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1 VHuBepCcHTET XUMUYECKOH TEXHOIOTHH H METAILTYPI UM
(1756, Bonrapust, Codusi, 6ynsap Kiumera Oxpuzackoro, 8)
2 Jluneuxuii rocyxapcTBeHHbII TEXHNYECKHIi YHHBEPCHTET
(398600, Poccusi, Jluneuxk, yia. Mockosckast, 30)

Annomayua. Ha ocHOBe BapHaunoHHOro npuHuuna XKypaeHa [ j)KeCTKOIUTACTHYECKOrO Tela i KHHEMATHYECKH OMYCTHMOTO MOJIs CKOPOCTeil pas-
paborana MareMarnyueckas MOJENb Ipolecca CBOOOIHOrO YIIUPEHUsI IPH TOHKOJIMCTOBO Topsiueil npokaTke. B kauecTBe (yHKIMOHANA Bapua-
LIMOHHOTO ypaBHEHHMsI OblIa MCMOMb30BaHA CyMMa MOIIHOCTEH BHYTPEHHHX CONPOTHBICHUMH, CHJI TPCHHS CKONBKCHHS, CHJI CPe3a, MEepeIHEro
W 3a/iHero HatshkeHus. [pu peleHnn BapualoHHoro ypasHeHus JKypzeHa s ciydasi IPOKaTKH ¢ HATsDKEHHEM ObLT MpuMeHeH Metoy Puria.
Bapuaunontoe ypaHerune JKypeHa IpeBpaTiioch B CHCTEMY OJHOPOJHBIX YPABHEHMIH, JIeBast 4aCTh KaXKIOTO M3 KOTOPBIX MPEACTABIISIIA IPOU3-
BOJIHYIO [0 BapbHpyeMOMy mapameTpy. BapbupyembiMu mapamMeTpamu CTally M0Ka3aTesb CTENCHH KMHEMAaTHYECKOrO YCIIOBHs, 00IIee YIIHpPEHNe
B OYare IIacTHYECKOi aehopMalny M yUIMPEHHE B €r0 HEUTpaIbHOM cedeHHH. PaspaboraHHas MaTeMaTHYecKas MOJCTb MPOLECCa YIIHPEHHUS
roOpsiYeKaTaHbIX MOJIOC TO3BOJISIET HCCIIEIOBAT PACHIPEICIICHHE YILIMPEHHUS BIIOJIb OYara MIacTHYecKol AeopMaliii B 3aBUCHMOCTH OT [IAPaMETPOB
MPOKATKHU U TOIOCHL. JI1s MPOBEPKH aICKBATHOCTH Pa3paboTaHHOM MOAEIH CBOOOIHOIO YIIHPCHHS ObLTH BBITTONHCHBI SKCIICPHMEHTABHBIC HCCIIC-
JIOBaHHMSI Ha JIByXBAJIKOBOM JJaOOpPAaTOPHOM CTaHE XOJOAHOW MPOKATKH. [IpoKaThIBaINCh CBUHIIOBBIC 00Pa3Libl, H3MEPEHHBIC BEJIMYHUHBI YIIUPESHUS
KOTOPBIX COBIAJIM C TEOPETUUECKH PACCUMTAHHBIM YIIMPEHUEM C TOUYHOCTHIO MeHee 10 %. XooaHas mpoKaTka CBUHLIOBBIX 00pa3i0B MOJEIUPYET
ropsiuylo npokary. TeopeTnueckuii aHaau3 BIMSHUS HATSOKCHHI HAa POLiecC CBOOOAHOrO YIIMPEHHS TIPU MPUIOKEHUH HATSHKEHHUI COOTBETCTBYET
MPAKTHYCCKUM PE3y/IbTaTaM, IPEICTABICHHBIM B INTEPATYPHBIX HCTOYHMKAX. [10Ka3aHO, 4TO BOHUKAIOIIAS NPH NPUIOKCHUH HATSHKCHHT HEpaB-
HOMEPHOCTb PACTSATHBAIOIINX HANPSDKCHUH B CEYCHUSIX BXOJA M BBIXOJA odara Je(opMaluy SBJISACTCS IPUYMHON MOSIBICHHUS JOMOIHUTEIbHBIX
MOIIHOCTEH B ypaBHEHNH UX OajaHCa, MPUBOMIIINX K YMCHBIICHUIO BEIUYHMHBI YIIUPCHHS. BO3HUKAOIIYI0 HEPABHOMEPHOCTD PACTIIHBAFOIINX
HANpsHKSHUH MOKHO HCIIOJIb30BATh JUISl PETYIMPOBAHMS BEIHYMHbI YIIUPEHHUS IIPY TOHKOJIMCTOBOII IpoKaTke. B cBOIO o4epe/ib, HEPaBHOMEPHOCTD
PACTATHBAONINX HAMPSDKCHHI 110 MIMPHHE TIPOKATHIBAGMON MOTOCHI MOKHO YBEIMUYMBATh MIIH YMEHBIIATH C TIOMOLIBIO YCUIHiT H3rnba pabodnx
BAJIKOB IPOKATHOM KieTH. B pabore mpencrasiena cxema peryIupoBaHus BEIUYHHBI YIIHPEHHUS MIPOKATHIBAEMOM TI0JI0CH! PH TOpsiuell MpOKaTKe
C MOMOIIBIO YCHIIHI N3rnda paboumx BasiKoB.

