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Annomayus. IlocTanoBKa 3a1a4u (AKTyaJbHOCTh PadoThl). JJ11 TEXHOJIOTHHU TTONTy4YeHUs ropsyeeopMHUpPOBaHHBIX
TpyO Ha TpyOONPOKATHBIX YCTaHOBKaxX C PAacKaTKoil TpyO crocoOOM MpOJOJILHOM MPOKAaTKH Ha KOPOTKOM ONpaBKe B
Jara30He HOMUHAJIBHBIX ANaMETPOB K TosmuHe cteHke D/S = 25-35 xapakTepHo MOsSBICHUE MPOIOIbHBIX KOHIEBBIX
nedekros. [Tonaganue Tpyd ¢ JaHHBIME Ae(EKTaMH IMOCIE aBTOMAaTHYECKOrO CTaHa (WJIM TaHAEMHOTO CTaHa) B Jajlb-
HEWIIHEe CTaHBl CONPOBOXKIACTCSI POCTOM HHEPrOCHIIOBBIX IIAPAMETPOB IIPOLECCOB, a CIEJOBATEIBHO, YAAPHBIMH
Harpy3KaMHM Ha 3JIeMEHTHI KieTel u npuBoja craHoB. Ilean padoThl. OreHka XapakTepa Harpy30K, BOSHUKAIOUIUX TIPU
Ppa3riIaXHBaHUU TPOJIOJIBHBIX KOHIEBBIX Ne(PEeKTOB TpyO B 0OKATHBIX MAaIIMHAX, IOCPEICTBOM BBIITOJTHEHHS MaTeMaTH-
YEeCKOr0 MOJIEIUPOBaHMs JAaHHOTO MPOIIEcca, KOTOPOE MO3BONIMIO ONPEAEIUTh Harpy3KH B T€UEHHE Mpoliecca U MOoIy-
YUTh OKOHYATEJbHOE (POPMOM3MEHEHHE TPYObI MOCIE BBIX0/A U3 OOKATHOW KJIETH B 3aBHCUMOCTH OT PEXHMOB OOKaT-
ku. Ucnosb3yemble MeToabl. [[iss 00beMHOI TOCTAHOBKH 33124 10 ONPEJIENICHNI0 HANPSHKEHHO-Ae(hOPMHUPOBAHHOTO
COCTOSTHHSI MaTepHaia TpyObl B odare aeopMaIiy MCIIOIb3YeTCsl MPOTPAMMHBIH KOMIUIEKC TPEXMEPHOT'O MOJEIHPO-
Banuss DEFORM, ocHOBaHHBIN Ha NPUMEHEHWH METO/a KOHEUHBIX AJIEMEHTOB JUIs 3aj1a4 IiactTudeckoro teyenus. Ho-
Bu3HA. PazpaboTka MaTeMaTH4ecKoi MOIeNn Ipoliecca 0OKaTKu TpyO 1mocie aBTOMAaTHYECKOTO CTaHa CIIoco0OM IToTIe-
PEYHO-BUHTOBOM NMPOKATKN HAa KOHWYECKOI onpaBKe, KOTOPas yUUTHIBAET TEOMETPHUIO Ae(PEKTHOro 3a{HETr0 KOHIA TPpY-
051, 00pa30BaHHOTO MPH PAaCKaTKe Ha MPEABIAYIIEH CTaJuy ¥ HaNpsHKEeHHO-Ie(OPMUPOBAaHHOM COCTOSIHUM 3arOTOBKH
nepes; 0OKaTKOM, a TakXkKe IO3BOJIET BapbUPOBATh PEKUM OOKATKH, BBITIOIHATE MOJICIMPOBAHNE IS PA3IUYHBIX MaTe-
pHaIoB (B TOM YHCIIE CTAJICH Py MOBBIIEHHON NpoYHOCTH). Pe3ynsTaT. BiepBbie noryyeHs! JaHHbIE IO Harpy3KaM
Ha MHCTPYMEHT JJIS BCEX CTaIui mpoliecca — OT 3a7jaqyl 3aTOTOBKU B Pab0OUyIO KJIeTh, IPH YCTAaHOBUBIIEMCS PEXHIME, a
TaKke B MOMEHT BBIXOJIa TPYOBI C MoNajaHneM JIe()eKTHOTO KOHIIA MEXK/y BaJIKaMH M ONPaBKOif, YTO NPUBOAMT K ITH-
KOBOMY BO3pacTaHuio Harpy3ok. IIpakTnyeckasi 3HaUMMocTb. Mojienb MOKeT OBITh MCIOJIB30BaHa AJIS TOJTY4EHHUS
HOBBIX JJAHHBIX O TIpoIiecce 0OKATKH.

