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Annomayus. J1jsi ONydeHUST M3CIUA Pa3IMYHON KOHOHUIYpalMU M3 METaJUTMYECKOro JIMCTa HCIONB3YIOT MHOXKECTBO IMpHCIocoOinennid. OnHo u3
HHX — JIICTOTHOOYHBIC BAJIBLIBI, KOTOPBIC MOXKHO KIACCH(HIMPOBATH MO HECKOJIBKUM MPH3HAKAM: I10 KOJHYECTBY BAIIKOB (ABYX-, TPEX-, YCTHI-
PEXBAJKOBBIC); MO TUITYy HPHUBOAA (MEXaHUUECKHE, THEBMATHYCCKUE, DJIEKTPOMEXaHHYECKUE, THAPABIMYCCKHE); 10 B3AaUMHOMY PACIIOIOKECHHUIO
BAJIKOB (CHMMETPHYHbIC, HECHMMETPHYHBIC/aCHMMETPHYHBIC). BabLibl IMCTOrHOOYHBIC TPEXBAIKOBBIC MPUMEHSIFOTCS TS TIPOM3BOJCTBA H3ICTUH
[HJINHAPUYECKOH, OBAJIBHOI U KOHUYECKOH (hOPMBI ITyTeM IMOKH JMCTOBOTO METaJlIa, ¢ MX MOMOIIBIO H3TOTABIMBAIOT TPYOBI, Xken00a, 3IeMeHTHI
BO3IyXOBOJIOB, 00cUaiiku, 60YKH, BCCBO3MOXHBIC KOXKYXHU. [IpUHIII paGOThI JIMCTOrMOOYHBIX TPEXBAIKOBBIX BaJIbIIOB OCHOBAH Ha MIPOTHBOIIONOK-
HO HalpaBICHHOM BPAICHHU BAJIKOB, OJaromaps KOTOpOMY IPOMCXOMHT 3aXBaT JHUCTOBOTO MaTepuala W ero rubka 1o 3ajanHoMmy paguycy. s
o0neryeHus MoAa4Yu JIHCTOB M BBIEMKH H3CIHii, COTHYTBIX B 3aMKHYTYIO OKPYXKHOCTB, JINCTOTHOOYHBIC TPEXBAIKOBBIC BaIbIIbI KOMILICKTYIOTCS
CHEMHBIM U PETYJIMPYEMBIM 110 HPWXUMY MEpPEJAHUM BaJOM. B TpexBalKkOBBIX Bajbliax AMAMETp BEPXHErO Balka MPUMEpHO B 1,5 paza Goublie
JMaMeTpa HIKHHUX BAIKOB. B mporecce GpOpMOBKH Bajki COBEPLIAIOT PEBEPCUBHOE IBUKEHHE, TIPH 3TOM BEPXHHI BAJOK MOXKET MOIHMMATHCS
U OITyCKAThCS ISl PETYJIUPOBKH auamerpa Gopmyemoii 3arotoBku. [Ipu aToM criocode GpopMOBKH KpaiiHnue HEOOJbIINE YIACTKH JIUCTA OCTAIOTCS
IUIOCKUMHU. DTOT HEJJOCTATOK yCTPAHAETCs IOATMOKOH KOHIIOB Ha Ipecce WM Ha BAJKOBOM cTaHe. B HacTosmieit paboTe npensoxken MatemMaruyec-
KU METOJ OIPEICNICH s CUII © MOMEHTOB HPH XOJIOHOM MMOKe TOJICTOTO CTAJILHOTO JIMCTA HA JIMCTOTMOOYHBIX TPEXBAIKOBBIX Balblax. PacyeTs
MO3BOJISIIOT OMPECIHTD PEAKIUK OIOpP BaJKOB, OCTATOYHBIC HANPSUKCHUS B CTCHKE CTAIBHOTO JIMCTA, JOJIIO [IACTHYECKO JehopMariiy Mo ToJ-
IIMHE JIUCTA U OTHOCHTENBHYIO Ae(OPMALMIO TIPOIOIBHBIX MTOBEPXHOCTHBIX BOJIOKOH JIUCTA MPH I'MOKE B 3aBUCHMOCTH OT pajnyca BaJKOB, IIara
MEIK/Ty BAaJIKaMH, BETMYMHBI 00XKATHS JINCTa BEPXHUM BAJIKOM, TOJIIIMHBI JUCTA, a Takxke Moxyist FOHra, mpe/ena TeKydecTr i MOIYJIsl YIPOYHCHHS
cTanu JmcTa. Pesynbrarbl HCCIeI0BaHHH MOTYT OBITh MCIIOJIBb30BaHbl HA METAJLTYPrHYECKUX M MAITMHOCTPOUTEIBHBIX 3aBOAAX IPHU MPOH3BOJICTBE
CTaJBbHBIX TPYO OOJBIIIOTO TAMETpa U1 MArHCTPaIbHBIX TPYOOIIPOBOIOB.
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Paccmorpum mpomecc  hopMoOBKH  TpyO  OONBIIOTO
JImamMeTpa U3 IMUPOKOTO TOJICTOTO CTAJBHOTO JIUCTA IS
MarucTpaibHBIX TPYOOIIPOBOIOB.