Knrouesvle cnoea: TOHKOIUCTOBAS rOpsivasi NPOKATKa, BApHALMOHHbIN NpUHLKN JKypaeHa, yIIMpeHue, yCHIns U3ruda, MeKKIeTeBOe HaTsSHKeHHE.
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[ToTrpeburenbckue cBOMCTBA ropsUEKaTaHbIX CTAIbHBIX
MIOJIOC 3aBUCST OT OOJNBIIOrO YWCIA MapaMeTpOB, CPEIH
KOTOPBIX BaXKHElillee 3HaueHHEe UMEIOT CTaOMIBHOCTh Me-
XaHUYECKUX CBOHCTB U MHKPOCTPYKTypa METaylIa Mo TH-
HE W LIMPUHE TO0JI0C, HAIMYHE IIOBEPXHOCTHBIX A€(EKTOB,
a TaKk)Ke TEOMETPUUCCKUE MTapaMeTPhl: IIHPHHA, TTPOIOIh-
Has W IOIepeyHasl Pa3HOTONIIMHHOCTb, CEPIOBUIHOCTD,
BBIITYKJIOCTh ¥ KIMHOBUIHOCTH NPOQWIS HONEPEIHOTO
ceuenus [1 —37]. IlepeuncneHHble BbIIE TapaMeTPBI
B 3HAYUTEIHHON CTETICHH 3aBHCAT OT PACIIPEICICHUS TEM-
MepaTypHOro MO 10 JUIMHE U HIMPUHE MPOKATHIBAEMBIX
Ha HEMPEPHIBHBIX INPOKOIIOIOCHBIX CTaHAX TOPSTYEH Mpo-
KaTKH T0JIOC.

OnHO# M3 OCHOBHBIX XapaKTEPUCTHK TOYHOCTH T€OMET-
PHUYECKUX Pa3MEPOB MPOKATAHHBIX MOJIOC U JINCTOB SIBIISIETCS
UX TUIOCKOCTHOCTH. Hapymienus mmockoil (opMel BBI3BIBa-
FOTCS1 HEPAaBHOMEPHOCTBIO OCTATOUHBIX HAPSHKEHHIH 110 -
PHHE TIOJIOCHI, MPEBBIMIAIONICH KPUTHYECKOE HAMPSDKCHUE
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MIOTEPH TOJIOCOM TUIOCKOH (HhOPMBI, U TIPOSIBIAIOTCS B BUIIE
KpaeBOi BOJIHUCTOCTH WJIH IIEHTPATBHON KOPOOOBATOCTH.
[IpokaTka TopsYMX CTalbHBIX mojoc (puc. l,2) Ha
MHOTOKJICTEBOM ITPOKATHOM CTaHE COMPOBOXKIACTCS YIIPY-
MU 1e(OpPMAIMSIMU BaJKOBON CHCTEMBI KJIETEH — HM3TH-
0O0M BaJKOB, X YNPYTUM CONMKEHHEM, HEPAaBHOMEPHBIM
CILTIOIIMBAHHUEM MTOBEPXHOCTH pabOUYHX BAIKOB B KOHTAKTE
¢ mojocoi. BenmnuuHa oCcTaTOYHBIX HANPSKEHUH B CTEHKE
cTanbHOM monockl [6 — 7, 11 — 18] 3aBUCHUT OT COOTHOIIE-
HUSI BBIITyKJIOCTEH BXOTHOTO M BBIXOIHOTO MPOQIIIS II0-
MEPEYHOTO CEUEHHUs MPOKaThbIBaeMOil mosockl. BenmuuHa
BBIITyKJIOCTH BBIXOTHOTO TPOMWIIS TOTIEPEUHOTO CEUCHHUS
MIPOKATHIBAEMOI TOJOCHI SIBJIETCS PE3YJIBTaTOM CIIOXKE-
HUSl BEJIIMYMH CTAHOYHOW MPOMUIMPOBKH paboOuMX Bal-
KOB, YIIpyroro nporuda oceil paboynx BaJKOB U yIPYTroro
CIUTIOIINBAHMS pabOvYrMX BAJKOB B KOHTAKTE C IIOJIOCOI.
Kpome Ttoro, mpu mpokarke NPOUCXOAUT H3HOC BaJKOB,
0COOCHHO B MECTaX, COOTBETCTBYIOIINX KPOMKaM ITpOKa-



