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Beenenne. BHekoHTakTHas JieopManusi MaTepralia 3aroTOBKH, BO3HUKAIOIIAS 110 I'paHUIaM odara jedop-
MalllH, SIBJSIETCSI OJHUM M3 OCHOBHBIX (DAaKTOPOB, ONPEICIISIOIINX SHEPTrOCUIIOBBIE MapaMeTPbl IPOIECCOB Pejly-
upoBanus Tpy6. Haubonbliee pacnpocTpaHeHne B MPAKTHKE MPOSKTUPOBAHMS MTPOLIECCOB 00pabOTKH METaIIIOB
JIQBJICHUEM TIOJIYYHII METOJI Pa3PhIBHBIX PELICHHM, TO3BOJISIONIHMI JJOCTATOYHO MPOCTO YYECTh BHEKOHTAKTHYHO Jie-
(hopMaIuIo npu YHCICHHOM MOJIEIUPOBAHHH IporeccoB. OqHAKo UIsi OONBLIIMHCTBA NPOLECCOB B TEXHHUYECKOH
JIUTEpaType OTCYTCTBYIOT CHCTEMHBIE TIPAKTHUECKKE PEKOMEH/IAIMH 110 IPUMEHEHHIO JAHHOTO METO/a, YTO HEeH3-
0€KHO NMPUBOJUT K HECOOTBETCTBHIO TEOPETHYCCKUX MOJNIOKEHHH U IpakTUKH. Llesbio paGoTsl siBIsIeTCs Onpeiere-
HHE TPaHUILl IPUMEHUMOCTH METOJIa Pa3phIBHBIX PELICHUI Il IPOLIECCOB O€30IPABOYHOIO BOJIOUCHHUS TPYO uepes
KOHMYECKYF0 MaTpHILY, B 3aBUCUMOCTH OT T€OMETPHUYESCKUX TapaMeTPOB 3arOTOBKH, NHCTPYMEHTA, a TAK)KE CTCIICHU
nedopMaly U ynpoduHeHus: 00pabarbiBaeMoro mMarepraia. MeToabl HecaenoBanus. Mojeinb odara JieopMariu
JUIs Tipoliecca 6e30MpaBOYHOIO BOJIOUSHHMS pacCMaTPUBAJIACh B JIByX BapUAaHTaX: 10 METOLY Pa3pbIBHBIX PELICHHI
U C y4eTOM BHEKOHTAKTHBIX M3THOOB CTEHKH TpyObl. 3 ycioBus OanaHca paboT CHJI CABUIa, JCHCTBYIOIIUX 110
YCIIOBHO# MOBEPXHOCTH Cpe3a, U M3riOaroInX MOMEHTOB, BbI3BAHHBIX U3THOOM CTEHKH TPYOBI, IIPU Pa3IMnUHBIX
Je(OPMAIIIOHHBIX YCIOBHSIX ONPE/ICICHbI IPAHUYHbBIC 3HAUCHHUS TTapaMeTpa TOJICTOCTEHHOCTH, MPU KOTOPBIX YHC-
JICHHO@ MOJICIIMPOBAHHUE ITPOLECCOB BOJIOUCHUS 11€JIeCO00Pa3HO BEIIOJIHATH C HCIIOIE30BAHIHEM METOA Pa3phIBHBIX
pelienuii. PacdeTsl BBINOIHINCH OTICIBHO JUIS JIByX YYacTKOB odara Jie(hopManuu, COOTBETCTBYIOIIUX H3rUOy
CTEHKH TpyObl Ha BXOJIe B MaTpHIly M Ha BBIXOJE M3 Hee. Pe3ynbrarhl M 00cCy:xkaeHus. UnCIeHHas peann3anus
MOJTyYSHHBIX 3aBHCUMOCTEH MOKa3ala, 4To Ha BXOJIE B odar jehopMaliy rpaHUYHOE 3HAYCHHE [apaMeTpa TOJICTO-
CTEHHOCTH YBEJIMYUBACTCS C POCTOM YIJIa KOHYCHOCTH MATPHIIBI U BBITSDKKH 3a TIEPEXOJI, HO YMEHBIIIAETCS C POCTOM
HAaIpsDKEHHS TPOTUBOHATSKEHHUS U [TapaMeTpa TOJICTOCTEHHOCTH MCXOIHOM 3aroToBKU. Ha Beixozie u3 ouara jedop-
Malli¥ rPaHUYHOE 3HAYCHHE MapaMeTpa TOJICTOCTEHHOCTH YBEIHMYMBACTCS C POCTOM yIjla KOHYCHOCTH MaTpHIIBI U
YMEHBIIIAETCS C POCTOM KO3 (HUIMEHTa BBITSHKKH 32 TIEPEXOJL ¥ ITapaMeTpa TOJICTOCTEHHOCTH MCXOIHOM 3arOTOBKH.
Ecii nmapameTp TOJICTOCTEHHOCTH MCXOHOM 3arOTOBKH TPEBBILIACT IPAaHUYHOE 3HAYCHHE, TO MPU YUCICHHOM MO-
JIETIMPOBAHUHN LIeJIecO00pa3HO HCIIOIb30BaTh METOJ] Pa3phIBHBIX peleHuid. Ecim He mpeBblaeT, ToO He0OX0AUMO
MIPUMEHSITh JIPYTHE METO/bI K MOJIENH. Pe3ysIbTaThl TEOPETHUECKOTO HCCIISIOBAHUS MOTYT OBITh UCIIONB30BaHbI IIPH
MIPOCKTHPOBAHUH IIPOLIECCOB BOJIOYCHHS TPYO.