CoBpeMeHHbIE TEXHOJIOTUH TIPOM3BOACTBA CTAIBHBIX
MPSIMOLIOBHBIX 3JEKTPOCBAPHBIX TPYO OOJBIIOTO THAMET-
pa (1020, 1220 u 1420 MmM) U3 crajeil Kiacca IpoYHOCTEH
K38 — K65 u X42 — X80 ¢ TONIIMHONW CTEHKH 10 52 MM H
pabounm maBienuem a0 22,15 Mlla cocTosT U3 HECKOJIb-
KHX TOCTICIOBATEIEHBIX TEXHOIOTHUSCKUX OMEepaInii, 0c-
HOBHOHM W3 KOTOPBIX SIBISICTCSI (POPMOBKA TIOCKOTO CTallb-
HOTO JIUCTa B HE3aMKHYTYIO HIIMHIPUICCKYIO 3aTOTOBKY
niepes; cOOpKoi 1 cBapkoit TpyOsI [1 — 35].

Hamnbonpmiee pacmpocTpaneHne Ipu (OPMOBKE TPy-
661 B Poccun u 3a py6exom (I'epmanust, Kurait, Uumus)
MOJTYYWIN CIEAYIOIINE CIIOCOOBI: (hOPMOBKA JINCTA B HE-
3aMKHYTYIO IHJIUHIPUYECKYIO 3aroTOBKY Ha CTaHE Ball-
KOBOPOJIMKOBOW (DOPMOBKH ¥ HENPEPHIBHOM BAJIKOBOM
craHe; (hOPMOBKa JIUCTA HA TUCTOTUOOYHBIX TPEXBAIKOBBIX
BaNbIax; (GOpMOBKa JIHCTA B IIIHHAPHIECKYIO 3aTOTOBKY
Ha mpeccax (cxema UOE); momrarosas (hopMOBKa JMCTa
mTaMiamMu (IyaHcoOHaMu) Ha y3kux Ooiikax (cxema JCOE)
[18 —24].

