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Annomayusa. VI3BeCTHBI CTaHBI NPOJOIBHOI NMPOKAaTKU TPyO ¢ KOPOTKOIl OmpaBKoOil, B YaCTHOCTH aB-
TOMaTH4ecKue cTaHbl. Hanbomee xapakTepHbIMU MpoOJIeMaMu Jisl TaHHOW TEXHOJIOTHHU SIBIISIIOTCS pa3HO-
TOJIIMHHOCTH MOJYYaeMOro packaTta M JedeKTsl BHYTPCHHEH MOBEPXHOCTH pacKara, B YaCTHOCTH PHCKH.
Pemmennio yka3zaHHBIX TPOOJIEM TTOCBSIIEHO OOJBIIOE KOMHUECTBO padot. IIpn 3TOM ¢ mosiBIEHHEM HOBBIX
METOJIOB MCCIICIOBAaHUH, HAIPHMEDP KOMITBIOTEPHOTO MOJAEINPOBAHUS, TOSIBISIOTCS HOBBIE BO3MOXHOCTH
JUISL N3y4eHus] 0cOOCHHOCTEH Ipoliecca MpOoA0JIbHOIM NPOKaTKU TpyO. B craThe mpencraBiieHbl pe3yabTaThl
HCCIIEZIOBaHMS IIPOIIECCa PAaCKATKU TMIIb3 C Pa3HOM CTEIEHBI0 UX TOHKOCTEHHOCTH B aBTOMAaTHYECKOM CTaHE
MPOJIOJIBHON MPOKATKN Ha KOPOTKOH OMpaBKe ¢ McHosib3oBaHueM nporpamMmsl QForm. Ha ocHoBanun nan-
HBIX KOMITBIOTEPHOT'O MOJICIMPOBAHUSI PACCMOTPEHBI (haKTOPHI, CIIOCOOCTBYIOLIME BOSHUKHOBEHHUIO TOBbI-
HICHHOW Pa3HOCTEHHOCTH I10JIy4aeMOro packara u 1e()eKTOB BHYTPEHHE TOBEPXHOCTH.

Knrwouesvie cnoea: npousBoaCcTBO TpyO, OeciioBHBIC TpyOBl, TPyOONIPOKATHBINA arperaT, aBTOMaTHye-
CKHIii CTaH, KOMITBIOTEPHOE MOJCINPOBAHUE, KOPOTKAsI ONIPaBKa, NU3HOC HHCTPYMEHTA
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SIMULATION OF THE PROCESS OF ROLLING CASINGS IN A LONGITUDINAL
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Abstract. Longitudinal tube rolling mills with short mandrels are well known, particularly automatic
mills. The most typical problems associated with this technology include wall thickness variation (uneven
wall thickness) of the resulting rolled product and internal surface defects, such as scoring or scratching.
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Numerous studies have been dedicated to solving these issues. With the emergence of new research methods,
such as computer simulation, novel opportunities have arisen for investigating the specific characteristics of
the longitudinal tube rolling process. This paper presents a study on the rolling process of hollow shells
with varying degrees of thin-walledness in an automatic longitudinal tube rolling mill equipped with a short
mandrel, using the QForm software. Based on the results of numerical simulations, factors contributing to
increased wall thickness variation and internal surface defects in the final product have been analyzed.
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BBenenne

B npoussojcTee OeCIIOBHBIX Topstueaedop-
MHUPOBaHHBIX TPyO IIMPOKO HCHOIB3YIOTCS pas-
nuuynble TIIA ¢ HenmpepbIBHBIMH, aBTOMAaTHYe-
CKHMH, PECYHBIMU, MUINTPUMOBBIMH CTaHAMH.
HaunGosee BbICOKMMU MMOKa3aTesIMKA TIPOU3BOIH-
TEJIHHOCTH, YPOBHEM aBTOMATH3allMd W KadecT-
BOM T'OTOBBIX TpyO Xxapaktepusytorcs TIIA ¢ nHe-
MpephIBHBIMHU cTaHamH [1].