Jns uutupoBanus: Yoanoe A.B. I'paHUIBI MPUMEHAMOCTH METONA Pa3phIBHBIX PEIICHUI B MCCICIOBAHUU TPOLIECCOB BOJIOYCHUS TPYO //
O0paboTka MeTawioB (TEXHONOTHS, 00OpyHoBaHue, HHCTpYMeHThI). — 2020. — T. 22, Ne 4. — C. 18-30. — DOI: 10.17212/1994-6309-

2020-22.4-18-30.

BBenenue

ToyHOCTh oOmpeneneHus MapaMeTpoB HaMps-
KEHHO-1e(OPMHUPOBAHHOTO COCTOSIHUSL TIPU pas-
paboTke mporeccoB obxkuma [1-4] u BojOUYEHUS
TpyO [5—9] BO MHOTOM OIpeneyseT COOTBETCTBUE
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KayecTBa TOTOBOM NPOAYKIIMU TPEOOBAHMIM 3a-
Ka3urKa. DHEProCUJIOBBIE TapaMeTphl IMpolecca
BOJIOUCHHUSI M TEOMETpPUYECKash TOYHOCTh TpyO B
3HAUUTEIBHON CTETIEHU 3aBUCAT OT BHEKOHTAKTHOM
nedopmaruu MaTepuaa 3aroTOBKH, BOZHUKAIOIIEH
B mpouecce penyuupoBanusi [10—14], tak kak ee
J0J7I B CYMMapHOM BIIMSIHUHM BCEX (PaKTOPOB MO-
KET cocTaBisITh 6onee 25 % [10—-12]. Hecmotps Ha
3HAYUTEIBHOE KOJUYECTBO TEOPETUUYECKUX MU IKC-
MEPUMEHTAJIBHBIX PA0OT, MOCBAIICHHBIX IaHHOMY
BOIIPOCY, OTCYTCTBYIOT CHCTEMHBIC MPAKTHUYECKUE
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pEKOMEHalMK, MMO3BOJIIOIINE B 3aBUCUMOCTU OT
nehOopMalMOHHBIX YCIIOBUM Ha3HauaThb METOJl pac-
YyeTa mapaMeTpoB BHEKOHTAKTHOH JiehopMaiiuu Jiist
npoleccoB penyunpoBanus TpyO. Mcrnonb3oBanue
MeTronia KoHeuHbIX eMmeHToB (MKD) mns omuca-
HUusa (hopmomsmeHeHus Marepuana [15-19] u pac-
MpeeIeHUs OCTaTOYHBIX HampspkeHud [20-23] B
MPOLIECCe BOJOYEHUSI MO3BOJIIET B 3HAYUTEIbHOU
CTENEHH PELIUTh ATY MpodiieMy. DKCIIEPUMEHTAJIb-
HYI0 MPOBEPKY TOYHOCTU TaKUX TEOPETUYECKUX
MoJienel 1esnecoo0pa3Ho BBIOIHATh METOJIOM WH-
JeHTUpoBaHus [24, 25], MO3BOJISAIONIMM C BBICOKOM
TOYHOCTBIO ONPEAEIIATh PAaCHpPECIICHUE HaIpshKe-
HUH B npezenax ouara aedopMaruu.

Opnnako pa3paboTKa MporpaMm Jjsi IPOEKTUPO-
BaHUS MPOIECCOB 00PaOOTKU AABIEHUEM C UCIIOIb-
30BaHMEM METOJIa KOHEYHBIX 3yieMeHTOB (MKD),
001a/1af011Ier0 BBICOKOW TOYHOCTBIO, XapaKTepusy-
€TCSl U 3HAYUTEIILHOU TPYJOEMKOCTBIO, a HCIOJIb-
30BaHME TOTOBOTO JMUIEH3MOHHOIO MPOrPaMMHOIO
IpoAyKTa 00XoauTces oueHs Joporo. Iloatomy B un-
JKEHEpHOW MPAKTUKE MO MPUYMHE KOHOMHYECKOUN
1eJ1ecO00Pa3HOCTH MPU OMPEACTICHUN YHEPTOCUIIO-
BBIX NapaMeTpoOB (HANpsDKEHHsI U CHIIBI Mpolecca
BOJIOUEHUS) HAUOOJIbIIEEe MPUMEHEHHE IOIYyUUIIU
0osiee MpPOCThIE MOJEINH, HCIOJB3YIOUINEe, Halpu-
Mep, MeTo/ pa3pbiBHBIX pemienuit [1, 11-14]. IIpu
ATOM B pe3y/ibTare MPUHUMAEMbBIX B MHXKEHEPHBIX
METOJIaX IOMYIIEHWH TOYHOCTh PACUETOB CHMKA-
eTCsl, U PE3YJbTaThl TEOPETUYECKUX HCCIIET0BAaHUI
HE BCErJa COOTBETCTBYIOT JKCIEPUMEHTAIbHbBIM.
B cBs3u ¢ 3TUM B TEOPETUUECKUX UCCIEI0BAHUAX
NPOIIECCOB IUIACTUYECKOTO OOKMMa M BOJIOUCHHS
[11-14] ycTaHOBIEHO, YTO 1EJIECOOOPAa3HOCTh HC-
MOJIb30BaHUSI METOJIa Pa3phIBHBIX PEHICHUI orpe-
JEeNseTCs KOHKPETHBIMH J1e(hOpMallMOHHBIMU yC-
JoBUsIMHU Tiporiecca. Pazpaborannas meroauka [11]
MOKET OBbITh HCIIOJIb30BaHA B TEOPETHUECKHUX HC-
CJIEIOBAHMSX JIIOOBIX MPOLIECCOB 00pabOTKH TPyO-
HBIX 3arOTOBOK, YTO MO3BOJIMUT B KOHEYHOM HTOTE
MOBBICUTh TOYHOCTH PACUETOB C HCIIOJIb30BAaHUEM
WH)XEHEPHBIX METOJIOB.