[Ipu npon3BoACTBE CTANBHBIX TPYO OOIBIIOTO THAMETpa
JUIS. MAaTUCTPaNIbHBIX razoHedTenpoonos Ha OAO «Yens-
OuHckuil TpyOorpokaTHbIil 3aBon» U AO «BbIKCyHCKHIA
MeTaJuryprudeckuii 3aBony» npumensitorcs cxembl UOE u
JCOE (dbupmer SMS Meer); mHa 3AO «xopckuii TpyOHBIH
3aBoay» npumMensiercs cxema JCOE (pupmbr SMS Meer); Ha
AO «Bomxckuiit TpyOHBII 3aBO» TPUMEHSETCS HETIPEPHIB-
Has BajblieBas GopMoBka; Ha AO «3aropckuit TpyOHBIi 3a-
BOI» TPUMEHSIOTCS JIHCTOTHOOYHBIC TPEXBAIKOBBIC BaJb-
16! (hupmsr Haeusler).

st monmyYeHus U3Aeui pa3IMIHON KOH(PHUTYPALUuH U3
METaJUTHUECKOTO JIFCTA HCIIONB3YIOT MHOKECTBO HMPHUCIIO-
COOJICHNH, B TOM YHCIIE JINCTOTUOOYHBIC BaJIbLbI, KOTOPHIC
MOKHO KJTaCCH(UIIPOBATD 11O HECKOIBKUM IIPU3HAKAM: 10
KOJIMYECTBY BaJIKOB (IBYX-, TPEX-, YCTHIPEXBAIKOBEIC); 110
THUITY IPUBOAA (MEXaHUIECKHE, THEBMAaTHUCCKHUE, SIEKTPO-
MEeXaHWYECKHE, THAPABINYCCKUE); IT0 B3AUMHOMY paCIIO-
JOXCHUIO BAJKOB (CHMMETPHYHBIC, HECHMMETPHUYHbIE/
ACHMMETPHYHBIC).

Banbier  nuctorunOovnbie  TpexBankoBbie (puc. 1 —3)
MIPUMEHSIOTCS [UISl TIPOU3BOICTBA M3ICIHN IHIHHIPHYICC-
KOHM, OBAJILHON M KOHHUYECKOH (hOPMBI IyTeM T'MOKH JIHC-
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Puc. 1. Banbiibl 1ucTOrnO0YHBIC TPEXBAIKOBBIC C THAPaBIn4ecKuM mpuBoaoM (pupma Haeusler)

Fig. 1. The three-roller sheet-bending rolls with a hydraulic drive (Haeusler)

||||,|[-I

|

Puc. 2. ['nOka cTaabHOTO JINCTA Ha TPEXBAIKOBEIX Baiblax (Gupma Haeusler)

Fig. 2. A steel sheet bending in the three-roller rolls (Haeusler)
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Puc. 3. Cxema ruOKu CTaJILHOTO JINCTA HA HECUMMETPHUYHBIX TPCXBAJIKOBBIX BaJibllaX

Fig. 3. Sheme of steel sheet bending at an asymmetrical three-roller rolls
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TOBOTO METajjia, C WX MOMOIIBI0 M3TOTaBIMBAIOT TPYOHI,
xKeno0a, HIEMEHTHI BO3yXOBOIOB, oOeuaiiku, 004KH, BCe-
BO3MOXKHBIE KOXKyxH [1 — 6, 18 — 24, 29 — 35].

[IpuHuun paboTBl JTUCTOTMOOYHBIX TPEXBAJKOBBIX
BaJbIIOB OCHOBAaH Ha MPOTHUBOINOJIOKHO HAIMPABICHHOM
BpallleHUH BAaJIKOB, B pe3yJbTare KOTOPOr0 HPOUCXOTUT
3axBaT JUCTOBOTO MaTephalia M €ro THOKa Mo 33aJaHHOMY
pamuycy. Jliast obierdeHus moavn JHCTOB U BBIEMKH HU3-
NIENTUH, COTHYTHIX B 3aMKHYTYIO OKPY’KHOCTB, JTHCTOTH00Y-
HBIE TPEXBAJIKOBBIC BaJbIBl KOMIUICKTYIOTCS CHEMHBIM H
PETYIUPYEMBIM TI0 MIPKUMY TIEPETHIM BaJIOM.