Kniouesvie cnosa: ropsueneopMupoBaHHble TpyObl, TpyOONpOKaTHAs yCTAHOBKA, OOKAaTHAs MallMHA, TOHKOCTCHHBIC
TPYOBI, TPOAONEHEIE Ae(DEKTHI
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SIMULATION OF A BURNISHING PROCESS FOR DEFECTIVE ENDS
OF HOT-DEFORMED TUBES, WHEN PRODUCING THEM
ON FACILITIESWITH AN AUTOMATIC ROLLING MILL

Fedulov A.A., Belyaev S.Yu., Bulganina M.Yu., Raskatov E.Yu.
Ural Federal University named after the First President of Russia B.N. Yeltsin, Yekaterinburg, Russia

Abstract. Problem Statement (Relevance). The technology of producing hot-deformed tubes on tube rolling facilities
with the rough tube elongation by longitudinal rolling on a short mandrel in the range of the nominal diameter/wall thick-
ness ratio, D/S = 25-35, is characterized by containing longitudinal end defects. The transfer of tubes with these defects
after the automatic mill (or the tandem mill) into the downstream mills is accompanied by an increase in the energy and
power parameters of the processes, and, therefore, impact loads on the units of the stands and the drive of the mills. Objec-
tives. The research is aimed at assessing loads that occur when flattening longitudinal end defects of tubes on burnishing
mills using the mathematical simulation of the process to determine loads during the process and obtain the final forming
shape for the tube after the burnishing stand depending on the process parameters. Methods Applied. For a 3D problem
statement used to determine the stress and strain state of the tube material in the deformation zone, the DEFORM 3D mod-
eling software suite is used based on the finite element method (FEM) for plastic flow problems. Originality. Develop-
ment of a mathematical model of the tube burnishing process after an automatic rolling mill by helical rolling on a conical
mandrel, factoring into geometry of the defective rear end of the tube formed during the elongation at the previous stage
and the stress and strain state of the workpiece before burnishing, and varying the burnishing mode, perform simulation for
various materials (including steels of higher strength groups). Result. The authors obtained novel data on the loads on the
tool for all the process stages: from feeding the workpiece into an operating stand at the steady state, and to the exiting tube
with the defective end between the rolls and the mandrel, leading to a peak increase in loads. Practical Relevance. The
model can be used to obtain new data on the burnishing process.
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BBeaenue

Ha ceromnsmHuii neHs OecuIoBHBIE TPYObl IpuMe-
HSIOT NPAKTHYECKU BO BCEX OTPACISIX MPOMBIILICHHOCTH,
HarpuMmep, B KauecTBe He(hTerasonpoBOIHbBIX, Ui Oype-
HUSI M 00Ca/IKKM CKBKHH, & TAK)Ke KaK OCHOBHBIE DJIEMEH-
ThI JJISl KOTEJBHBIX YCTAHOBOK M CHJIOBBIX 3JIEMEHTOB
MAIlIMH U COOpy>keHui [1].

[MpousBoacTBo TpyO sBIsieTcss OAHUM W3 HamOolee
CJIOHBIX W OTBETCTBEHHBIX 3TAIlOB B OOIIEH TEXHOJIOTH-
YEeCKOM IIeNM BBITyCKAa METAJUIONPOIYKIMH, KOTOPBIH
JIOJDKEH COBMeEIIaTh B ce0e BBICOKYIO IPOM3BOJHTEIb-
HOCTb, OOJIBIION OOBEM INPOM3BOJICTBA M TapaHTHPOBAH-
HOE KauecTBO T'OTOBBIX M3JIEJMH, HAIPAaBIIEMbIX O Jajlb-
HEHWIMM 3TarmaM MpoM3BOACTBeHHOro mnukia [2]. Crerm-
¢uka TpyOHOTO Tepezena 3aKII0YaeTCsi B MHOTOIIEPEXO0/I-
HOH JepopManyi 3arOTOBKH, OCYIIECTBISIOIIEHCS moce-
JIOBATENIbHO B CTaHAX Pa3JIMYHbBIX THUIOB, K&XKIbIA U3 KO-
TOPBIX XapaKTEePU3YeTCsl Pa3IMYHBIMKA CXEMaMH Harpsi-
xeHHo-edopmupoBanHoro cocrostaus (HC) [3, 4].