Leabio 1aHHOM cTAaTBU SIBJSIETCS ONpereIe-
HUE TpaHULl NPUMEHUMOCTH METO/AA pPa3pbIBHBIX
pelieHuid i1 IpoLeccoB Oe30IPaBOYHOIO BOJIO-
yeHHs TpyO yepe3 KOHUYECKYI0 MaTpuIly B 3aBUCH-
MOCTH OT T€OMETPUYECKHUX MMapaMeTPOB 3arOTOBKH,
MHCTPYMEHTa, a TaKXKe CTeNeHH aeGopMaiviu u
yIPOYHEHUs! 00pabaTpiBa€MOro MaTepuania.

OBRABOTKA METALLOV %

MeToauka nposeaeHust
IKCIEPUMEHTAIBHOI0 UCCJIeI0BAHUS

HccnenoBanue BBIMOJIHEHO IS ITporecca 0e30-
IIPAaBOYHOI'O BOJIOYEHHUS C YUETOM IPOTHUBOHATSIKE-
Hus. Mogenb ouara nedopMaluu IpU UCCIIEN0Ba-
HUM TIPOLIECCOB BOJIOUEHUsI TPYO MpeACTaBiseTcs B
OZIHOM M3 JIByX BAPHAHTOB, I0OKA3aHHbIX Ha pHC. | 1 2.
B Monenu o meTony pa3pbIBHBIX pemieHuit (puc. 1)
BHEKOHTAKTHBIE [JIACTUYECKHE U3THObI CTEHKHU TPY-
ObI Ha BXOJ/l€ B KOHUYECKHH y4acTOK MaTpUIlbl U HA
BBIXOJIE U3 HETO 3aMEHEHBI YCIOBHBIMU IIOBEPXHO-
ctsamu cpesa [-[ u [I-1], B KOTOPBIX 0CEBOE HAIpsi-
’KEHHUE Ipolecca MojydyaeT npupamieHus Acz| u

AGZz COOTBETCTBEHHO. Ilo YCJIOBHBIM ITOBCPXHO-

CTSIM Cpe3a B paJHalIbHOM HAIIPaBICHUU JEHUCTBYIOT
KacaresbHbIC HAPSDKCHUS T, .

Monens owara aedopmanuu, MOCTPOEHHAs C
YU€TOM BHEKOHTAKTHBIX M3rMOOB CTEHKH TPYOBbI Ha
BXOJIC B KOHYC MaTpHIIBl U Ha BBIXOJIE M3 HETrO, IO0-
Ka3aHa Ha puc. 2. YUacTOK BHEKOHTAKTHOTO U3rnda
Ha BBIXOJIC U3 KOHYCA MaTpHIbI YCIOBHO HE MOKa-
3aH, a pajguyc CBOOOIHOTO M3ruda CTEHKH TPYOBI
paBeH pajnycCy CKPYIJIIEHUS KPOMKH MHCTPYyMEHTa
r. Ha Bxozie B MaTpuily MeTaiul TpyObl HCTIBITHIBACT
JEUCTBHE OCEBBIX PACTATHUBAIOIIUX HAIPSKCHUH
NPOTUBOHATSDKEHHS G(. Ha BbIXOJEe M3 MaTpUIIbI

METaJIJT UCTIBITHIBAET JICUCTBUE OCEBBIX PACTATHBA-
IOIIUX HANpsKEHU BoloueHust © 7 . Ha Bxone B ma-

TPHILYy ¥ HA BBIXOJIE U3 HEE B CEUCHUSAX PE3KOTO U3-
MEHEHHSI KPUBU3HBI CPEIMHHON TOBEPXHOCTH
CTEHKH TPYyOBb! (Hapumep, TOUKU 4 U B) BOSHUKAIOT
MOMEHTBI M, NEeHCTBYIOIINE B OCEBBIX CEUEHUSX
[11].

Ha npaktuke B pacyerax peanu3yercss MOJAEIb
(dhopMoU3MEeHEHUT MeTailia, TIPU KOTOPOu nedop-
Malus MPOTEeKaeT C MEHBIINMHU 3aTPaTaMu SHEPTUH.
Hcxons u3 3TOr0, rpaHuila MPUMEHUMOCTH METoJa
pa3pbIBHBIX PELICHUN ONpENeNseTcs U3 YCIOBUS
Oamanca pa6or [11] cun ciBura, BEI3BaHHBIX Kaca-
TENIbHBIMU HaNPsHKEHUAMH T, (puc. 1), n usrubaro-

IM1X MOMECHTOB M, BbI3BAHHBIX M3MCHCHUCM KpHU-
BU3HBI CPEIMHHON MOBEPXHOCTH CTEHKH TPYObI Ha
BXOJIC B KOHHYECKYIO MATPHILy M Ha BBIXOJIC U3 HEe
(puc. 2). JanHoe ycnoBue Oananca paboT HEOOXO-
AUMO pacCMarpuBaTb AJId KaXKAOIO y4daCTKa BHC-
KOHTAKTHOH epopManiuy B OTJEIbHOCTH.