B TpexBajKoBBIX BambllaXx AWAMETP BEPXHETO Baslka
npuMepHo B 1,5 pa3a Gosbliie TuamMeTpa HIDKHUX BAaJIKOB.
B mpormecce (OpMOBKH BaJKH COBEPINAIOT PEBEPCHBHOE
JIBUKEHHUE, TIPU ATOM BEPXHHUH BAJIOK MOXKET IMOJIHUMATHCS
Y OITyCKaThCs JJIsl PETYJIMPOBKH qrUaMerpa popMyeMoit 3a-
roToBkH. [Ipu 3TOM ciocobe GpopMOBKH KpaliHHE y4acTKH
JIUCTA, JUIMHA KOTOPBIX paBHA MOJIOBUHE PACCTOSHUS MEX-
Iy HWKHUMH BaJIKaMH, MOJIYyYaOTCs MIOCKUMH. DTOT He-
JIOCTAaTOK yCTpaHsSeTCs MOArMOKOW KOHIIOB Ha mpecce WU
Ha BAaJIKOBOM CTaHe.

PaccmoTpuM MareMaTH4YecKyl0 MOIENb JUCTOrnO0u-
HBIX TPEXBAJIKOBBIX BabLOB. [lycts t, v t, — mar mexay
MIEPBBIM U BTOPBHIM BaJIKaMH W IIar MEXIy BTOPBIM U Tpe-
ThuM Basikamu (t, +t, =1); H, — Benmmunna obxarust HEUT-
pagbHOU TOBEPXHOCTH CTANBHOTO JINCTA HA i-OM BaJKe,
h — Tommmnua crambHoro nucra; R, — paauyc i-ro Baika;
Rio = Ri +h/2; o U E — npenen tekyuectu u moayns FOHra;
I, u II, — MOy YHIPOYHEHHs CTAIM NPH PaCTAKCHUH
U CKaTUM; p; M & = 1/p, — paaMyC KPUBHU3HbLI ¥ KPUBU3HA
MIPOIOJILHON HEUTpaNbHOM TMHUHM JIMCTA B TOUKAX ee Kaca-
HUS C BaJIKAMU; (), — yIIIbI TOYEK KAacaHus JIUCTa M BAJIKOB
(i=1,2,3) (puc. 4).

Bynem cuutarh, 4TO HIDKHHE BaJKH HMEIOT OIUHA-
koBblii nuamerp (R, =R;) u nexar Ha OIHOM YpOBHE
(H,=H;=0wm).

KoaddurmeHt npyKuHeHUs HEUTPaTLHOW JIMHUY JIHC-
Ta () mpu pajnyce KpUBU3HBI p PaBCH

1

e e
Im_+1I1
meé:%; n= pz; -

BBeneM Tpu JOKambHBIC TPSMOYTOJBHBIC JEKapTOBBIC
CUCTEMbI KOOPAMHAT Y — Z B TOUKAX KacaHHUs JIHCTa C Baj-
KaMu Bajbl0B. OCH Z HallpaBUM 110 KacaTelbHOM K IOBEpX-
HOCTH BaJIKOB CJIEBA HAMPABO, & OCH Y — NEPHEHIUKYISIPHO
K OCH Z B CTOPOHY IIGHTPOB COOTBETCTBYIOIINX BaJIKOB. By-
JIEM aNINpPOKCUMUPOBATh B ATUX CUCTEMAX KOOPAUHAT IIPO-
JOTBHYIO0 HEUTPATIBHYIO JIMHUIO JIUCTA (MEXIy COCETHUMHU
TOYKAMU KaCaHMs JIUCTA U BAJKOB) C MOMOLIbIO KyOuuec-
KUX TMOJUHOMOB Buaa Y(Z) = az? —bz® (meron Illunkuna)
(rne @, u b, — ko> puIMenTs KyOUIECKHX MOTMHOMOB B
i-0¥ cucTeMe KOOpIIMHAT).