METAJIJIYPTUYECKHUE TEXHOJIOTUU

Puc. 1. HenpepsIBHBIIN DIMPOKOTIOIOCHBIN cTaH ropstaei mpoxatku 2000
OAO «HoBonunenkuit MeTaurypruyeckuii KoMOMHaT»

Fig. 1. Continuous broadband hot-rolling mill 2000 of JSC «NLMK
Group»

TBIBAEMBIX TIOJIOC, KOTOPBIH MoxkeT nocturath 0,1 — 0,6 MM
3a KaMITaHHUIO, a TAKXKE TCIUIOBOC PACIIUPCHHE BAJIKOB HA
mHUpUHe Mojockl Ha BenuuuHy A0 0,2 —0,3 MM. DTUMH
mporeccaMu 00yCIaBIMBACTCS PA3HOCTh BBITSKCK METal-
Ja B oyare ae(opManuy Mo IIUPHHE MOJIOCHI, YTO MOXET
MIPUBECTH K TIOTEPE MOIOCOH MIOCKOI (hOpMEIL.

B npouecce ropsiueil npokaTky BalKKU M3HAIIMBAKOTCS,
MpUYeM BEIMYHHA M3HOCA (BBIPAOOTKM) pabOunX BaJIKOB
IO JJIMHE OOUKU HEOJMHAKOBA: B MECTaX, COOTBETCTBYIO-
MUX KPOMKaM MpPOKATHIBACMBIX II0JIOC, HM3HOC OOIbIIe
[0 CPAaBHEHUIO C BEIMYMHON M3HOCA CpeAHel yacTu. OTo
MIPOMCXOANT M3-3a TOTO, YTO B IPOIIECCE MPOKATKH MOJIOCHI
KPOMKH OXJIaXJIAI0TCSl CUIIbHEE, YEM CPEAHssS 4acTb, U I10-
3TOMY METAJUI B IPUKPOMOUYHBIX 30HAX UMEET OoJiee BBICO-
Ky BEIMYMHY CONPOTUBIEHUA Acopmaniuy.

K HacrosmmeMy BpeMeHH pa3pab0oTaHbl TCXHHUICCKHE pe-
LICHUS, CBA3AHHBIE C U3MEHEHUEM B3aUMHOTO MOJOKEHUS
BaJIKOB B KJIETH JUIs oOecriedeHus 3pPeKTUBHOTO yIipaBJie-
HUsI IpouieM MOMepeuHOro CEYeHUs U MIOCKOCTHOCTBIO
mpokarsiBaeMoi moocsl. K Hambomnee 3pdexkTHBHEIM Me-
TozaM (OpPMHUPOBAHUS NPOMWISA IONEPEYHOTO CEUECHUS
MIPOKATHIBACMBIX Ha HETIPEPHIBHBIX IIHPOKOIIOIOCHBIX CTa-
Hax ropsueil MpOKaTKH MOJIOC OTHOCUTCSI MPOKaTa MoJoC
B UCTHIPCXBAJIKOBBIX KJIETSIX C OCEBOW CIABIDKKOI paboumx
BaJIKOB.