Vol. 22 No. 4 2020 19
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Puc. 1. Cxema ovara nedopManyy nporecca 1no MeToy pa3pbIBHBIX
peLeHuit:

ty» D, R — COOTBETCTBEHHO TOJIIUHA CTEHKH, HAPYKHBIA IMAMETDP U pajiu-
yC CPEIMHHOM MOBEPXHOCTH MCXOIHON TPYOBI; t d, R, — COOTBETCTBEHHO
TOJIIMHA CTEHKH, HApy>KHBIH JHAMETpP U PaANyC CPEANHHON MTOBEPXHOCTH
TpyOBI Ha BBIXO/IE€ N3 KOHUYECKOTO yJacTKa MaTPHUIIb; 0L — YTOJI KOHYCHOCTH
MaTpHIIBI; £ — CHJIa POIEeCcca BOIOYEHUS; F) — CHITa MPOTHBOHATSKEHHUS

Fig.1. Diagram of the deformation zone of the process by the
method of discontinuous solutions:

t,» D, R —the wall thickness, outer diameter and radius of the middle surface

ofthe original piperespectively; l d, R —the wall thickness, outer diameter and

radius ofthe middle surface of the pipe at the exit from the conical section of the

matrix respectively; o — matrix taper angle; ' — force of the drawing process;
F, — anti-tension force

Puc. 2. Cxema ouara aedopMaiiny ¢ y4eTOM BHEKOHTAKTHOTO M3TH0a
CTEHKH TPYOBI:

Rp — pajiiyc cBOOOHOTrO M3rMba CTEHKH TPYObI; G, — IIOJIHOE HaNpPsKEHUE
BOJIOUEHHUs TPYOBI; G, — HANPSHKEHHUE MPOTHBOHATSKEHHS

Fig. 2. Diagram of the deformation zone taking into account non-contact

bending of the pipe wall:
R - pipe bend radius; 6, — full pipe drawing stress; o, — anti-tension stress

Tom 22 Ne 4 2020
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B pemenun ncnonp3yeTcs LUIMHAPUYECKAs CU-
cTeMa KOOpJUHaT @, p, Z, B KOTOPOM OCh Z COBIIAJAET
¢ oChi0 AepopMupyeMoil TpyObl, OCh p MEPIEeHIH-
KyJISIpHa OCH TPYOBI, (¢ — 3TO yIJIOBasi KOOpPANUHATA,
OTKJIa/IbIBa€Masl B TUIOCKOCTHU, MEPIEHIUKYISIPHON
ocu aedopmupyeMor TpyObl. YCIOBHS PaBEHCTBA
paboT COCTaBIAIOTCS ISl DJIEMEHTa MOJOCKHU €/1U-
HUYHOM IIMPUHBI HA IIyTH NIEPEMELICHMS dJIEMEHTA
CTEHKH TPYOBI B Ipe/iesiax AIeMEHTapHOro yria do
ydacTKa BHEKOHTAaKTHOH paedopmaruu (puc. 2).
JIaHHBII METOJ PELICHUs HCIIOJIB30BAJICS, HAIpH-
Mep, B padore [11]. [Ipu BonmoueHun Ge3 ompaBKu
IIPUHUMAETCS IOCTOSTHCTBO TOJILMHBI CTEHKU TpPY-
ObL, T. €. tf =1.

Onpedenenue zpanuy nPUMEHUMOCMU
Memooa pa3puvléHbIX peuleH Uil
07151 6HEKOHMAKMHO20 Y4ACMKA CIEHKU mpyobl
Ha 6xX00€ 8 KOHUYECKUIL YYACHOK MAMPULbL
npu 6e30npasounom 80104eHuu
¢ NPOMUBOHAMAICEHUEM

[Ipu BoOYEHNM C MPOTUBOHATSIKEHUEM Ha BXO-
JIe B KOHWYECKUN Y4acTOK MaTPUIIbl CTEHKA TPYObI
COBEPILIAET U3TUO COBMECTHO C JICHCTBUEM OCEBBIX
paCTATUBAIONINX HAMpPsDKEHUH O(, CO3aBaeMbIX

CUJION TIpoTHBOHATsDKEHUs ) (puc. 2). B coorsert-
CTBUM C pa3paboTaHHON Metomukoi [11] ycmoBue
Oananca paboT CHII cBUTA M U3THOAIONIUX MOMEH-
TOB I10 YCJIOBHOM ITOBEPXHOCTHU cpe3a /—/ Ha BXoae
B MaTpUILy 3alHILIETCS B BUJC

A=Ay + Ay, (1)
rne A, — paboTa CHII C/IBUTa, BEI3BAHHBIX KacaTellb-
HBIMHW HaIIPsSKCHUAMUA 'Cp 5 HGP’ICTBYIOH_IHX o yc-
JIOBHON ToBepxHOCTU cpe3a I-I (puc. 1); Ay —

pabota msrubaromux MOMeHTOB M (puc. 2), BbI-
3BaHHBIX CBOOOJIHBIM H3rMOOM CTEHKH TpPyObl Ha
BXOJI€ B KOHMUECKUI yJacTOK MaTpHLbI IPH OTCYT-
CTBUH OCEBBIX HanpspkeHuit; Ay — pabora MOMeH-

Ta OT CHUJI, BbI3BAHHBLIX OCCBBIMH HAIPSAKCHUAMU
IMPOTUBOHATSXKCHUA Oy OTHOCUTCIBHO TOYKH B

BHEKOHTAKTHOI'O y4acTka (puc. 2).
PaGora cun caBura onpenensercs o gopmye [11]

A’t = AGthode(l . (2)

Pamuyc cBoboamoro usrnba R, creHku TpyOb! Ha

BXOJZI€ B KOHNYECKUI y4acTOK Marpuisl paseH [ 10, 11]

OBRABOTKA METALLOV %

N
Rp \/ESIII (l (3)

[Ipupaienre oceBoro HanpskeHus: AG 7, BbI-

3BaHHOE JICHCTBUEM CHJI CIIBUTA HA BXOJE TPYOBI B
KOHMYECKHMH ydyacTok Marpuisl [11]:

2 .
Ay = ﬁcso sin? o, 4)

rae 6gp — Opeaci TEKy4€CTU Marcpuaia HCXOHHOﬁ

3arOTOBKHU.
C yuerom Bbipaxenuit (3) u (4) dpopmyna (2)
NPEJCTaBIseTCS B BUC

NEA%Y/

R? 0 do. (5
J2 sin a

Pabora I/ISI‘I/IGaIOH_[I/IX MOMEHTOB M, BBI3BaHHBIX

JIBOWHBIM M3THOOM CTEHKH TPYObI Ha BXOJI€ B KOHYC
MaTpuLbl (puc. 2), paBHa

Ay =2Mdo.. (6)

GSO Sll’l2 o - to

2
N1 .
3nece M =% — W3ru0aroIMi MOMEHT, BbI-

3BaHHBIM W3MEHEHUEM KPUBU3HBI CPEIMHHOU JIH-
HUM CTEHKH TpyObI pu ee cBoOoHOM n3rude [10,
11], rne og; — cpenaHee 3HaAYEHUE COMPOTUBIICHUS

nepopManuy Marepuaga B Mpejieiaax BHEKOHTAKT-
HOTI'0 Y4aCTKa Ha BXOZE B KOHYC MaTpPHIIBL.

Pabora MoMeHTa cuil OT IEHCTBUS HAPSKEHUS
IIPOTUBOHATSKEHUSI G OTHOCUTEJILHO TOYKU B BHe-

KOHTaKTHOTO Y4acTKa OMPENeNsieTcs o popmysie

1
Ay = EGOtORp ‘(1-cosa)da . (7

ConpotuBnenue nedopManuu Ggy OMpeAess-

CTCA 110 CTeHeHHOﬁ 3aBUCHUMOCTH
= Ab 8
G§1 =050 T 8A . (8)

3nech g U b — svmupuyeckue KodHOUIHMESHTHI
YIIPOYHEHUsI Marepuana; A — MHTEHCUBHOCTH Jie-

dbopmanuii ciBHUra; WHTEHCHBHOCTH Jaedopmariuii
CIBUTA ompeaensercs no Gpopmyre

2/3x

ey —£2) + (57 50 +(sp 5%, )

Vol. 22 No. 4 2020 21
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ip
-1

. 1-cosa
rIe = - .
¢ \/Esm o

[IMU MaTepuajia BHEKOHTAKTHOM 30HBI Ha BXOJE B
ouar gedopManuu B OKpy>KHOM HarpasieHuu [11];
&, =0 — cremenp meopmanuu MeTamIa BHEKOH-

— cTeneHp Jedopma-

TaKTHOM 30HBI HAa BXOJIE B odar jaedopManuu B pa-
JMAJIbHOM HAIPABIECHUU; €7 = —€, — CTENECHb Jie-

dbopmarum MeTaia BHEKOHTAKTHON 30HBI Ha BXOJE
B ouar Jie(hopMaIui B OCEBOM HAIPABICHUH.
ITocne moncranoBku (5), (6) u (7) B (1) u coot-
BETCTBYIOIIUX MpeoOpa3oBaHmii OMpEAeseTcs Ipa-
HUYHOE 3HAUEHUE IMapameTrpa TOJICTOCTEHHOCTH

TPY6 t_() = %RO IJI ydacTKa BHEKOHTAKTHOM ne-

(bOpMaI_[I/II/I Ha BXOJC B MaTpHUIly

2

Ggp 2sina oy l-cosa

70 =
051 \5 GS1

Ecmm mapamMeTp TOJICTOCTCHHOCTU I/ICXO,Z[HOI\/'I

(10)

2sin o

TPYOBI l%RO TIPEBBIIIAET 3HAYEHHE () , OTPEIENs-

emoe ¢opmynoii (10), ToO B TEOpeTHIECKOM HCCIIe-
JIOBaHUM TIporecca 0e30mpaBOYHOTO BOJOYCHUS
1eJIeCO00pa3HO MPUMEHSTh METO] Pa3phIBHBIX pe-
IIEHWH W WCIOJNB30BaTh MOJENb odara jaedopma-
[IMU, IPEJICTABIICHHYIO Ha puc. 1.

Onpedenenue zpanuy npUMEeHUMOCHU
Memooa pa3pul8HbIX peuleH Ul
0713 6HEKOHMAKMHO20 y4ACMKA CHEHKU mpyobl
Ha 6bIX00€e U3 KOHUUECKO20 YUaACmKA MAMPULbl
npu eonouenuu 6e3 OnpagKu

Ha BBIXOAC M3 KOHHUYCCKOI'O0 y4aCTKa MATpHUIIbI
CTCHKA TPYOBI COBEpIIAeT U3rMO COBMECTHO C JCii-
CTBHUEM OCCBBIX PACTATHBAIOIINX HaprDKCHI/Iﬁ C7z,

C03J1aBa€MBbIX CHJIOM BOJIOYCHHS [

VYcnoBue 6anaHca paboT CHII CABUTA U U3rHOa-
IOIIMX MOMEHTOB 10 YCJIOBHOM IMOBEPXHOCTH Cpe3a
[I-II Ha BBIXOZI€ U3 MATPHUILIbI 3AIIAILIETCS B BUJIE

A=Ay + Az, (11)
rne A; —pabota cui cBHra, BRI3BAHHBIX KacaTelb-
HBIMU HANPSDKEHUAMH T, , NEHCTBYIOIIMX TI0 YC-
JIOBHOM moBepxHocTH cpe3a [[-II (puc. 1); Ay —

pabora wm3rmbaromux MomeHToB M (puc. 2),
BBI3BAaHHBIX CBOOOHBIM M3TrMOOM CTEHKH TPyObI Ha
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BBIXOJI€ U3 KOHMYECKOI'O Y4aCTKa MAaTPULbI IIPU OT-
CYTCTBHHU OCEBBIX HampsbkeHuil; Ay — pabora mo-

MEHTA OT CHJI, BBI3BAHHBIX OCEBBIMM HaPSKEHUS-
MH Gz OTHOCUTEIbHO Touku K, KOHTakTa TpyObI C

Matpuiiei (puc. 2).