Baxnoe Mecto cpenu TpyOONPOKATHBIX YCTaHOBOK
3aHMMAIOT YCTAaHOBKHM C ABTOMAaTHYECKHM pacKaTHBIM
CTaHOM (WJIM JBYXKJIETHEBBIM TaHAEMHBIM CTaHOM), I103-

www.vestnik.magtu.ru

BOJIIIOIIIME COBMEIATh YHHUBEPCANBHOCTh M MaHEBpPEH-
HOCTBh C MOTPEOHUTEIHCKUM YPOBHEM BBIITYCKAaeMOH Mpo-
Iyknuu. B To ke BpeMs 4epHOBbIE TPYOBI, NOTyYeHHbIE
Ha JIaHHOM arperare, XapaKTepHU3YIOTCS ITOBBIIICHHOM
(o CpaBHEHHMIO C APYTMMU OCBOCHHBIMH CIIOCOOAMM)
Pa3HOCTEHHOCTHIO M BO3MOXXHOCTBIO TIOSBJIICHHS TIPO-
JIOTBHBIX PHCOK B MECTaX KOHTaKTa OOKOBOW MOBEPXHO-
CTH TPYO C H3HOIICHHBIMH YYaCTKaMH Kauopa.

C nenbio ycTpaHeHHs 3TUX Ae(eKTOB TpyOOnpoKaTt-
HBIC YCTAHOBKH C aBTOMATHYECKHM CTaHOM (TaHICMHBIM
CTaHOM) O0OpYIYIOTCS JIBYyX- WJIHM TPEXBAaJKOBBIMH 00-
KaTHBIMH MAalIMHAMH TIONIEPEUYHO-BUHTOBOM MPOKATKH.
Crnemyer OTMETHTb, YTO PACCUMUTAHHBIC HA MCIIPABICHUS
JIAaHHBIX Je()eKTOB OOKaTHbIC MAIIMHBI HE BCETJa CIO-
COOHBI yCTpaHUTh OoJiee KpymHBIE Ae()EKTHI, BBIPAKEH-
Hbl€ B OTKJIOHEHHM pAcCKaTaHHOW TWJIb3bl OT 3aJaHHOM
T€OMETPHH, YTO, B CBOIO OYepenb, MOXXET MPHUBECTH K
neperpyske JUHUKM IPUBOAA MAIIUHBI UM MOJIOMKE MPo-
KaTHOTO MHCTPYMEHTA.

IMocTranoBKka 3apa4u u MojJieJIJMpOBaHME Mpouecca

OnuH U3 MPUMEPOB SIPKO BBIPAKEHHBIX Je(eKToB, HE
NpeaHa3HaYeHHBIX K JaJbHEHIIEMY HCIPaBICHUIO, MOXK-
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HO HaOIIOAaTh B MccienoBanuu [5]. B xome paboTsl 00-
HApY>KEH HOBBIN BHJ Je()EKTOB — MPOJOIBHBIC «IIJTABHU-
KI» TIEPEMEHHON BBICOTHI Ha BRIXOJHOM KOHIIE YepHOBOI
TpyOBI MOCIIe aBTOMAaTHYeCcKOro crana (puc. 1).