B cBorw ouepear TIIA ¢ aBTOMaTHYeCKUMHU
CTaHAMH JEMOHCTPUPYIOT OoJiee HU3KHE 3Haue-
HUS YIOMSHYTBIX IIOKa3aTele, B OTINYHE OT
pacxomnoro ko3 dunuenta meraina (PKM), mis
KOTOpOTo, Hao0O0poT, Tpedyercs MpHCTAITbHOE
BHuMaHue. COOTBETCTBEHHO, 3a7auyll MUHHMMU3a-
LMY U YCTPAHCHHS PAa3HOTOJIIUHHOCTH U Je(eK-
TOB BHYTPEHHEW IMOBEPXHOCTH MOIy4aeMOTO
packata [2, 3], Hanpsamyro Biausromux Ha PKM,
SIBJIIIOTCS aKTYaJIbHBIMH TIPY MPOU3BOJICTBE TPYO
Ha Takux TIIA. OgHHUM W3 OCHOBHBIX BUJIOB Je€-
(heKTOB BHYTpPEHHEW IOBEPXHOCTH, O0pasyro-
IIUXCSI IPH pacKaTKe THIIB3bI B aBTOMATHYECKOM
CTaHE Ha KOPOTKO# OIpaBKe, sSBIsACTCA pucka [4].

B paGote [5] OblIH OTIpe/ieNieHbI Ce Iy oIIme
MIPEATIOCHUIKY NI BOZHUKHOBEHHSI PUCOK BHYT-
pEHHEeH MOBEpXHOCTH TPYO:

— UCIIOJIb30BAaHUE H3HOLIEHHOM KOPOTKOM
OTPAaBKU;

— packaTka THJIb3 CO CTEIICHBIO TOHKOCTCH-
Hoctu D,/S; cBoiie 14,2;

— HECOOTBETCTBHE BHYTPEHHErO IUaMeTpa
TUIB3bl TUAMETPY KOPOTKOW ompaBku (mapa-
Mmetp 6d,):

§d, = 2=25Pon. 100 g,
D25,
rae D, S, — HOMUHaNbHbIE Hapy>KHBIA TUAMETP
Y TOJIIMHA CTEHKH THJIb3bI;
D, — InameTp nosicka KOpOTKOW ONPaBKH.
PanponaneHble 3HaueHus mapamerpa Od,

HaxonmsaTcst B muamaszone ot —0,5 % mo +1,0 %.

B 3TOlf CBSI3M MOXHO TPEONONOXKUTH Cle-
ayrolee:

— MIPU IPOKAaTKe TWiIb3bl C BHYTPEHHUM JTHa-
METPOM, MEHBIIMM JAHAMETpa IOSCKa ONPaBKH,
yBEJIMYMBAETCA IUIOMIAb KOHTAaKTa MeTajula C
OIIPaBKOH, a CJIEN0BATENbHO, BO3PACTAET COIPO-
TUBJICHUEC ONPAaBKHU IPOAOJIBHOMY HCTCUCHHIO
MeTallja, BCIEICTBUE YEro YBEIMUMBAETCS HCTe-
YeHHe MeTaJula B 30HYy BBIIIYCKOB Kamubpa, B KO-
TOpol (OPMHUPYIOTCSI YYAaCTKH C YTOJIIEHHOMN
cteHkoil. Ilpu packaTke yTOJNIEHHBIX Y4acTKOB
BO BTOPOM IIPOXO/I€ aBTOMAaTHYECKOTO CTaHa MO-
ryT 00pa3oBaTbCsi PUCKU: BCIEACTBHE HeOiaro-
NpUsATHON AedopManvy y4yacTKOB — «IIpHKaTaH-
Has» PHUCKa; BCJIECTBUE MHTEHCU(PHUKAIIUN H3HO-
ca ompaBkH (Tak Kak Aedopmarys yTONMIEHHBIX
YYacCTKOB YBEIHYHBACTCS);