nl

p3
pl

Puc. 4. CI/IJ'IBI, HeﬁcTBy}OH.IHe Ha JIMCT TIpu rubke Ha BaJblax

Fig. 4. Forces and moments acting on the sheet under bending
at the rolls

CoctaBuM ypaBHEHHS AT KO03(D(PHUINEHTOB KyOmdec-
KHX MOJIMHOMOB, KPUBU3HBI U PAJANyCOB KPUBU3HBI HEHUT-
paJIbHOM JIMHUH JIFCTA B TOYKAX €r0 KaCAHUS C BAJIKAMH:

nepevlil U 6MOpPOL GAIKU.
t . .
Z, = (5 —R,,sin@, — R, sin (pzjcos ¢, +
+[H,y — Ry (1-cos @) — Ry (1 - cos @, |sin ¢y

t . . .
Vy = —(E — Ry, sin@, — R, sin (pzjsm o, +

+[H2 —R,,(1-cos@,) — Ry, (l—coscpz)]coscpl;

3y, +tg(e —,)z, b — 2y, +tg(Q —9,)z, |
a = 2 > Y1 T 3 H

Z 2
. 1 .
€ =245 Py, :Z’
|
2a, —6b,z 1
€ = : = AP P21:8_;
l:l+(2a122 ~3b23) ] 2

6MOpOU U Mpemuil 6aIKU:

zy = [% + Ry, sin @, — R, sin (p3jcos ¢, —
—[H, = Ry (1—cos@,) — Ry, (1—cos 3) |sin ¢,
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V3= (é+R20 sin@, — Ry, sin @3)sin 0, +
+[H, — Ryy (1—cos,) — Ry (1—cos @,) | cos 9, ;
_ 3 8@ @s)zy 2y 189 + )z

s Yo

9 = 2 3 )
Z3 Z3

€y =2ay; Py =Pp3 = 5
2a,

2a, —6b,z 1
€3 = : = 320 P3=Pn=""-

[1-1—(261223 —3bzz§)2} Fa2

FpaHI/I‘IHI)IC ycCj0BuUs 3ala4i UMCIOT BU]

P12 = P15 Pay = Pa3s Py = P(Py3)Pys-

Jonst utactuueckoi nedopmary mo TOJIIMHE JIHCTa
IIpY THOKE OTPEIEISETCS IO BBIPAKCHUIO

2c.p Eh
1- ,ecm p<—;

E 20,

= Eh
0, ecru p > Py

GT

OTtHOCHUTENbHAS ,I[e(l)OpMaL[I/IH MIPOAOJIbHBIX IOBEPX-
HOCTHBIX BOJIOKOH JIUCTa paBHA

[Ipu TtacTryeckoM U3rude CTAIBHOTO JINCTA {p <p,=

hE .
= —— | m3rubaromuii MomeHT (M) B monepedHoM ce4eHUun

20,

JIUCTA OIpENESIeTCs 0 3aBUCUMOCTH [ 18 — 24]

2 pr(I0, +11
3_4| S:P +M
Eh 24p

bh’c,
12

s 05)

h
a MpU YOpyroM U3rube CTanbHOTO JIHCTa [p 2p, = 2—}
c

T

X

M(p) =

M3TUOAIONUI MOMEHT B MTOTIEPEYHOM CEUSHUU JIUCTA OTpe-
JIeNsieTcst creayronei 3aBucuMocthio [1 — 6, 18 — 20]:
bW’E
M= .
12p

[Tycte M, — u3rubarommii MOMEHT CTaJBHOTO JIMCTa
B TOYKaxX €ro KacaHus ¢ Bankamu BajnbloB: M, =0; M, =
= M(p,): M, = 0.
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Jyist TpyOHBIX BBICOKOTIPOUHbIX cTaned [T, = Hp =1L
OKCTpeMalIbHbIE OCTATOUHbBIE HAIPSKEHH S B COOTBETCT-
BuH ¢ pabotami [18 — 20] onpenenstorcs Mo BEIPAKESHUIM

| M]
Goer =0, +11(€ —€,) = 6] — |;
ocT T (max T) (bhz

ol =0, —12( M chp’

bi? ) Eh

mee =E/c .

