs HapyKHOTO
JMaMeTpa pacCMaTPUBACMBIX TPYO.

B T1abn. 2 npencraBnensl pe3yiabTaThl MOJE-
JIMPOBaHUs Ipolecca IKCIaHAUPOBAHUS TPYO —

MUHUMAQJIBHOE M MaKCUMaJIBHOE 3HAUYCHUE Ha-
PYXHBIX AUAMETPOB, MAaKCHUMAaJIbHBIC 3HAYCHHUA
TIepernaoB Ui PACCYUTAHHBIX TPYO.

Ha puc. 8 npencraBnensl rpaduku 3aBUCH-
MOCTH MaKCHMaJbHOIO I€penana OT TOJILIMHBI
cTeHkn TpyObl. Kak BUOHO W3 puHC. 8, 3aBHUCH-
MOCTh HOCHUT JIMHEHHBIA XapakTep — C yBeJIude-
HUEM TOJILMHBI CTEHKH HAOJIOAaeTCsl yBelude-
HUE MaKCHMAaJIbHOTO 3HAYEHHS TEPErasioB AHa-
Mmetpa. TakuM 00pa3oM, TOJCThIE CTEHKH HanOo-
Jiee TOJABEPKEHBI 00Pa30BaHUIO [UKINYHON pa3-
HOPa3MEpPHOCTH.
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Puc. 7. M'pacbmkm n3ameHeHUA Hapy>XHOro AnameTpa Tpy6: a — guametpom 530 mm;
b — anameTpom 720 mm; ¢ — guametpom 1020 mm; d — guameTpom 1420 mm
Fig. 7. Graphs of changes in the outer diameter of pipes: a — diameter 530 mm;
b — diameter 720 mm; ¢ — diameter 1020 mm; d — diameter 1420 mm
Tabnuua 2
Pe3synbTaTbl MOgenupoBaHus
Table 2
Simulation results
Ne Huametp, Mm Tommuaa, MM Din, MM Dax, MM AD, Mm
1 8 529,98 530,17 0,19
2 530 12 529,92 530,18 0,26
3 18 529,83 530,18 0,35
4 24 529,82 530,28 0,46
5 8 719,93 720,08 0,15
6 12 719,82 720,03 0,21
7 720 16 719,85 720,12 0,27
8 20 719,67 720,02 0,35
9 24 719,73 720,13 0,40
10 12 1019,89 1020,27 0,38
11 1020 20 1019,64 1020,23 0,58
12 30 1019,59 1020,43 0,84
13 40 1019,44 1020,48 1,04
14 14 1419,67 1420,34 0,67
15 1420 20 1419,57 1420,45 0,88
16 35 1419,28 1420,74 1,47
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Puc. 8. Npacmkn 3aBUCMMOCTM MaKCUManbLHOro nepenaga guamerpa
OT TOSLUMHbI CTEHKMU TPYObI

Fig. 8. Graphs of the dependence of the maximum diameter difference
on the pipe wall thickness

MopaeaupoBaHue Npouecca mMaroBoro

IKCIaHAUPOBaHusA TPYObI 1420 x 20 MM

Ilo pesympraTamMm MOIETUpPOBaHUS Mpolecca
skcnanaupoBanust Tpyosl 1420x20 mm K52 ¢
BaphbUpPyEeMOlN BENMYHMHON mpolOpoca M 1O pe-
3ylbTaTaM M3MEpPEHUs Hapy>KHOTo JuameTpa
TpyOBl OBUT MOCTPOCH TpaduK 3aBUCMOCTU pa3-
HOPa3MEPHOCTH JHaMeTpa OT BeIMUUHBI IPpoOpo-
ca. lar Benmnuuabl Tpodpoca coctaniser 10 M.
Pe3synbraTel M3MepeHHs, COOTBETCTBYIOIIME Be-
muarHe npoopoca —10 MM, COOTBETCTBYIOT JEii-
CTBYIOIIEMY TEXHOJIOTHUECKOMY IMpoleccy, Ko-
ra SKCMaHAWPOBAaHUE MPOU3ZBOIAT C MEPEKPHI-
THeM Mexnay maramu 10 mm. Ha puc. 9 mpen-
CTaBJieH rpaUK 3aBUCHUMOCTH pa3HOpa3MEpHO-
CTH JJMaMeTpa OT BEJIMYMHKI ITpodpoca.