C y4eTroM NpUHATHIX JOMYIIEHUNH U OCHOBHBIX
noJoxeHui Gopmyiel (5) pabora cui caBHra IO
YCJIOBHOM MOBEPXHOCTU Cpe3a B IUIOCKOCTU [[-I]

Oynet paBHa
/R ftO

A, :%GSf sin o fg L~ da.

\/_ \/fsinoc

3neck o5 =050 + gAb — compotuneHue nedop-

(12)

Malliy MaTepuaja Ha BBIXOJE W3 MaTpullbl, IJe
A =3 -& — uHTeHCHBHOCTD nedopmManuii caBura
Marepuaia 3arotoBku; € = In K p — crenens gedop-

mvaruu; Kp =D /d — koshdunment peayupoa-

HUS TPYyOBI.

HcxonHplM MapaMeTpoM NpU pacyeTe COIpo-
TUBJICHUS Ae(opMaIiii MeTaia Ha BBIXOJE U3 Ma-
TPULIBI SBJISETCS BBITSXKKA TPYOBI 3a MEPEXOA HUp,

KOTOpasi ompeaesnseTcs no Gpopmyiie

&: D—to :(l—f_D)KD
Rf d—ff 1

. (13)

Wp =

rie fp =ty / D — napameTp TOJICTOCTEHHOCTHU TPY-

ObI 110 HAPY>)KHOMY JTHAMETPY.
N3 ¢opmynsr (13) Beipaxaercs kod3(h(UIIMEHT
peayuupoBaHus TPYOBI

Kp=—2FtD (14)
I—1p +uplp
3atem Kp wucmonssyercs B dopmyie (12) npu
ONPEJIENICHUH O gf , 9TO MO3BOJIAET B PACUETaX yueCTh
napaMmeTp TONCTOCTEHHOCTH 7y ¥ BBITSKKY [p .

PabGora u3rubarmnmx MOMEHTOB M, BbI3BAHHBIX
JIBOWHBIM M3THOOM CTEHKH TPYObI Ha BBIXOJIE U3 KO-
HUYECKOTO y4acTKa MaTpHIIbl, paBHA

2
o5l
Ay =220 gq (15)
PaboTta MOMeHTa cuil OT IeHCTBUS HANPSKEHUS
BOJIOUEHUS Gz (pucC. 2) 3amUIIEeTCs B BUJIE

1 It
Ay =—o ty-Lda.
Z ZGZO )

(16)
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[Tocne nmoncranoBku (12), (15) u (16) B (11) n
COOTBETCTBYIOIIHUX NMPEOOpPa30BAHUM ONpeesieTcs
FPaHUYHOE 3HAYCHHE MapaMeTpa TOJICTOCTEHHOCTH

TPY6 %Rf Ha BBIXOAC N3 KOHHYCCKOT'O YyYaCTKa

MAaTpPHIIb], BRIPAKEHHOE Yepe3 pasmephl fy u Ry :

2
1

1—0,50‘2 /GSf

fo :isinz o-
2Ry 3

(17)

Hcnonbsys cootHomtenne Ry = R%D B (17),
oJry4acM OKOHYATCIbHOC BBIPAKCHUC JJId 'PAHUY-
HOTO 3HAYEHUsSI MapameTpa TOJCTOCTCHHOCTH HC-

XOMHOM TpyObl fy = %Ro C YUYETOM BBITSKKH 32

nepexon Up
_ 4sinla 1
tO = — .
3 up

1+0,562/6Sf (18)

Ecnu mapameTp TOJCTOCTEHHOCTH HCXOJHOM

TpyObI %RO TIPEBBIIAET 3HAYEHHE () , OTIpeIeIIsie-

Moe (hopmyoii (18), To B TeOpeTHaecKoM uccieno-
BaHHHM Tporiecca 6€301paBOYHOTO BOJIOYCHHUS TIeTIe-
CO00pa3HO MPUMEHATH METO]] Pa3pPbIBHBIX PELLIEHUI
¥ UCTIONIb30BaTh MOJIEIb o4ara aedopMaruu, mpea-
CTaBJICHHYIO Ha pucC. 1.

Mexny HanpsKEHUEM BOJIOYEHHS! Gz W COIPO-

TUBJIEHMEM Je(OPMALUM O gf CYIIECTBYET CTPOTas

(GyHKIMOHATbHAS 3aBUCUMOCTb, KOTOPYIO HEOOXO-
JIMIMO YYUTBIBAaTh IPU YUCIICHHOH peann3anuu ¢hop-
Mmyibl (18).

CBsi3b MEXJy MapameTpamu Gz U Ogf yCTa-

HABJIMBACTCS C MOMOIIBIO YNPOLICHHOW (hOPMYIIBI
N.JIL. Ilepnuna [26] nist onpeneneHus: HanpsyKEeHUs
06€301PaBOYHOTO BOJIOUCHUS

oy =lnpup -[1,15(55 + [ -ctgo s x

x(1,1565 —Acy /2)]+ Aoy, (19)

rae f— ko3 HUIMEHT TPEHUS MEXY METAIJIOM 3a-
TOTOBKM M KOHYCOM MaTpHIIbI (B pacuerax MpHHU-
maeres f= 0,1); oy — NpUBEAEHHBIA Yo KoHyca

GS0 +GSf

MaTpuibl; O¢ = 3 — CpCAHCC 3HA4YCHHC

COMpPOTHUBIIEHUS JedopMaluu Marepuaia 3aroToB-
KU B IIpeJienax ovyara aepopmarium.