C MoMOIIBIO OCEBOH CABIKKU pabOuuX BaIIKOB MOKHO
JIOCTUYb CIEIYIOMINX LeIei:

— BO-TIEPBBIX, (POPMUPOBAHUC 3aJaHHOH BBITYKIOCTH
npo(MIIs TTONEPEeYHOr0 CEUCHHUS I0J0C, MPOKATHIBACMBIX
B pabounx Bankax ¢ npoduauposkoir CVC (Continuously
Variable Crown);

— BO-BTOPBIX, YMCHBIICHHC H3HOCAa PabOYMX BaJIKOB
IIpU NPOKATKE B pabOUMX BajJKax ¢ 0ObIYHOI mapabomauuec-
KO MPO(MUITMPOBKON € MCIIOIH30BAHUEM TEXHOJIOTHH ITHK-
JIMUYECKOM CABUKKH.

Hns GopmupoBaHMs 3aaHHON BBITYKJIOCTH TPOQIISL
MOMEPEUHOr0 CEUEHUsl TOpSUYEKaTaHbIX MOJIOC MPHUMEHs-
10T paboune BaJku ¢ S-00pa3HOM HpO(GHUIMPOBKON MM

Puc. 2. 'opsiuast npokarka CTaJIbHOTO JIMCTa B KieTu ctaHa 2000

Fig. 2. Hot-rolling of steel sheet in the mill’s stand 2000

CVC-mpodunuposkoii. [Ipy 3TOM BeIMUYUHA BBIMTYKIOCTH
MIPOKATBIBAEMBIX TTOJIOC SIBIISICTCS JIMHEHHON (DyHKIMEH OT
BEJIMUMHBI OCEBOH CABIMKKM pabounx Bankos. B mporecce
ropsiaeil MPOKaTKu pabodre BAIKH B KOHTAKTE C ITOJIOCOH
BBIPa0aTHIBAIOTCS (M3HAMIMBAIOTCS), 3P ()EKTHBHAS BBITYK-
JIOCTh MEXBAJIKOBOI'O 3a30pa YMEHBIIIAETCs], ¥ C IIOMOLIbIO
0CEBOH CIBMKKU pabOUYMX BAJIKOB 3TO YMEHBIIEHHE KOM-
neHcupyercs. IIpu 3ToM MECTO KOHTaKTa KpOMOK IIpOKa-
THIBAEMBIX TOJIOC C Pa0OYMMHU BaJIKaMH MTOCTOSIHHO OOHOB-
JSIeTCSL M IPOMCXOIUT «pa3MbIBaHUE» M3HOCA [0 JJIMHE
00uKH pabOYHX BAIKOB. DTOT APPEKT 3HAYUTEITHHO YMEHB-
IIaeTCsI, KOT/[a BEJIMYMHA OCEBOM CABMKKH paObOUYHX BAJIKOB
JOCTHUraeT npeAeabHOro 3HaueHus. B aToM ciyudae npouc-
XOIWT TIOBBIIMICHHBIH U3HOC YYaCTKOB MOBEPXHOCTH pado-
YUX BAJKOB, COOTBETCTBYIOIIMX KPOMKaM MPOKATHIBAEMBIX
M0JIOC, ¥ Ha TIPUKPOMOYHBIX YYACTKAX TOJIOC TTOSIBIISTIOTCS
JIOKAJIbHBIE YTOJILEHHUS.

C 1enpio «pa3MBIBaHM) W3HOCA PAaOOUYMX BAJKOB IO
JUTHHE OOYKU MPHMEHSIOT TEXHOJOTHIO UX IMKIHYECKOM
CABIKKH C OOBIMHOW mMapaboiuueckol mpoduInpoBKOH.
[Ipu 3TOM MeTOAE BO BpeMsl May3bl MEXIy MPOKATKOH co-
CeIHMUX IOJIOC padoyre BaKM CMEIIAIOT OTHOCHTENHHO
JpyT Opyra Ha HEKOTOPYIO BEJIMYMHY CHayaia B OAHY CTO-
POHY, a 0 JOCTHKEHMH IPEEeIbHOW BEIMUYUHBI OCEBOMN
CABIKKU — B JPYTYIO.

