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ABSTRACT

In this paper, showing the relationship between the constructive and technological process of hardening threaded conical
surface drill pipe, magnitude and distribution of residual stresses in a threaded surface based on complex mathematical
models developed and a series of pilot studies stress-strain state threads and fatigue tests of threaded connection are
presented.

Performed computer simulations of the hardening of the hollow carving deep roll. The conceptual and mathematical
formulation of the problem is determined. As a result of a series of numerical experiments using ABAQUS package
evaluation of residual stresses distributions are obtained depending on the degree mounting of the roll.

From the point of view of the mechanics of a deformable solid, the problem of modeling the process of thread rolling
to three-dimentional non-stationary contact problems of elastic-plastic deformation.

The complex geometry of the simulated bodies excludes the possibility of using analytical methods to solve such
a problem, so a system of hypotheses for constructing a mathematical model is introduced.

The area of the pin thread material for the modeling object is selected.

Set the relationship between the constructive and technological process parameters folding threaded conical surface
drill pipe (geometry of a strengthening of the movie, the size of the load, radius of hollow), magnitude and distribution
of residual stresses in a threaded surface based on complex mathematical models developed and a series of pilot studies
stress-strain state threads and fatigue tests.
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AHHOTALIMA

lMoKa3aHO B3aMMOAENCTBUE MEXKIY KOHCTPYKTUBHBIMU OCOBEHHOCTAMM M TEXHONOTMYECKMM NPOLLECCOM YNPOYHEHUA
NOBEPXHOCTU KOHMYECKUX pe3bb BypunbHbIX Tpyb, BEMUMHOM M pacnpefeseHMeM OCTaTOUYHbIX HaNpPAXKEeHUA B pe3b-
60801 MOBEPXHOCTM, KOTOPblE OCHOBAHbI HA KOMMJIEKCHOM MATEMaTUYECKOM MOAEMPOBAHUN U CEPUN OMbITHBIX UC-
CNefoBaHUM HaNPAKEHHOrO COCTOAHMA Pe3bb U UCMbITaHWUI pPe3bboBbIX coeguHeHui. MpeacTaBNeHO KOMMNblOTEpPHOE
MOZEe/IMPOBAHME YNPOUYHEHMA BNaAMHbI 0OKaTbiBaHWMEM POIMKA. OnpeaeneHbl KOHLENTyaNbHble U MaTeMATUYECKME NO-
CTAHOBKM 3a4a4. B pe3ynbTate cepum YNCNEHHbIX IKCMEPUMEHTOB C MPUMEHeHUeM NporpammHoro komnnekca ABAQUS
onpeaeneH xapaktep pacrnpefeseHnsa 0CTaTOYHbIX HaNPAXEHWI, MONYYEHHbIX B 3aBUCUMOCTM OT Harpy3K1 Ha POSUK.

C TOYKM 3peHnA MexaHUKK aepopmmupyemoro TBepAoro Tena 3afadya MoaenMpoBaHma npouecca obkaTbiBaHMA pe3bbbl
OTHOCMKTCA K TPEeXMePHbIM HECTALLMOHAPHbBIM KOHTaKTHbIM 3aZa4am yrnpyroniactuyeckoro gebopmmnpoBaHua. CnoxKHas
reomeTpua MOAENNPYEMbIX TEN UCKHOYAeT BO3SMOXKHOCTb MCNONb30BaHMA aHA/IMTUYECKUX METOA0B A/1A PeLleHns no-
no6HoM 3agaun. BeegeHa cuctema runotes s NoCTpoeHUA MaTeEMATUYECKOM MOAENM.

B KauecTBe 06bEKTa MOAENMPOBaHMA BbibpaHa 061acTb maTepuana Hunnens Tpybbl ¢ pesbboir.

YCTaHOBNEHO B3aMMOAENCTBME MEXAY KOHCTPYKTUBHBIMM U TEXHONOTMYECKMMWU NapameTpamMu npoLecca 3aMKOBbIX
pe3bb (MapameTpamu NepemeLLeHnsa POSIMKA, pa3mepamMu, HarpysKon, paguycom), BeIMYMHOWM U XapaKTepom pacnpe-
OeNeHnsA OCTAaTOUYHbIX HanpAXKeHU B pe3bboBOit NOBEPXHOCTU, OCHOBAHHOM Ha NONYYEHHbIX KOMMIEKCHbIX MaTeMaTy-
YECKUX MOoAENsx.