0

Puc. 1. ledekt mpokaTku: BEITYCKH HA 3aJHAX KOHIIAX
TpyOBI — IPOJIONIBHBIE (IIJTABHUKI IEPEMEHHOMN
BBICOTBI: @ — JUIs TpYOBI 219%7; 6 — st TpyOBI
219x8

Fig. 1. Rolling defect: free length on rear ends
of the tube — longitudinal “fin-shaped” defects
of variable height: a is for tube 219x7,

0 is for tube 219%8

[MosiBieHne naHHOTO JedeKTa MOociie PaCKaTKU IHJIb3bI
B aBTOMAaTHYECKOM CTaHe HauboJjiee XapakTepHO Ul TOH-
KOCTEHHBIX TPYO (C COOTHOIIIEHHMEM HOMHUHAJIBHBIX JHa-
Metpa K tosuae cteHkn D/S = 25+35), uto 060cHOBBIBA-
eTcsl CTeCHeHHOW Nedopmanmeil pu packaTKe THIIb3bl B
aBTOMAaTHYECKOM CTaHe. B pe3yiprare moTepu ycTOHINBO-
CTH 33[HETO KOHIIAa TPYO YacTh MeTallla 3aTOTOBKH IIOTa-
JTAaeT B BBITYCKU KAINOpa MPOKATHBIX BaJIKOB aBTOMAaTHYE-
CKOTO CTaHa M PacKaThIBaeTCSI MEXKIY UX pedopaamu [6].

[pu nepenade B KIeTH 0OKATHOTO U KAIHOPOBOYHOTO
cTaHa Tpyba OOXMMaeTcs 1O IUaMeTpy, W IUIaBHHKH,
MPWKUMAsICh K OOKOBOM MOBEPXHOCTU TPYOBI, 00pa3yroT
CKJIAJIK{, HECIUIOUIHOCTU 33/IHETO KOHIA, MECTHBIE YTOJI-
mieHus: 1o rnepuMeTpy. Kak mNoKas3bIBalOT 3KCIEPHMEH-
TaJIbHBIE U3MEpeHHs [7], pa3riakuBaHUe TAHHOTO Jedex-
Ta B HPOKATHBIX KIETSX CONPOBOXKIACTCS TMOSBICHHUEM
MMUKOBBIX HArPy30K BIUIOThH JO BBIXOAHBIX KIIETEH KanO-
poBouHOro craHa. [lodxydeHHBIH KOHEI| HE NPUIOAEH JUIs
JIaJIbHEWIIIEro MCHOJIB30BaHUsl M JIOJDKEH OBITh yJajieH
niepen PUHUITHON 00paboTKOH TPyO.

TakuM 00pa3oM, B YCIOBUSIX MHTCHCH()UKAIMU TIPO-
W3BOJCTBa, HEOOXOAUMOCTH CHIKCHHUS TEXHOJIOTHMYECKHX
OTXOJIOB ¥ TIOBBIIIICHHS KauecTBa TPYO KIFOUEBOI 3a1adeii
SIBIISIETCS CTAOWMJIBHOCTH TIPOM3BOJICTBA B KKJOW OTHEIb-
HOW omepanuy. YCIEIHOe BEJCHHE OIepallii OOKATKH
TpeOyeT OIeHKH OCOOEHHOCTEeHW MpOTEeKaHWs Tmporecca
MIOTIEPEYHO-BUHTOBON MPOKATKH TPYyO B OOKAaTHBIX MaIlIH-
HaX, B TOM YHKCIIC MPH MONAJaHUU B KJICTh OOKaTHOW Ma-
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IMIUHBL TPYO C NPOJOJILHBIMH KOHLEBBIMHU JieexTamu, a
TaKKe BEPXHEH IpaHUIIbI 3HAUSHUH MapaMeTpoB Ipoliecca
TIPH TIOSIBJICHUH TIMKOBBIX HATPY30K.

B cBs13u ¢ 3THM MOCTaBIIEHA 3a/1a4a UCCIIEIOBAHUS 00-
KaTKH ropsaene(opMUpOBaHHBIX TPyO BBIOPAHHOTO COp-
TaMeHTa IIPY ITOMOIIN MaTeEMaTHYECKONH MOJIENH (Ha OCHO-
BE KOHEYHO-3JICMEHTHOTO aHajM3a) C IeNbl0 T1ombopa
HACTPOCUYHBIX ITAPaMETPOB OOKATHOTO CTaHa, YTO IO3BO-
w10 OBl TPEUIOKUTH PAIOHAIBHBIE PEXXUMBI BEACHHS
JIAaHHOTO TIpoliecca.