C yBenuyeHHWeM BeIMYMHBI TpoOpoca Ha-
Oyro1aeTcss yMEHbIICHHE MaKCHMAaJbHOTO 3Ha-

YeHHUs AuaMerpa TpyOBl M, Kak CJEICTBHE,
YMEHBIIICHHE BEIMYMHBI Pa3HOPa3MEPHOCTH
auaMmeTpa TpyObl, MOCie JOCTHKEHUS MHHU-
MyMa HaOJII0J1aeTCsl CTpEeMUTENbHbIN poct. Ta-
KUM 00pa3oM, HalleHO ONTHMajbHOE 3Hade-
HH€ BEIMYMHBI MPoOpOca CETMEHTOB JKCITaH[e-
pa MpH 3KCHaHIUPOBAaHUHM TPYOHOH 3aroTOBKHU
1420 x 20 mm K52.

[ukmuueckass 3aKOHOMEPHOCTh H3MEHEHHS
IMaMeTpa TO JJIMHE TPYOBI COXpaHSeTcs, mar
[MKJIa COOTBETCTBYET BEIMYHMHE Iara SKCIaHIH-
poBanusi. Ha puc. 10 npeacrasnen rpadguk nzme-
HEHHUs! HapYy»XHOTO JuaMerpa Tpyosl 1420 x 20 Mm
K52 st pa3Hoii BeuurHbI IpoOpoca.

C mpuUMeHEHHEM ONTUMAILHOTO 3HAYeHUS
«pobpocay BETMYUHA Pa3HOPA3MEPHOCTH JUa-
METpPOB yMeHbIImIack B 1,69 pasa no cpaBHEHHIO
C ACUCTBYIOIIEH TEXHOJIOTHUEN.
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Puc. 9. N'padhmk nameHeHUs1 OTKNOHEeHUA aMameTpa Tpyobl 1420 x 20 mm K52
B3aBMCMMOCTMOTBenMHMHbInp06pocacerMeHTOB
Fig. 9. Graph of change in the deviation of the diameter of a 1420 x 20 mm K52 pipe
depending on the size of the segment throw
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Puc. 11. N'pacdmk nameHeHns oTknoHeHUss AnameTpa Tpyobl 1420 x 20 mm K52 n K60
B 3aBUCUMOCTU OT BEJINYUHDI np06poca cerMeHToB
Fig. 11. Graph of change in the deviation of the diameter of a 1420 x 20 mm K52 and K60 pipe
depending on the size of the segment overhang

B pamkax paGoThl OBIJIO MPOBEAEHO HCCIIe-
JIOBaHUE BIIMSHHS KJlacca MPOYHOCTH TPyOHOH
3aroTOBKHM Ha U3MEHEHHE OTKIOHEHHs JuaMmeTpa
OT BENMYMHBI MPOOpOca CErMEHTOB Ha copTa-
MeHTe TpyO 1420 x 20 MM ¢ KJ1accoM MPOYHOCTH
K60 u K52. I'paduku mM3MeHEHUS] OTKIIOHEHUSI
nmuametpa Tpyosr 1420 x 20 mm K52 u K60 B 3a-
BUCHUMOCTH OT BEJIMYHMHBI NPoOpOca CErMEHTOB
npeacTaBieHs! Ha puc. 11.

Munumym HaOmomaercs mnpu mpoopoce,
paBHoM 180 MM Kak s TpyObI KJIACCOM IPOY-
Hocty K52, Tak u jns TpyOBl KJIaCCOM TPOYHO-
ctu K60. Takum oOpa3om, paccuuTaHHBIE ONTHU-
MaJlbHbIEe BenuuuHbI npodpocos st TH/I, mexa-
HUYECKHE CBOWCTBA KOTOPBIX COOTBETCTBYIOT
knaccy mnpoyHoctd K52, crnpaBemiuBel M s
JIPYTHX KJIacCOB MPOYHOCTH.