OBRABOTKA METALLOV CM
[IpuBenEeHHBIN yTOI O ¢ ONpenenseTcs 1mo ¢Gop-
MyJIe
tga

%ale ) tga
+2m -
D-d &

(20)

IJe /m — OTHOLIEHHE JUIMHBI KaTUOpPYIOIIeH 30HBI
MaTpHULBI K €€ TuaMeTpy (B pacueTax NPUHUMAETCS
m=0,1).

B dopmyne (19) cnaraemsble, yuuThIBaIOIIMe Ha-
NpsOKEHUs] HAa TPAHUIE YNPYrod M IUIACTUYECKOM
30H, IIPE/ICTABJICHBI B BUJIE IPUPAILEHHS OCEBOIO Ha-
NpsbKeHUs AG 7, onpeaessieMoro Beipaxkenuem [11]

21

e AGz, — CyMMapHOE IpPHUPAIIEHHEe 0CEBOTO Ha-

AGZ :AGZT+AGZMa

MPSKEHUs, BBI3BAHHOE JCMCTBUEM CHWJI CIIBHra Ha
BXOJI€ TPYOBbI B KOHUYECKUI YJaCTOK MaTPHUIIbI U Ha
BBIXOJIE U3 HETO; AC 73y — CyMMAapHOE MPUPALIEHUE

OCEBOT0 HAIpPSKEHUS, BBI3BAHHOE CBOOOIHBIM H3-
ruOOM CTEHKHU TPYObl Ha BXOJI€ B KOHUYECKHUH yua-
CTOK MaTpPHUILIbI ¥ Ha BBIXOJIE U3 HETO.

CymMapHO€ NpupalleHHe OCEBOro Hampsike-
HUsl AG 7. ONpenensercs B COOTBETCTBHHU C GOpMY-

noi (4)
Aoz, = 2%(55 sin?a.

CyMMmapHoOe npHpalieHiue 0CeBOro HapsKeHUs
Ac z)s ompenensercs no Gopmyse [11]

(22)

Ip
. 23
1 (23)

Aczy =ocgsina-

AprymMeHT HarypaibHOTO JIoTapudma B hopmy-
ne (19), sBusirouuiicss BBITSKKOM 3a MEpexoa Hp

pu 0€30MPaBOYHOM BOJIOYCHHH, OMPEACTISETCS 10
dopmyne (13), 4To MO3BONSET YYECTh BIUSHUE W3-
MEHEHHUS TOJICTOCTEHHOCTH TPYOBI.

Pe3yabTarhl U 00CyKIeHHE

Uucnennas peanusanus 3asucumoctu (10) mns
cranu 10 nmokasasna, 4To Ha BXOJ€ B MaTpUlIly nlapa-
MeTp #) YBEIMYMUBAETCS C POCTOM YIJIa KOHYCHO-
cTu O (puc. 3), HO yMEHBIIAETCS C POCTOM HaIpsi-

KEHUSI TPOTUBOHATSKCHUS (puc. 3 u 4) m
mapameTpa TOJICTOCTEHHOCTH [y (puc. 4). Ananus
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to T T T T

0.08

0.06

0.04

0.02

2 4 6 8 10 12 14 16 Q,rpag.

Puc. 3. TpaHm4HOE 3HAYEHHE ITapaMeTpa /) Ha BXOJE B KOHHUECKHH yIaCTOK MaTPHIIBI

npu fp=10,05:
1-90 _g; 2590 _03 3-°20_06 4-20_09
S50 050 G50 Sso

Fig. 3. The boundary value of the parameter £, at the entrance to the conical section of

the matrix at 7p=10,05:

_%0 _o. 2-90 _03 3-50 _06 4-50 _g9
S50 050 050 S50
to T T T T
0.05k .
1
0.04 1 ) =
3
0.03f 4 ]
002 | 1 | | —
0.02 0.06 0.1 0.14 0.18 tD

Puc. 4. TpannuHOe 3HAaYeHHE NapaMeTpa /) Ha BXOJe B KOHHYECKHIl yUacToK

MAaTpPULBI IPU O = 12°:

200, 2- 20203 3-20 06 4-

G50 G50 G50 650

So

1- =0,9

Fig. 4. The boundary value of the parameter f; at the entrance to the conical section

of the matrix at o =12 :
1-20 20; 2-20 203 3-2020,6; 4-—2=0,9
G50 G50 G50 SXY()
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sapucumocTu (18) mokaszan (puc. 5 u 6), YTO  puukl 0L U yMEHBINAETCSA C POCTOM KO3 PHUIIHEHTA
Ha BBIXOAEC M3 odara HedopMauun mapamerp )  gprrskku 3a nepexoq KHp H mapaMmerpa TOJICTO-

YBCIIMYUBACTCA C POCTOM YyIjla KOHYCHOCTHU Mar- CTEHHOCTH t_D'

to

0.08

0.06

0.04

0.02

0 L L L L
3 6 9 12 15 a.rpag.

Puc. 5. FpaHI/I‘-IHOC 3HA4YCHUC NapaMcTpa t_() Ha BbIXOJIC U3 KOHUYCCKOI'O y4acCT-

Ka MaTpuisl IIpU t_D =0,05; 6y =0:
l-pp=LL 2-pp=12; 3-pup=L3 4-up=14
Fig. 5. The boundary value of the parameter £ at the exit from the conical
section of the matrix at 7= 0,05; oy =0:

I-up=LL 2-pp=12% 3-pp=13 4-pp=14

0.04 1 4

T

0.035 1

0.03 1

0.025 4 :