Jlnst BBITIOJTHEHHSI MAaTEMaTHYECKOTO MOJCIUPOBAHUS
npejyiaraercs pa3paboTka TpeXMEPHOW MOJENH Ipolecca
MONEPEYHO-BUHTOBOW MPOKAaTKU TPYO B JABYXBAIKOBOM
KJIETH Ha KOHMYECKOH OIpaBKe Ha OCHOBE OOKaTHOM Ma-
LIMHBI, YCTAaHOBJIEHHOH 3a aBTOMaTU4YeCKUM cTaHOM TIIA-
220, B yCIOBHSAX, NMPHUONIDKCHHBIX K pealbHBIM. 3aJaHue
MaTeMaTHIeCKOM MOJENN M €€ aHAUIUTHYECKOE pPEIICHHUE
MPOU3BOAUTCS C IIOMOUIBIO IPOTPAMMHOIO KOMILIEKCa
KDO-monenupoBanms, 3apeKOMEH/IOBABILETO ce0s Ha TPaK-
Tuke [8-12].

PacyerHas cxema mporiecca 0OKaTKH, peICTaBICHHAS
Ha pHC. 2, BKIIOYaeT TpyOHYIO 3aroTOBKY, OOKAaTHBIE BaJl-
KH, CTaOWIN3HPYIOLIYIO ONPaBKy CTaHa U HAaNPaBJISIOIYIO
npoBoaKy. Jledopmarius OoCymIeCTBIIACTCS 3a CUST OOKa-
ThIBAaHUA BaJIKAMH 3arOTOBKH, HOMeIHeHHOﬁ Ha KOHHUYC-
cKOll ompaBke. Tak Kak 3aroToBKa IpH OOKaTKe IepemMe-
IIAETCS B TPEXMEPHOM IPOCTPAHCTBE 110 BUHTOBOW TpaekK-
TOPHH, & OCH BpalICHWUs OOKATHBIX BAJKOB HAKIOHEHBI K
OCH TIEpEMEIIEHHNS 3aTOTOBKU Ha YToJ T0JladH, TeOMETPH-
YEeCKYIO CXeMy HeoO0X0quMOo (hOopMYyITHPOBaTh B 0OBEMHON
noctaHoBke. OKpy)KHasi CKOpPOCTb BAaJIKOB  33/1a€TCS
0,5 pag/c npu yrie obkaTku 7,5°, CKOJIIBLKEHHE OMpPEIeIis-
€TCsl IPOJOJIbHOW COCTaBIIOIICH JIMHEHHOM CKOPOCTH
MepeMelIeHHs BaJIKOB.

2

Puc. 2. Cxema mporiecca oOkatku: 1, 2 — Banku
00KaTHOTO CTaHa; 3 — HANPaBIISAIONIAs TIPOBOJIKA;
4 — tpyba; 5 — ompaBka

Fig. 2. The burnishing process diagram: 1, 2 are rolls
of the burnishing mill; 3 is a guide block;
4 is a tube; 5 is a mandrel

Marepuan 3aroToBKM BBIOpaH B COOTBETCTBHH CO
cnpaBouHBIMU JaHHBIMU Ut ctainu 45 TOCT 1050-2013
B BHJI€ TAOJMIl JaHHBIX JUIS Pa3JIMUHBIX CTENEHEH U CKO-
pocreii nedopmanu npu temmneparype marepuana 900-
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1200°C. I'eomeTtpust TpyOHOIT 3arOTOBKM MMIIOPTHPYETCS
B BuJe ceTku KD u3 peuieHus 3aiauu no npokaTke 3aro-
TOBKH Ha aBTOMATCTaHE, IPH KOTOPOH MOIydIEHBI KOHIIE-
BbI€ ZIe(DeKTHI, AaHAIOTHIHBIE UMEIOIINM MECTO Ha MPOU3-
BozactBe [5]. Umnoptupyemas cerka KD comepxut man-
HBIE O KOMITOHEHTAaX HAaIpsOKeHHHA M Aedopmaruii, pac-
CUMTAHHBIX [UI1 ONEPALUH pACKaTKW TOpSAIeKaTaHOH
TpyOBI, UTO MO3BOISIET YUECTh UX B KAYECTBE HAYAIBHBIX
ycnoBuit Mmonenu. [Ipumep HayaabHOW TeOMETpUH TPYO-
HOW 3aroTOBKM Iepex 3ajadell B OOKaTHYIO MalIMHY
Npe/ICTaBJICH Ha pHc. 3.