— MIPU IPOKAaTKe TWiIb3bl C BHYTPEHHUM JTHa-
METpOM, OOJBIIUM JHaMeTpa IOsICKa OIPABKH,
YMEHBIIIAETCs TUIOIIAAb KOHTaKTa MEeTajlla C Ofl-
paBkoi. Jledopmanusi peanusyercss Ha MEHbILIEH
MIOBEPXHOCTH OIPaBKH, YTO MOXKET CIIOCOOCTBO-
BaThb ee¢ 0Ooyiee WHTCHCUBHOMY H3HOCY W/ HJIH
HAJIMIIAHUIO METaJlla Ha OBEPXHOCTH OIPABKH C
JanbHEHIIMM 0O0pa3oBaHHMEM PHUCOK Ha BHYTPEH-
HEel TOBEPXHOCTH TPYO.

VBenuuenue Opaka 1o pucKe IpH UCIIONb30-
BaHUM 00Jiee TOHKOCTEHHBIX TMJIb3 MOXKET OBITH
CBSI3aHO C YMEHBIICHHEM TeMIIepaTyphl pacKat-
KM, TaK KaK TOHKOCTEHHBIE T'MJIb3bl OBICTpEE OC-
TeIBatOT. [Ipu packaTke ruip3 ¢ MEHbLICH TeMIIe-
patypoil MOKET HHTEHCH(UIIMPOBATHCS H3HOC
KOPOTKHX OMPaBOK aBTOMAaTHYECKOTO CTaHa.

MopneaupoBanue

C uenbto Wccie0BaHus 3asiBIICHHBIX (haKTo-
POB TPOBEJEHO KOMIBIOTEPHOE MOJCTHUPOBAHHUE
npolecca NpoIoJbHON MPOKAaTKu TPyO Ha aBToO-
MatndeckoM ctane. C YUYC€TOM OTI'paHUYUBAIOIIUX
napaMeTpOB MCCIEAYEMOI TEXHOIOTHU PacCMOT-
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Tabnuua 1
MCXOD,HbIe AaHHble Ana mogenMmpoBaHUA pacKaTku runb3
npu npon3BoAcTBe Tpy6 AnameTpom 102 Mm
Table 1
Initial data for modeling of rolling out of sleeves
during production of pipes with diameter 102 mm
[Tapametp 3Ha4yeHHs MapaMeTpoB
Mognens 1 | 2 | 3
HapyxHslii nnaMeTp ruinb3bl Dy, MM 141
TommuHa CTEHKU THIB3H Sy, MM 8 11 14
CTeneHb TOHKOCTEHHOCTHU THIIB3EI D,/S, 17,6 12,8 10,1
JnaMeTp orpaBKM aBTOMaTU4YECKOIO CTaHA, MM 118 112 106
MeKBaNKOBBIH 3330p, MM 4

pUM TaKOW BapHaHT MOJCIUPOBAHMUS, TPU KOTO-
POM U3MEHSIONIUMCS TTapaMeTpoM siBisieTcst D,/S;.
Hcxonnple gaHHBIC UISI MOJCITUPOBAHHS TIPEI-
CTaBJICHBI B Ta0I. 1.

[Ipu MonenupoBaHUU BAJIKU U OMpaBKa MpU-
HUMAJINCh KaK aOCOJIOTHO JKECTKHE Tela, pa3Me-
pBI MHCTPYMEHTA M TapaMeTphl ovara aedopma-
MM HEe M3MCEHSIUCh. | Wib3a mpuHUMAaach uie-
aJBHBIX Pa3MEpPOB IO BCEH UIMHE B COOTBETCT-
BUU C Ta0u. 1.