L

0.02 ; ' ' =
0.02 0.06 0.1 0.14 0.18 to

Puc. 6. TpaHmdHOE 3HAYEHHE MTapaMeTpa f) Ha BBIXOJE U3 KOHHYECKOTO
y4yacTKa MaTpuupbl Ipy O = 12°; og=0:
l—up=0L1 2-up=12 3-pp=13 4-pp=14
Fig. 6. The boundary value of the parameter £, at the exit from the conical
section of the matrixat a =12°; 6 =0
l-pp=LL 2-pp=12; 3-up=L3 4-up=14
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PesynbraTel nccnenoBanus MOATBEPIUIN paHee
MOJIy4eHHBIC BBIBOJBI [ 11—-14] OTHOCUTENBHO TOTO,
4yTO 00JIe€ TOJICTOCTEHHOUN TPyOe CTAaHOBUTCS YHEP-
TeTHYECKH BBITOJIHEE COBEpIIATh M3TUO HA BXOJAE U
BBIXOJ/IC MATPHUIIBI 32 CUET CHUJI CIIBHTA, HEXKETH 3a
CYeT W3THOAIOIUX MOMEHTOB. A C yBEIHYCHUEM
yria KOHYCHOCTH OL CTEHKE TpyObl CTaHOBHUTCS

OBPABOTKA METAJIJIOB

OHEPTCTUUCCKU BbITOJHCC COBCPIIATH U3rH0 Ha BXO-
A€ U BBIXOAC MATpHIIbI 34 CUCT I/I3I‘I/163IOIJ_II/IX MO-
MCHTOB, HCXKCJIM 3a CUCT CUJI CABHUTA.

BoeiBOALI

1. [Tomyuennsie 3aBucumocTH (10) 1 (18) mo3Bo-
JISIIOT OTPENEIUTh YCIOBUS, PU KOTOPBIX CIEAYeT
UCIIOJIB30BaThb METOJl Pa3phIBHBIX PEIICHUN B TEO-
PETUYECKOM HCCIICIOBAaHUH TPOIIECCOB Oe3ompa-
BOYHOTO BOJIOUEHHSI TPYO B KOHUYECKOW MaTpHIIC.

2. Ecnu mapameTp TOJICTOCTEHHOCTH HCXOMHOMN

TPYOBI %RO NpeBbIIIAET 3HAYEHHE F) , OTpeeNs-

emoe opmymnamu (10) u (18), To B TeOpeTHUECKOM
HCCJIEJOBAHUN BHEKOHTAKTHYIO Jedopmainuio me-
J1eco00pa3HO yUUTHIBATh C MMOMOIIbIO METOAA pa3-
PBIBHBIX PEIICHUMN.

3. Eciiu mapamMeTp TOJICTOCTEHHOCTH MCXOAHOM

TpyObI %RO He MIPEBBIIIAET 3HAYEHHE () , OTpe/e-

nsiemoe dpopmynamu (10) u (18), To HEOOXOAMMO HC-
M0JIb30BaTh JPYTrUe METO/AbI YHCICHHOTO MOCIH-
POBaHUS MPOLECCOB BOJIOYCHUSI.

4. Ilomy4yeHHbIE 3aBUCUMOCTH MOTYT OBITH HC-
MOJIH30BaHBI MPH MPOCKTUPOBAHUU IMPOIECCOB BO-
JIO4eHus TpyO.
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ARTICLE INFO ABSTRACT
Article history: Introduction . Non-contact deformation of the workpiece material, which occurs along the boundaries of the
Received: 11 June 2020 deformation zone, is one of the main factors determining the energy-power parameters of pipe reduction processes.
Revised: 22 June 2020 The most widespread practice in the design of metal forming processes is the method of discontinuous solutions,
Accepted: 01 October 2020 which makes it quite simple to take into account non-contact deformation in numerical simulation of processes.
Available online: 15 December 2020 However, for most processes in the technical literature there are no systematic practical recommendations on the
application of this method, which inevitably leads to a mismatch of theoretical principles and practice. The aim of
Keywords: the work is to determine the limits of applicability of the method of discontinuous solutions for processes of faultless
Pipe drawing of pipes through a conical die, depending on the geometric parameters of the workpiece, tool, as well as the
Discontinuous solutions degree of deformation and hardening of the processed material. Research Methods. The model of the deformation
Shear zone for the process of flawless drawing is considered in two versions: by the method of discontinuous solutions and
Bending moment taking into account non-contact bends of the pipe wall. From the condition of the balance of the shear forces acting
Stress on the conditional shear surface and the bending moments caused by the bending of the pipe wall, under various
Work deformation conditions, the boundary values of the thickness parameter are determined, at which it is advisable to
Drawing carry out numerical simulation of the drawing processes using the discontinuous solution method. In this case, the
Conical die calculations are performed separately for two sections of the deformation zone corresponding to the bending of the

pipe wall at the entrance to and exit from the die. Results and discussions. The numerical implementation of the
obtained dependences showed that at the entrance to the deformation zone, the boundary value of the thickness
parameter increases with an increase in the taper angle of the die and the hood for the transition, but decreases
with an increase in the anti-tension stress and the thickness parameter of the initial workpiece. At the exit from the
deformation zone, the boundary value of the thick-walled parameter increases with an increase in the taper angle of
the die and decreases with an increase in the stretch coefficient for the transition and the thick-walled parameter of
the initial billet. If the parameter of the thickness of the initial billet exceeds the boundary value, then in numerical
modeling it is advisable to use the method of discontinuous solutions. If it does not exceed, then other methods and
models should be used. The results of a theoretical study can be used in the design of pipe drawing processes.
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