Puc. 3. HauanpHas reoMeTpus TpyOHOH 3arOTOBKH
nepen 3a/1aueii B OOKaTHYIO MalINHY

Fig. 3. Initial geometry of the tube workpiece
before feeding to the burnishing machine

BoukooOpa3Hble BaJK/ yCTaHABIMBAIOTCS HAKIOHHO K
OCH 3arOTOBKH Ha yTroJI MOAA4YM C MEKBAJIKOBBIM PaccTosi-
HHEM IO KaJMOpy TPYObl U COBEPIIAIOT CJIOKHOE JBHXKE-
HHE, COYETAaIollee BpallleHHe BOKPYT CBOGH OCH M OCH
npokatky. OnpaBKa v MPOBOJKA YCTaHABIHBAKOTCS OTHO-

CHUTEJIbHO IPOKATHBIX BAJKOB B MPOIOJIBHOM HaIlpaBICHUU
TakuM 00pa3zoM, 4yToObl U30exarTh NeeKTOB TPYObI B BUIE
CKPYUMBaHUS, NPOAABIMBAHHUA HAPYKHOH MOBEPXHOCTH
paboYHX MMOSICKOB BaJIKa WM 3aKJIMHUBAHUS TPYOBI MEXKITy
onpaBKoi U npoBoakoy. IIpu nponosbHOM nepeMeeHNH
TpyOa BpamaeTcsi BOKPYT MPOBOAKH U OIIPABKH CO CKOPO-
CTBIO OOKAaTKH €€ BaJkaMH (C BO3MOYKHOCTBIO yYMEHBIIIE-
HUS TIPOJIONBHOM CKOPOCTH IEPEMEIECHHS ISl yIeTa Mpo-
CKaJIb3bIBaHMs TPYOBI). B3anmopneiicTBre Mexy 3arotos-
KOW M MHCTPYMEHTOM 3aJaeTcsi C MOMOIIbI0 MOKa3aTess
TpeHust o 3ubento, KoTopkiid Bapeupyercs ot 0,2 1o 0,5.

B kawectBe wumoctpanuu Ha puc. 4 M300pakeHO
MPOMEXYTOYHOE TOJIOKEHHE 3arOTOBKH B KJIETH OOKaTHOM
MallvHBl B MOMEHT NONaJaHMs B BaJIKU JE()EKTHOTO KOH-
11a TpyOBL.

Oco0eHHOCTSIME 3a/1aul JJIsI BRIOPAHHOTO JHAaIa3oHa
MOJICTIMPOBAHMS SABISIIOTCSA PAa3HOCTEHHOCTHh TPyO, yHH-
KalbHas JUI1 KaXXIOTO THUIIOpa3Mepa 3a CYET BBIMYCKOB
KanmOpa aBTOMATCTaHAa, W pa3Mephl MPOJOJIBHBIX «IUIaB-
HUKOB». PackaTka MECTHBIX YTOJILIEHHM, a TAaKXKe Honajaa-
HHe B odar JedopMaluy MpPOJOJbHBIX CKIAJOK pa3iuy-
HBIX pa3MepoB INOINEPEUHbIX CEUCHUH U, TAKUM 00pa3oM,
B3aHMOJICHCTBHE MEXIy HHUMHU U IIPOKATHBIM MHCTPYMEH-
TOM TIpU OOKaThIBAaHUU TPYOBI COIPOBOXKIAETCS IEPEMEH-
HBIM XapaKTepoM H3MEHEHHs JHEPrOCUIIOBBIX MapaMerT-
poB. IIporpaMMHBI MakeT MO3BOJIAET B y3max cetku KO
TIOCTPOUTH TOJIS HAIPSDKEHUH M CKopocTel nedopMaruii n
ITyTEM COTJIACOBAHHBIX BBIYMCIICHUI TOMYYNTh KOHEYHOE
(hopMOn3MEHEHNE CO3JAHHOW CETKH W 3HEProCHIIOBBHIC
rapaMeTpbl Tpolrecca Uil MPOKATHOTO WHCTPYMEHTA.
ITpumeps! TOIOOHBIX TIOJIEH MTPEACTABICHEI HA PHC. 5.