ITpu sTOM CcHMXKaeTcsi BO3neiicTBHE M3HOCAa padodMx
BAJIKOB 10 JuinHe O60uku. Ecnu ninuHa 604k pabodnx Baj-
KOB C OOBIYHOI (CHMMETPHYHON OTHOCHTEIFHO CEPEANHBI
00uKH) MPOGUITUPOBKOH OOJNBIIIE IITUHBI OOPHBIX, TO MIPU
OCEBOM CHIBIKKE (popMa MEKBAJIKOBOTO 3a30pa HE H3Me-
HSETCsl, MOKa Kpall pabodero Bajika He 3aXOAMUT 3a Kpai
onopHoro. Mcnonp3oBaHue METOAA UKIUYECKON CABUKKH
(IMKJIMYECKOTO TepeMelIeHns) JaejaeT BO3MOXKHOH Oec-
IIPOrPaMMHYIO IIPOKATKy I10JIOC.

Pa3paboTka TEeXHOJOTMH TOpAYEeH MPOKATKH LIMPOKHX
TIOJIOC C OCEBOM CIIBUKKOH pabOUYMX BAJIKOB SIBIISICTCS TJIaB-
HBIM YCJIOBHEM BHEIPEHHUS TEXHOJIOTHU OecrpOorpaMMHOM
MPOKATKH.
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BecnporpammHas npokarka mpejicTasiser coboii ropsi-
YyI0 MPOKATKY IIHPOKUX TT0JI0C O3 BHITOTHEHUS YCIOBHS
«IIpOKaTKa OT IHIMPOKOro K y3koMy». ITockonbky B Ipo-
Iecce Tropsiuei MPOKaTKu padoyre BaJKH M3HALTHBAIOTCS
(BBIpPAOATHIBAIOTCSI) HEPABHOMEPHO, TO MpPU OTCYTCTBUU
YCTPOICTB OCEBOM CABIDKKH paOOUYMX BAJIKOB HEOOXOANMO
n3berarb Clly4aeB, KOTJa IOCie MPOKAaTKH y3KOro MeTall-
na OymyT MpOKaThIBaThCs OoJiee IMUPOKHE TOJOCHL [Ipu
9TOM KPOMKH 0o0Jjiee HIMPOKHMX IOJIOC CTaHyT IIPOKAThI-
BaThCS y4acTKaMH PadOYMX BaJKOB, MEHEE W3HOIICHHBIMH
[0 CPaBHEHHIO CO CPEIHHMH ydacTKaMH, KPOMKH OyIayT
OOKUMAaThCsl CHJIbHEE M, COOTBETCTBEHHO, YIUTHHSTHCS
OoJbliie, ¥ 1M0JI0Ca MOJIYYUT HapyIIeHNE IIIOCKOCTHOCTH B
BHUJIE KPaeBOM BOJHUCTOCTH. TaKylo ke HEIIOCKOCTHOCTh
MOJYYHT T10JI0Ca TIPH XOJIOAHOW MPOKATKE B Clydae, eCiu
repe;] MPOKATKOH ee poHITb MONIEPEUHOTO CEUCHHUS OyIeT
HUMETh MPUKPOMOUHBIE YyTONLIEHMs. TexHomorus ropsueit
MIPOKATKHU IOJIOC B KIIETAX C OCEBOH CIBIDKKOM pabodmx
BAJIKOB MO3BOJISICT BHEAPHUTH AIEMEHTHI OeCIporpaMMHON
MIPOKATKH.

TeopeTu4ecKkuil aHAJIM3 NPOLIECCA YHIUPEHUS

s TeopeTrueckoro aHayid3a TOHKOJIMCTOBOM IpPOKaT-
KH, B YaCTHOCTH, TIpOIecca YIIUPEHUS] METajlIa B odare Jie-
(hopMarmy, yCIemHo MPUMEHSIOT YHePreTHIeCKHH METO,
OCHOBAHHBIII Ha Ha4Yaje BO3MOXHBIX M3MCHEHMH AedopMu-
poBanHOTO coctostaus (Hawdano Jlarpamka). Ero paznoBum-
HOCTBIO SABJISICTCA BapHaIlHOHHLIﬁ TpUHOUIT H(ypneHa, B CO-
OTBETCTBUM € KOTOPBIM BaPbUPOBAHUIO MOUIEKAT CKOPOCTU
TEYEeHHs MeTaJlla B ouare IiacTHYecKoil aedopManu.