KJIXOYEBBLIE CJIOBA

YnpouyHeHune obKaTbiBaHNMEM POSIMKOM; BypuabHas Tpyba; pe3bba; 0CTaToUHbIe HaNPAMXKEHWS; METOL KOHEUYHbIX 3/1IeMeH-
TOB.
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BBenenue

OpHMM U3 OCHOBHBIX METOJIOB ITOBEPXHOCT-
HOTO YNPOYHEHUS BHAJWH KOHHMYECKOW 3aMKO-
BOM pe3b0bl OYypHIIBHBIX TPYO SIBIISETCS OOKATHI-
BaHUE TUX BIAJHMH pOJIUKOM. B 3TOM mponecce
MIPUITOBEPXHOCTHBIE CJIOM MaTepuasia BIaJUHBI
pe3b0bl TPYOB! UCTIBITHIBAIOT MJIACTUYECKHE JIe-
¢dopmannu, a BO3HUKAIOIIUE IIPU 3TOM OCTATOU-
HBbI€ HANPsKEHUS U IOBEPXHOCTHOE YIPOUYHEHNE
Marepuaia (Hakjern) MOBBIMAIT YCTAJIOCTHYIO
MIPOYHOCTh TPYO, YBEIMUUBAs CPOK MX IKCILIY-
araiuu [1—7]. DkcrepuMeHTaIbHOE H3y4YeHUE
OCTaTOYHBIX HANpPSKEHUH BOJIM3M  BIIAJMHbI
pe3b0bl 3aTPYTHEHO B CHITY CIIOKHOTO MPOuIIs
MIOBEPXHOCTH Pe3b0bl U CHUIILHOW HEOIHOPOIHO-
CTH OCTaTOYHBIX HANPSHKEHUN B MAJOM IO TOJI-
IIMHE Cclloe MaTepHala pe3bosl [8—14].

1. MeToauka uccjaeI10BaHNi

Llenwto manHOM PabOTHI ABIIIETCS pa3paboTKa
Y MOCTaHOBKA 33/1a4M JJISl MOCTeIyIoNIe OlleH-
KU paclpelleICeHHil OCTaTOYHBIX HaIPSKEHUM,
BO3HUKAIOIIUX IOCJIE€ OOKaThIBAHUSA C IOMO-
UIbI0 METOJIOB MAaTeMaTU4eCKOro MOeNIMpOoBa-
Hus. PaccMoTpeH MeTo]] KOHEYHO-3JIEMEHTHOTO
MOJICIMPOBaHUsA KOHTAKTHOW 3agauu [15—21].
Jlst onpeneneHus: 06JacTedt MOIETMPOBAHUS Ha
puc. 1 npuBeneHa pe3p0oBast YacTh HUMMENS Oy-
PUIBHOM TpPyOBI, a TakXke Moka3aH mpodwib u
napameTpsl pe3bObl Ha puc. 2.

Puc. 1. TpexmepHas MoJieIb HUTIIIEIS
Pe3b00BOI YacTH OypHIIEHON TPYObI

Fig. 1. 3D-model of pin drill pipe thread

Jl1is mpoBeIeHUsl KCCIEIOBAaHUI ObLia B3siTa
yTsDKEJICHHass OypuibHas TpyOa. Ponmmk mmeer
auametp D, paauyc npoduns R u yron pabouein
CTOpOHBI. PoNIMK ycTaHaBNMBaeTCsl BO BIAJUHE
pe3b0bI 03 HaKIoHA K OCH 00pabaThiBaeMoii Je-
Talld ¥ TpKUMaeTcs: ycuiueM P. 3arem TpyOa
HAUMHAET BpallaThCsl, 3aCTaBIIsIs MPUKATBIA PO-
JIUK KaTUTHCS TI0 BIIAIMHE PE3bObI [22—24].

C TOYKM 3peHus MeXaHUuKH AedopMupye-
MOIO TBEPJOro Teja, 3ajJada MOJACIMPOBAHUS
mpoiiecca OOKaThIBaHUSI PE3bObI  OTHOCHUTCS
K TPEXMEPHBIM HECTAlMOHAPHBIM KOHTAKTHBIM
3a/la4aM YIpyroruiacTUIecKoro aedopMupoBa-
Hus. CloXHaAsh TEOMETPUS MOJEITUPYEMBIX Tl
MCKJIFOYAeT BO3MOKHOCTh HCIIOJIb30BAHUSI aHa-
JUTUYCCKUX METOMOB ISl PEIICHHs TOJ00HON
3aja4u. BBeneM cuctemy rurotes Jjisi MOCTpo-
C€HMSI MaTEMaTUYECKOW MOJICIIH.