[l OLIeHKHM HM3HOCA MHCTPYMEHTA HCIOJNb-
30BaHa YKUCIICHHAsA MOJIe]b, OCHOBAHHAs HA Kaca-
TETHHBIX HAMNPSHKEHUSX B KOHTAKTE MEXIY OIl-
paBKOM M Twib30d. B pacderax mnpumeHsnach
MOJIeJIb U3HOCA M0 MOMYJII0 wear traction B cpe-
ne QForm, peanu3syromias MOIUGHUIIMPOBAHHYIO

1

BEPCHIO YpaBHEHUsS Apuapia, B KOTOPOU I1yOu-
Ha M3HOCA ONpeAessieTcsl 10 CIEAYIoIeH 3aBu-
cuMmocTH [6]:

t Kyl
W, = | ——dt
= [y,
rae W, — U3HOC MHCTpPYMEHTa OT KacaTENIbHBIX
HaIpsDKEHUM;

K. — smnpuyeckue K03)HUIUEHTH;

{ — BpeMsl KOHTaKTa 3arOTOBKH C HHCTPY-
MEHTOM, C;

T — KacaTeJbHbIC HANpPSDKEHHsI B TOUKE KOH-
TaKTa 3arOTOBKH ¢ HHCTpyMeHToM, MIla;

V; — cKkopoCTh MPOCKANb3bIBAHUS Y3714 3aro-
TOBKH OTHOCHUTEIILHO HHCTPYMEHTA, MM/C.

Pacnpenenenue TOMMMHBI CTEHKH B MOIE-
PEYHOM CEYEHUH pacKaToB MOKa3aHo Ha puc. 1.

1

35 36 2 . 35 36 2 2
3470 7 7y 34 77 o5 7y
33 6 5 33 A 5
32 5 6 32 6
31 4 7 31 3 7
30 ; 8 3 2 8
29 1 9 29 1 9
28 0 10 28 0 10
27 11 27 11
26 12 26 12
25 13 25 13
24 14 24 14
23 15 23 15
22 16 22 16
21 20 18 17 21 20 18 17
19 19
11 12
a) b)
Puc. 1. PacnpeaeneHune TonwmuHbl CTEHKM B NONepe4yHOM CeYeHMn packara npu packaTke rmnb3bl
pa3mepamu 141 x 8 Mm B packaT pasmepamu 128 x 5 mm: a — npoxoa 1; b — npoxop 2
Fig. 1. Distribution of wall thickness in the cross section of the roll when rolling
a 141 x 8 mm sleeve into a 128 x 5 mm roll: a — pass 1; b, — pass 2
36 Bulletin of the South Ural State University. Ser. Metallurgy.
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XapakTepucTUKU (HOPMOU3MEHEHHS THJIb3bI
MPH pacKaTKe B aBTOMATHYECKOM CTaHE IpPHBE-
JIeHBI B Ta01I. 2, 3.

W3 puc. 1 BugHO, 4TO Hambosee yTOJIICH-
Hble YYacTKH NpU 00OWX Mpoxoiax Habmoma-
I0TCSI B 30HAX YIIMPUTEIHHOTO KapMaHa WC-
MOJIb3yeMOH KaJIMOPOBKH BajkoB (puc. 2), 3a
HCKIIIOUCHHUEM YIIUPECHHsI B 30HE BBIMYyCKa MPH
MEPBOM TPOXOJE, YTO XaPaKTEPHO IS TEXHO-

JIOTUM pacCKaTKW THUIbB3bl B aBTOMAaTH4YC€CKOM
crane. [lomoOHBIN XapakTep pacmpeneneHus
TOJILIMHBI CTEHKH HaOJIofaeTcss Mpu BCeX Ba-
puanusax D,/S,. Haubonee ssBHO TaHHOE pacmpe-
JieJieHue MeTallla B odare Aedopmanuu (morme-
pedHOe cedyeHre) HabloJaeTcs Npyu BapHaHTe C
0o0Jiee TOHKOCTEHHOH THIIh301. XapaKTepUCTUKU
TOYHOCTHU TOJIIIUHBI CTCHKHU IIPEACTAaBJICHbBI B
Tadm. 2.