Puc. 4. Cxema oOkaTKku TpyOBbI C ONIpaBKoii: 1 — Basok; 2 — HanpaBJsioas NPoBoJIKa; 3 — Tpy0a; 4 — onpaska

(pacrono)xeHa BHYTpH TpyOBI 110 OCH)

Fig. 4. Tube burnishing with the mandrel: 1 is a roll; 2 is a guide block; 3 is a tube; 4 is a mandrel

(inside the tube along the axis)
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Puc. 5. Tlpumepsl ammop napaMeTpoB HaNpsHKEHHO-epOPMUPOBAHHOTO COCTOSHUS 3arOTOBKM B MOMEHT ITOTIaaHUsI
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Fig. 5. Reference curves of the stress and strain state parameters of the workpiece, when the longitudinal end defect
is in the roll pass: a are equivalent stresses; 6 are linear velocities in FE nodes

IHosy4eHHBbIE pe3yabTaThl

PaccMoTpuM pe3ynbTaThl, IONydeHHBIE TIpH 00pa-
0O0TKe MaHHBIX MOJENHMPOBaHMS Ipolecca. B 3amaun nc-
CJICZIOBAaHUSI BXOJMJIO BBIABICHHE XapaKTEPUCTHK IIPO-
mecca MpH TOMAJAHWU B KanmuOp OOKAaTHON MAaIIMHEL
ydJacTka TpyObl C MPOJOIbHBIMU KOHLEBBIMH AePEKTaMHU
(«TIIaBHUKAMMY).

Ha pue. 6 u 7 npeacraBneHsl npuMmepsl rpadukos
W3MEHEHMs] YCWIMH U MOMEHTOB IpokaTku. Kak BUIHO
n3 rpaduKoB, 3HAUEHHS] YHEPTrOCUIIOBBIX I1apaMeTpoOB He
SIBJSIFOTCST OCTOSTHHBIMU. OHHM KOJIEOJIIOTCSL B Tpoliecce
[IOIIEPEYHO-BUHTOBOM IIPOKATKU HA KOHUYECKOU OIIpaBKe
B KJETH OOKaTHOW MalIMHBI 3a CYET PAa3HOCTEHHOCTH
3arOTOBKH, IMOJy4aeMOil Iociie aBTOMaTH4eCKOro CTaHa.
IMpn momapanuy B KanuOp KOHIEBOTO Ae(eKTa MMeEeT
MECTO SIPKO BBIPAXXEHHBIH MUK, MPEBBIMIAONINNA HOMH-
HallbHbIE 3HAYEHUs, XapaKTEepHbIE Uil CTalIOHAPHOW
CTauN 0OKAaTKH TPYOBI.

MakcumanbsHoe ycuie Ha Bajlke
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Puc. 6. T'paduk usmenenus ycunust 00KaTku
Fig. 6. Burnishing force behavior graph

40

35 i
30 1
: AL
g2 f
4 [
£ 20 ' !
% 'l la
)
§ 15 3 1]
10 PAN fd ("
mtve Mo iy
5 - Saw,l W,
> 4
e’ Sanva
0 =l =,
QU OVOWMOWVMOWVOW OWVO 00N 00 00 0 ¢ 00
SN=LCAEMRIANSBARENE MR I AN~
S NTONA OS>V —=0nn<\OSNOA < v
Ll B B B B o B o B o B o B o e B B T T B o o B o 0
Bpewms. ¢

Puc. 7. I'paduk u3MEHEHHS MOMEHTA OOKATKU
Fig. 7. Burnishing torque behavior graph

PaccmoTpuM 0COOEHHOCTH MPOTEKaHMs Tpoliecca Ha
CTa/INM PacKaTKM MPOJOJILHOTO JieheKTa («ITaBHUKA») Ha
3a7HeM KoHIe TpyObl. [Ipm momajaHuM MposoNBHOTO Je-
(hexTa («IIAaBHUKA») B ovar aedopManuu OOKaTHOW Ma-
IIMHBI TIPOLIECC TOTIEPEYHO-BUHTOBOM IIPOKATKH COBMe-
maercst ¢ mporeccoM ruOku pedekra. Cragum THOKH
«IJTABHUKOB)» B KAJIMOpPe OOKATHOW MAIIMHBI TPEICTABIIC-
HBI Ha puc. 8.