AnpoOupoBaHue pe3yJibTATOB

HCCJIeOBAHUS

ONBITHO TPOMBIIUICHHOE arpoOWpOBaHHE
OCYIIECTBISUIOCH HAa OJHOM W3 TPEAIpUATHI
I[MTAO «TMK» Ha Tpybax muamerpom 1420 mm
K60 na rungpomexannyeckom sxcnanzaepe [12, 13].

B mpomecce mpom3BOACTBA C MOMOIIBIO
MeXaHH3Ma I10JIa4yd B IIarOBOM PEKHME OCY-
IIECTBJSAETCS PKCIAHIUPOBAHUE TPYOBI 110 yya-
CTKaM TyTEM pa3Javyd IAHTOBBIM MEXaHHU3MOM
CEerMEHTOB JKCIaHAepa B paauajbHOM HallpaB-
nenuu. [locse 3aBepiieHHst OJJHOTO LUKJIA pa3-
Jladyu ¥ BO3BpaTa MHCTPYMEHTA B UCXOJHOE TO-
JIO)KEHUE MEXaHU3M IepeMenian Tpyoy Ha cie-
JIYIOIIMHA ydacToK 0e3 MOBTOPHOTO AehopMu-
pOBaHUS HAa UIUHAPUYCCKOW MOBEPXHOCTH
CEerMEHTa B IpPEABAYyIIEeM IuKIe, T. ¢. 0e3 me-
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Puc. 12. Pe3ynbTaTbl aBTOreoMeTpumn Tpyobl aguameTpom 1420 mm:
a — TeKyLlasa cxeMma aKkcnaHaupoBsaHus; b — ¢ npumeHeHMeM HOBOI cxeMbl
Fig. 12. Results of autogeometry of a pipe with a diameter of 1420 mm:
a - current expansion scheme; b — using the new scheme

PEKPBITUS 30H JAePOPMUPOBAHUS MEXIY IHUK-
namu [14].

B pesynbrare ncnonp30BaHUS NpeagaracMo-
ro croco0a SKCHaHIUPOBAHUS TPYObI THaMETPOM
1420 MM BeMYMHA OTKJIOHCHHS TUaMeTpa Tpy-
Ob1 cHu3mnack Ha 73 % u He npesbicuna 0,4 MM.
Ipy 3KCIaHAMPOBAHUH IO CYLLECTBYIOLIEH TEXHO-
JIOTUM BEIWYMHA OTKJIOHEHHUs nocturaer 1,5 mm.
Pe3ynbTaThl KOHTPOJISI TE€OMETPUH TPYO C MTOMO-
IIbI0 aBTOMATHU3UPOBAHHON CHUCTEMBI IOCIE IKC-
MAHAUPOBAHNSA TIO CYIIECTBYIOIIEH TEXHOJOTHH
(6e3 yBennueHwus mara nojadu HHCTPYMEHTA) U C
NPUMEHEHHEM IIpeJylaraéMoro crocoda mpen-
cTaBJIeHbI Ha puc. 12a u 12D cooTBETCTBEHHO.

3akaoueHue

1. IIpoBeneH aHaiW3 CYLIECTBYIOIIETO CIIO-
coba skcnanauposanusa ThJl, mpoanamusuposa-
Hbl pe3yNbTaTbl aBTOMAaTU3UPOBAHHOW CUCTEMBI
KOHTPOJISI TEOMETPUUYECKUX MTapaMeTPoOB TPYO.