Tabnuua 2
XapakTepuCTUKM TOYHOCTU TOSLUMHBbI CTEHKM packaTta
Table 2
Accuracy characteristics of wall thickness
MakcuManbsHast | MuHUMaTbHAS Cpennsas OrtHOocHUTEeNIbHAS
Pasnoronmun-
Mogens | TONUIMHA CTEHKH | TOJIIIMHA CTEHKH | TOJIIWHA CTCHKH | pa3HOTOJIIUH-
o HOCTb AS, MM
Smax> MM Smin> MM Scpens MM HocTh 85, %
11 7,17 4,94 5,44 41,06 2,23
12 5,41 4,75 5,06 13,04 0,66
21 10,79 8,00 8,55 32,58 2,79
22 8,52 7,79 8,17 8,88 0,73
31 13,88 10,93 11,54 25,55 2,95
32 11,68 10,79 11,21 7,95 0,89
Ta6bnuua 3
XapaKTepucTMK/M TOYHOCTU AMamMeTpa packaTa
Table 3
Accuracy characteristics of the rolled diameter
Mupuna Malgﬁih;iiiblﬁ HuameTtp OsanpHocTh | [lepemonnenue
Mogens Kaauopa (fto MM pasbema) MUHHMATbHBINA packara Kaauopa
By, MM Dy, MM Djin, MM Dmax/Dmin Drax/ B
11 135,50 134,29 128,00 1,05 0,99
12 135,50 129,09 128,00 1,01 0,95
21 135,50 133,72 128,00 1,04 0,99
22 135,50 129,03 128,00 1,01 0,95
31 135,50 133,57 128,00 1,04 0,99
32 135,50 129,08 128,00 1,01 0,95
Bepunmg xamipa
Bunyex xanudpg
Puc. 2. KannbpoBka BankoB npu mogenMpoBaHumn
Fig. 2. Calibration of rolls during modeling
BecTtHuk KOYplY. Cepus «<Metannyprus». 37
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IMpu ananuze xapaktepa (HOpPMOM3MEHEHHS
TONIIMHBEl CTEHKA M3 TaOl. 2 BHAHO, YTO C
YMEHBILIEHUEM CTCIICHU TOHKOCTCHHOCTH THJIb3bI
HaAOJII0JaeTCs YBEIMUCHUE aOCONIOTHOH pa3Ho-
TOJIIIUHHOCTH pacKaTa:

D/S,—10,1 <12,8<17,6;

AS nocne 1 mpoxoma, MM — 2,23 < 2,79 <2,95;

AS nocne 2 npoxoga, mm — 0,66 < 0,73 <0,89.

DTO TPOUCXOAMUT BCICACTBHEC MEHBIIETO
YTOHEHHSI CTCHKH B BBIIYCKE KaJMOpa IpH Ipo-
KaTke OoJiee TOJICTOCTEHHBIX THJIb3 Kak B Iep-
BOM, TaK ¥ BO BTOPOM TPOXOax.

B T1abn. 3 mpeacraBieHbl XapaKTEPUCTUKU
TOYHOCTHU JAMaMETpa packara.

0,012

0.0101

0,01

E)

0,008

2

0,006

E

0,004

E

MakcHMAIBHEIA H3HOC, V.€.

(=]

[=]
[=}
[§*]

Mogens 1

0,0062 0,0062

Monemns 2

W3 1abm. 3 BUAHO, YTO CTCIEHb TOHKOCTEH-
HOCTH TWJIB3BI HE BIHSET HA OBAJHHOCTH pacKara
U TIepENOIHeHHUE Kaaropa.

MaxkcumalibHble 3HaYEHHs U3HOCA KOPOTKOU
ONPAaBKHU MOKA3aHbI HA puUC. 3.

[To puc. 3 MOXHO CyIUTh, YTO TEHIEHIHS 110
YMEHBIIEHUIO M3HOCAa KOPOTKOW OIpPaBKH COOT-
BETCTBYET YMEHBILICHUIO CTENEHU TOHKOCTEHHO-
CTH THJIB3HL.

Jnst onpeneneHust xapakrepa U3HOca KOPOT-
KOU OIpaBKU IpHu 1-M U 2-M IpoXoje B aBTOMa-
TUYECKOM CTaHE PACCMOTPEH BapHAHT PACKATKU
Hau0o0JIee TOHKOCTCHHOM T'UiIb3bl (pUC. 4).