RO38

Puc. 2. IIpoduis u pazmeps! pe3b0Obl OypHIBHON TPYOBI

Fig. 2. The profile and dimentions of drill pipe thread
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B kauectBe 00beKTa MOJIEIUPOBAHUS BHIOU-
paem o0J1acTh MaTepuaa HUMIENs TPyObI ¢ pe3b-
Ooii. BBeneM HEKOTOpBIE YNPOILEHUs, TaK Kak
Harpy3ky Mpu OOKaThIBAHWU BBI3BIBAIOT TOJIBKO
JIOKaJIbHBIE TUIaCTUYECKUE AedopMaliy BO Bra-
JIMHE Pe3bOBbI O] POJIUKOM, TO B KAUYECTBE MOJIE-
JUpyeMoro o0bemMa MOXKHO pacCMOTPETh BIAH-
Hy C IBYyMs BUTKaMH pe3bObl. [Ipu 3Tom Oynem
paccmarpuBarh pe3b0y HE Ha KOHMYECKOH, a Ha
LUJUHIPUYECKON MOBEPXHOCTH. YUYUTHIBAS J0-
CTaTOYHO OOJBILION (MO0 CPaBHEHUIO C TIIYOUHOI
BITaJIMHBI pe3b0bI) TUaMETP TPYOBbl, TOKAJIbHOCTh
nedopMUpPOBaHUS U OLEHOYHBIN XapakTep pac-
YETOB MOYKHO Pa3BEPHYTh MOJEIUPYEMBII 00beM
C IMJIMHAPUYECKON TOBEPXHOCTHU Ha MIIOCKOCTb.
Bce »tu ynporuieHusi mo3BOSSIIOT MPEACTaBUTh
MOJIETIUpYEeMbI 00beM B BHIE (PparmMeHTa Oj-
HOTO BUTKa mynuHOM 20 MM Tak, KaKk MOKa3aHO
Ha puc. 3 u 4.

Puc. 3. Bux c6oky mozaenn oOKaTku pe3bObl

Fig. 3. Side view of the thread rolling model

1. B HaYaJbHOM MOJIOKEHUH POJHUK PaCIo-
Jlaraercs HaJi KaHaBKOW pe3bObl B 5 MM OT JIEBO-
r'O TOplia BUTKa (CM. puc. 3).

2. Ponuk cuntaem abCONIIOTHO TBEPABIM Te-
JIOM.

3. Jledhopmanuu Marepuana pe3bObl cuuTa-
€M MaJbIMH, a PU3UKO-MEXaHUYECKHUE CBOMCTBA
MaTepuaia — U30TPOIHBIMHU.

4. B HayanbHOM COCTOSTHUHM MaTepua pe3b-
Obl MPUHUMAEM HaXOMAIIUMCS B €CTE€CTBEHHOM
COCTOSIHMM (HEHANpPsDKEHHBIM M HEHArpy>KeH-
HBIM).

5. Ilpouecc HarpyxeHuss NpUHUMAEM H30-
TEPMUYECKUM.

6. BiusHHEe MacCOBBIX CHII TpEeHEOperaeM.
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7. TlpuauMaeM rumote3y o0 aaauTUBHOCTH
CKOpOCTEH yNpyrux W IJIAaCTHYECKUX jaedopma-
ITUH.

8. 3amaua paccmaTpuBaeTCs KaKk KOHTAaKT-
Hasl, TPUYEM KOHTAKTHBIEC YCIIOBHS IMOCTOSHHO
YTOUHSIIOTCS B ITPOIIECCE PEIICHUSI.

9. HarpyxeHue BbIIOIHAETCS B 2 111ara.

Ha nmepBom miare ponuk BIABIMBAeTCs BO
BIAIUHY pe3nObl Ha BenmumHy U™ Ha Bropom
mare Bechb ()parMeHT pe3b0bl CMEIIAeTCs BJICBO
(cm. puc. 4) Ha 10 MMm.

Puc. 4. Bua ¢ BepmmHbI 0CH z Ha MOJICITb
00KaTKH pe3bObl
Fig. 4. The view from the top of the z axis
on the therad rolling model

[Ipu 5TOM BOABIEHHBIM POJIUK KATUTCS MO
BIIQJIMHE, BPAIasCh OTHOCUTEIHLHO CBOEH He-
IOABV>KHOU OCH.