2. B pe3yabpraTe MOJENMPOBAaHUS Ipolecca
OKCIIaHAWPOBAHWA BBIABJIICHBI AHAJIOTMYHBIC I10
TUITYy U XapaKTepy LUKIMYHbIE Pa3HOPA3MEPHOCTH
muametpa. CpenHssi BETMUMHA CXOJUMOCTH pe-

3yJITATOB MOJIETTMPOBAHUS C pe3yJbTaTaMH «aB-
TOoreoMeTpumn» cocraBuia okoio 80 %. Ha cxo-
JUMOCTh pacyeTa HOBIMSIN (PAaKTOPBI, KOTOPbIE
He ObUIM yYTEHBI: KojeOaHue TONIIMHBI CTEHKH,
M3HOC CErMEHTOB JKCIaHJepa, HEOAHOPOIHOCTD
MEXaHUYECKUX CBOWMCTB, OTCYTCTBUE HaKOIUICH-
HOM AedopManyy 3a MpeabIAyILuil nepened.

3. B pesynbrate MojmenupoBaHHs Tpoliecca
9KCIIaHIMPOBAHMS BBbISBICHA IUKIWYECKas 3a-
KOHOMEPHOCTh M3MEHEHUs JuaMeTpa Mo JJINHE
TpyOBI, IIar IHMKJIa COOTBETCTBYET BEIUYHHE
mara sKchaHaupoBaHus. OOpa3oBaHHE MUHU-
MaJbHOTO AMaMeTpa Habiromaercss Ha paboueit
YacTH CEeTMEHTa »JKCIaHAepa, MaKCHMallbHBIN
auamMeTp o0pasyercs B 30HE MEPEKPBITHS MEXITY
miaraMu 3KCIaHJUPOBAHUS B 30HE BTOPHYHOU
negopManmy, 4TO COOTHOCHTCS € MaKCHMalb-
HbIMH OCTATOYHBIMH HAamNpsDKCHUSIMU Ha Tele
TPYOBI.

4. C yBenmM4eHHEM TOJIIMHBI CTEHKH (B Ipe-
Jenax OIHOrO AMaMeTpa) HaOJromaeTcs MpsIMo
MIPOTOPIIMOHATIFHOE YBEIMUYEHHE MaKCHMAaJIbHO-
IO 3HA4YeHHUs MepenajoB TUaMeTpa W TOJIMHEI
CTEHKHU TPYOBI.
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5. Ilo pe3ynpTaTtam pacueTa BBIABICHO, YTO K
HanOoJiee KPUTHYECKUM COpPTaMEHTaM, HOIBeEp-
KCHHBIM OOpPA30BaHUIO IMKIUYHOW pazHOpa3-
MEpPHOCTH JAWaMEeTpa 1Mo JJIMHE TPyOHOH 3aroToB-
KH, OTHOCATCA TPYOBI C OOJNBIIEH TONIIHHON
CTEHKH.

6. [IpoBeneHo MoaenupoBaHuEe —Mpolecca
MOLIAroBOr0 IKCIAHAMPOBAHUSA C «IIPOOPOCOM»
nHcTpyMeHTa ana Th/I, MexaHuueckue cBOKCTBa
KOTOPBIX COOTBETCTBYIOT KIJIAcCy MPOYHOCTH
K52/K60. BrigBiaeHo, 4TO ONTHMAaIbHAsI BEIMYH-

Ha MpoOpoca He 3aBUCUT OT BIIHMSHUS MEXaHUYe-
CKHX CBOWCTB W CIpaBeUINBA JIJISI BCEX HCIIOINb-
3yEeMBIX KJIaCCOB MPOYHOCTH.

7. C yBennueHHEM BeNWYHMHBI ITpoOpoca Ha-
OImoJIaeTcsl YMCHBIIICHUE BEIHUYUHBI pa3HOpa3-
MEpPHOCTH JHaMeTpa Mo JUIMHE TPyOBl A0 OCTH-
JKEHHsST MHHHUMYyMa, TOCJI€ 4Yero HaOoaeTcs
pE3KUil pOCT BEIMYHMHBI OTKIOHCHUS TUAMETPA.
C mpuMeHEHHEM «IIpoOpocay CpeaHss BEIHMIUHA
OTKJIOHEHHs JIMaMmeTpa Ha Tpybe Iuamerpom
1420 mm ymensbimnack Ha 73 %.
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