B HEKOTOpBIX CIydasx NPUTOPMaKHMBaHUE TPYOBI IPH
THOKE MPOIOIBHBIX Ae(EKTOB MOXKET MIPUBOIUTH K 3aKpPY-
YUBAHUIO TPYObI BOKPYT COOCTBEHHO# OCH.

BHe 3aBHCHMOCTH OT TeoMeTpHH JedeKTa U ero pas-
MEpOB MPOUCXOANUT NOCTENICHHOE CKJIA/IbIBAaHNE TUIAaBHUKA
BJIOJIb HApY)KHOH IOBEPXHOCTH TpYOBI C BO3pPACTaHHEM
TUIOIIA/IN COTIPUKOCHOBEHHMS 3arOTOBKH U BaJIKa, a TaKkKe
TOSIBJICHUEM, TakMM 00pa3oM, JIOKAJBHOTO YTOJILECHUS
cTeHkH. ['eomeTpust TpyOBI Iociie 0OKaTKK HpeJcCTaBiIeHa
Ha puc. 9. Bce 3Tu akTopbl 1OIDKHBI IPUBOAUTD K POCTY
SHEPrOCHUJIOBBIX IIAPAMETPOB.
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Puc. 8. PasrmaxxuBanue KOHIIEBBIX ).'IC(I)CKTOB B 0OKAaTHOM MaIllMHE: a-B — cTaguu mpouecca
Fig. 8. Leveling end defects in the burnishing machine: a-s are process stages

Puc. 9. T'eomerpusi TpyOHOIt 3aroTOBKH 1ocie 00KaTKu
Fig. 9. Tube workpiece geometry after burnishing
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MOLE/TMPOBAHUE METAJITYPIMYECKUX POLIECCOB

3akioueHue

TouHOCTH pa3zMepoB ropsuenehOpMHUPOBAHHBIX TPYO
B 3HAYMTEIHHONW CTENCHHW 3aBUCHT OT OKOHYATENIbHBIX
9TAallOB MOJYYEHHS TpPYObI, YTO OOecleunBacTCS CTa-
OMIBHOCTBIO PACIION0KEHHS MPOKATHOI'O HHCTPYMEHTA U
YPOBHEM €ro H3HOCa.

[IpononbHEIe nedeKTH Ha 3aHEM KOHIE TPYOBI, KO-
TOpBIC XapaKTEpPHBI MPU NMPOKATKE HEKOTOPBIX THUIOpPAa3-
MEpPOB TOHKOCTEHHBIX TPyO Ha TPYyOONpOKaTHHIX ycTa-
HOBKaX C aBTOMaTMYECKHUM CTaHOM, NPHUBOJISAT K Hepas-
HOMEpHOI reoMeTpUH KOHLIOB TPYO M NUKOBBIM Harpys-
KaM Ha MPOKAaTHOM MHCTPYMEHTE U NP UX pasTiakuBa-
HUM B TOCIEAYIOUIMX KIETSIX OOKaTHBIX W KaIuOpOBOY-
HBIX CTaHOB TPYOOIIPOKATHBIX arperaTos.

Pa3zpaboTana maremMaTHdeckass MOJAENb MHONEPEUHO-
BUHTOBOH NPOKATKM TOHKOCTCHHOW TpyOBI B IBYX-
BaJIKOBOM OOKaTHOH MamImHe C KOHHYECKOH OIPaBKOH,
KOTOpasi TO3BOJIAET YCTAHOBUTH (DH3MUECKYIO KapTHHY
pa3TiIaXHBaHMS MPOJOJIBHBIX KOHIEBBIX NE(PEKTOB TPYO
(«TIITaBHUKOBY») TIOCTE aBTOMATHYECKOro craHa. lloimy-
YeHHBbIE 3aBHCHMOCTH IIO3BOJISIIOT OLIEHHTh HAarpysKu,
JICHCTBYIOIIME HAa IPOKATHBIA MHCTPYMEHT M JIMHHUIO
NPUBOJA, YTO B JalbHEHILIEM MO3BOJIUT BbIOpaTh HanoOo-
Jiee palMOHAJbHBIE PEXUMBI OOKATKH Ul CHIKEHHS
BEJIMYUH Harpy3o0K.
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