Haun0ornee MHTEHCHUBHBINM U3HOC ONPABKHU aB-

0,0055 0,0054

B [ lepBbIi Ipoxon
B Bropoii mpoxon

Mogens 3

Puc. 3. MakcumanbHas BenM4MHa U3HOCA Ha KOPOTKOM onpaBke
Fig. 3. Maximum wear rate on the short mandrel

MepBbIK npoxoa

BTopown npoxop

c)

_d)

Puc. 4. Xapaktep nsHoca Ha onpaBke npu packatke runb3bl pasamepom 141x8 mm
B packart pa3mepom 128x5 mm: a, b — Bua cBepxy; c, d — Bug c6oky
Fig. 4. Wear pattern on the mandrel when rolling a 1418 mm sleeve
into a 128x5 mm sleeve: a, b — top view; c, d — side view
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TOMaTHYECKOr0 CTaHa NpH O000MX HpoxoJax
MPOMCXOIUT B OONACTH IEpexoAa OT KOHYCHOM
YacTH K HWIHHAPUIECKOMY Y4acTKy (CM. puc. 4).

B nepBoM mpoxoje HamOONbIIass UHTCHCUB-
HOCTb M3HOCA (PMKCHUPYETCS Ha Mepexo/ie OT KOHH-
YECKOM K LWJIMHAPUYECKOM YaCTH KaK B BEPILUHE
KanmOpa, Tak U B 30HaX, PHOJIMKEHHBIX K BBIITYC-
Ky (puc. 4a, b). Ilpu 3TOoM momags MOBEPXHOCTH
W3HOCA YBEINYMBACTCS K BBITyCKaM Kaauopa.

Bo BTOpOoM mpoxone HambOoIbIIAs HHTCH-
CHBHOCTb M3HOCA ONpPaBKU (PUKCHpyeTCsS B 30HE
BepIIMHbI KanuOpa (puc 4c, d), 9ro oOBsicHAETCS
MOMAaJaHUueM B 3Ty 30HY OOJBIIETO0 KOJIWYECTBA
MeTaJlIa Iocie IepBoro Mpoxoaa.

3akiIoueHne
IIpyu KOMIBIOTEPHOM MOJETUPOBAHUU OBIIO
M3y4eHO (hOopMHpOBaHHE T€OMETPUYSCKUX Mapa-

METpPOB pacKara, a TakKe YTOYHEH XapaKTep H3-
HOCAa KOPOTKUX ONPaBOK MPU PaCKaTKe THIIb3 B
KajauOpe aBToMaTHueckoro crana. OeHKa moy-
YEHHBIX Pe3yJIbTaTOB MIOKa3aja:

— C YMCHBIICHUEM CTETICHH TOHKOCTEHHOCTH
THJIB3bI A0CONIIOTHAS Pa3HOTOJIIMHHOCTh CTEHKH
MOJTY4aeMOT0 pacKaTa YBEIWYHBAETCS, YTO CBS-
3aHO C MEHbBIIICH BEIMYMHON YTOHEHHUS CTEHKU B
30HE BBIITYCKOB Kanopa;

— M3HOC OIPAaBKHU IPOUCXOAUT HEpaBHOMEp-
HO, HamOoliee WHTCHCHUBHBIA HW3HOC OIPAaBKU
MIPOUCXOANUT B 30HE MPH MEPBOM TPOXOJIE, COOT-
BETCTBYET MEPEX0ay OT KOHHYECKOW K IIMJIMH/I-
pPUYECKON YacTH, a TaKXe BBIIYCKY KanOpa
(3a cder yBenWdYeHWs IUIOMAAU IMOBEPXHOCTH
M3HOCA) U BEPIIMHE KaauOpa BTOPOTO MPOX0aa
(3a cyeT packaTKH YTOJIIICHHOTO ydacTKa Me-
TaJa).
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