2. Pe3ysnbTarThl 1 X 00Cy:KIeHHE

B mnponecce uccienoBanusi ObLia MOCTaB-
JieHa 3ajjadya MaTeMaTHueCcKOTro MOAETUPOBAHUS
OOKaTKu pe3b0bl W TPOBEICHO KOHEYHO-DJIe-
MEHTHOE MOJEJIMPOBAHME Mpolecca 00KaThIBa-
HUS PE3bOBI POITHKOM.

[Iyctb B HEKOTOpBIA MOMEHT BpPEMEHU

t€(0, ©) nedopmupyemoe TeJIO 3aHUMAET 00-
JaCTh:

rth,Qt eR’.
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DTO TpeXMEpPHOE MPOCTPAHCTBO C TPAHULICH:
t
S :Sv(t)USﬁ-eg(t)UScont(t),
rae S,(f) — 4acTe rpaHULbl, MOBEPraroIascs
KHHEMaTHYECKOMY BO3JIEHCTBHUIO; S 4, (1) — CBO-

Oonnas rpanuua; S, (f)— TpaHUIA KOHTAaKTa
(cMmelaHHbIE TPaHUYHbIE YCIOBHUS),

o =afus’,
Jlanee ObUIM OmpEnENeHbl MO CKOPOCTEH
TepeMenIeHui v, HanpsHKeHU 6 1 nedopmaruit

€ nyst mrodoro ¢ (0, o).

JlannHast 3ajiaua sIBJIsSIETCSl CYILIECTBEHHO He-
JINHETHOM, B YACTHOCTU — BCJIEACTBUE HAIUYHUS
KOHTAKTHBIX TPAHUYHBIX YCIOBUH.

3amerum, 4T0 S (7)) MpeACTaBIsET COOOH
o0acTh «reoMeTpUYECKOro KOHTaKTa», B KO-
TOPOM BO3MOXHBI TOAOONACTH  OTCYTCTBUS
«(pU3HUECKOTO KOHTaKTa» (T.€. OTCYTCTBHUS B3a-
UMOJICHCTBUS TEOMETPUUECKU KACAIOUIUXCS TO-
BEPXHOCTEH IPYT C APYTOM).

Jns nmomyuyeHus: NpUOIMKEHHOTO pPELIeHUs
MOCTAaBJIICHHOM 3aJauu ObLI HCIIOJIB30BaH IPO-
rpaMMHBIN koMIieke ABAQUS, ucnonb3yomui
TPaJAULMOHHBIN JIJIsl MEXaHUKH Je(OpMUpPYyEMO-
ro TBEPAOIO Teja METOJ]] KOHEYHBIX 3JEMEHTOB
(3, 4].

B vactHOCTH, B CHIy CYIIECTBEHHOW HEJIH-
HEWHOCTH 3aJadyd OBl HCIIOJIB30BaH MOYJb
Abaqus/Explicit. ]Ins onmucaHus UCCIeTyeMOM
00J1acTH KOHEUHBIMH AJIEMEHTaMU Obl1a MOCTPO-
€Ha KOHEYHO-2JIEMEHTHAs CeTKa (CM. pucC. 5).

Puc. 5. KoneuHno-snemMeHTHas CETKa
JJIEMEHTA Pe3bhObI

Fig. 5. Finite element mesh of a thread element

Jlnst WccienoBaHusl pacnpeielieHuss OCTa-
TOYHBIX HaMpPsHKCHWH TMMOciie OOKAaTKH Pe3bObl
poNMKOM OyIyT TPOBEICHBI BBIYMCIUTEIHLHBIC
OKCTIEPUMEHTHI TPH  Pa3IMYHBIX BEIUYWHAX
B/IaBIMBaHUs posuka U,

Jliist iccieioBaHusI pacpeeNICHHs OCTaTou-
HBIX HaIpsHKEHUH Mociie 0OKaThIBaHUS PE3bhObI
POJIMKOM OBUTM TIPOBEICHBI BBIYMCIUTEIHLHBIC
OKCTIEPUMEHTHI TPH  Pa3IMYHBIX BEITUYWHAX
B/IaBIMBaHus poiuka U” BO BIaJAWHY pe3bObl UC-
ciemyeMoro oobema OypuiIbHOM TPYOBI.
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