ITpoBeneM pacdeT CHIIOBBIX NMapaMEeTPOB JIMCTOIMOOU-
HBIX TPEXBAJIKOBBIX BaJIbIOB. [TycTs N, Mpi ukF = Mpi/ R —
peaxius Orophbl, BpaliaTelIbHbIi MOMEHT (TIepeaBacMblil
OT peayKTopa) M Mojaroniee ycuiane (Chia mopadu) i-ro
Basika (i =1, 2, 3) COOTBETCTBEHHO.

JoGaBky K peakUusM CHJI B TOUKaX KacaHHs JIMCTa C
BaJIKAMH PABHBI

AN, =N, cos(9, —@,) + F_ sin(o, — ¢,);

AF_, =N,sin(¢, —9,) + F_ cos(p, — ¢,).

HOpMaJ'II)HI)Ie PCaKuu BaJIKOB B TOUKaX KaCaHUsA C JIMC-
TOM PaBHBI

_ M, -F.»,.
2
N. = M, —AN,zy = (F,, +AF,)y; .
2= 5
Z3
N. = M, +FH3[_Z3 sin(@, + ;) + y; cos(@, +(P3)]
3= ; .
73 COS(Q, + @3) + y3 8in(Q, + @)

N,

BeprukanpHas cuia JaBJIeHUS BEPXHETO BTOPOTO BaJIKa
Ha CTaJIHOH JIUCT COCTABIISIECT
FBepx =N,cosg, + F _,sing,,
a BEpTUKaJIbHAs CUJIA JaBICHHUS HUKHHUX TIEPBOTO U TPETh-
€ro BaJIKOB Ha CTAJFHOH JINCT COCTABIISIET
wn — N cos@, —F _sing, + N;cos, +F _.sing,.

[Ipu pemenun cucrembl ypaBHeHud npu t=1,02 M,
R,=0340m, R, = 0,510 M, R; = 0,340 M, b=18m,
h=0,01 M, E=2-10"TITa, 6_= 500-10° ITa, H,= 0,131 m 1
p, =2 M nony4aem: p, = 0,631 m; p, = 1,216 M; ¢, =26,08°;
0, =-1,95% ¢,=26,52°; M, =22,889 kH-m; N, = 60,510 kH;
N, = 112,671 kH;N,=66,146 kH; F,_ = FBepx =112,583 xH
(puc. 5, 6).

Buoieoowt. 1lpennoxeH aHaIUTUYECKUN METOA OIpele-
JICHUSI PeakUuil BalKOB, M3TUOAIOMINX MOMEHTOB U OCTa-
TOYHBIX HAMPSDKEHHWH B CTEHKE CTAJILHOTO JIMCTA MPH XO-
JIOHOY THOKE Ha JINCTOTUOOYHBIX TPEXBAIKOBBIX BaJIbIIAX.
PesynbraThl HCCiIe0BaHUI MOTYT OBITh MCIIOJIH30BaHBI HA
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Ilpoeub nucma, m

0,2 -

I I I
0 0,5 1,0

Topusonmanvhas ocb, m

Puc. 5. IIporu6 nmcra Mex1y TpeMsi BaIKaMH BalbLIOB

Fig. 5. Deflection of the sheet between the three rollers of the rolls

METaJUTyPrUYeCKUX 3aBOJIaX MPH IMPOU3BOJCTBE CTAIBHBIX
TpyO OOJIBIIOTO M CPETHETO TUAMETPOB JIJIsl He(hTEra30BhIX
MarucTpaibHBIX TPYOOIIPOBOIOB.
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Fig. 6. Curvature of the sheet’s neutral line under bending at the rolls
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