Bapuanuonnoe ypasaenue XKypaeHa 1J1s II1acTHYECKO-
ro ouara Je(opManny 3aMHChIBACTCS CIEIYIOUNM 00pa-
30M:

s [[[11,d02— [[ovds +3" [[.|avds | =0,
Q N i=l g,

H

e 11, = ITdH — CcKopocTHOM norenuuan; 7' u H— un-
0

TEHCHBHOCTH KacaTelbHBIX HANpsDKEHUH M cKopocTei

CABWIOBBIX Je(opMaiuii; ¢" U V — NOJHOE HalpshKeHUE
Ha MOBEPXHOCTH S ¢ SIMHUYHOW BHEIIHEH HOpMAIBIO N U
COOTBETCTBYIOIIAS CKOPOCTh NEPEMEIICHUS; AVJ. — CKavoK
CKOpOCTEH Ha i-0i IOBEPXHOCTH Cpe3a S;; & — cuMBoJI Ba-
PBHPOBAHUSL; T, — TIPEJIEN TEKYYECTH Ha CJIBHT.

JJ1s KeCTKOIIIaCTUYECKOM Cpeibl BapUALMOHHOE YpaB-
Henue JXKypreHa OyneT nMeTh BHI:

5| [[] =, e~ [[o"vas +3[[ x.[avds | = 0.
Q S i=l g,

IlepBrIii MHTETpad B TOM YPaBHEHHH MPEICTABIISIET
€000l MOIIHOCTh BHYTPEHHUX CONPOTUBICHHI, BTOPOH —
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MOIIIHOCTH BHCIIIHUX CHUJI HA FpaHI/IHaX oyara — CuJl TpeHI/IH
CKOJTBKCHHSI MKy BAJIKAMH U TIOJIOCOM, TIEPEHETO U 3a/1-
HEro HaTsKeHUs!, TPETUH — MOIIIHOCTh CHJI Cpe3a.

IIpy wucnonws3oBaHMM MeTofa PuTha BapHalMOHHOE
ypaBHeHue JXypeHa /uist citydast IpOKaTKU ¢ HaTSKEHUEM
B Pa3BEPHYTOM BH/JIC 3aIHUCHIBACTCS KakK [5]

%(N1+N2+N3—N4+N5)=0,

J
rae N, — MOIIHOCTb BHYTPEHHHX compoTusienuii; N, —
MOIIHOCTb CHII TPEHHUS CKONbkKEHHs; N; — MOIHOCTE CHil
cpesa; N, — MOIIHOCTb nepeiHero HatskeHus; N, — mor-
HOCTB 3a[HET0 HATKCHIS; & — BAPHUPYEMBIC TAPAMETPEL.

[Mocnennee nomyueHHOE ypaBHEHUE Aaliee OyaeM Ha3bl-
BaTh ypaBHeHHEeM JKypreHa-Puria ais onpeneneHns Moml-
HOCTEH.

[Tox 3HaKOM TG DEPEHITUPOBAHNS HAXOAUTCS BhIpaXKe-
HUE IS TOJTHOM MOITHOCTH TPOKATKH.

Jis ommcaHus Tpoliecca YIIMPEHUS B OYare IDIacTH-
geckol neopMalu BOCIONb3yeMCs PacyeTHON CXeMOii,
MIPHUBEJICHHOM Ha puc. 3. Oyar macTiuueckou aedopmMarim
pa3duT Ha JBe 00JacTH — 30HY OINEPEKEHUS U 30HY OTCTa-
BaHms1. DopMa KPOMKH (IITPUXOBAS JTHHUS) arIpOKCHMH-
pOBaHa AByMs OTPE3KaMH MPSIMBIX — JUIsI 30HBI OTCTaBaAHHUSI
U 30HBI ONIEPEXKEHN. B COOTBETCTBUM CO CXEMOW MPUHATHI
ClIe/Iytole 0003HaYCHNSL: V), V,, V,, V, — BXOJHAs U BBIXO/I-
Hasi CKOPOCTH TIOJIOCHI M MIPOEKITHH CKOPOCTH TEUCHUS Me-
Tajuia GOKOBOW KPOMKH Ha OCH X U Y COOTBETCTBEHHO; /1), 1,
h,,B,, B,, B, — TomuHa n moxymMpyHa mojaockl Ha BXOJIE, B
HEHTpaIbHOM CEYEHHH U Ha BBIXOJIE COOTBETCTBEHHO; I, X, —
JUTHHA o4ara JAe()OpMaIiy ¥ 30HBI ONICPEIKECHIIS.

Torma ypaBHeHwHs, onwuchiBaromue (GopMy OOKOBBIX
KPOMOK TOJIOCHI B OdYare IIacTUIECKOH nedopmaryy, 3a-
MUY TCS CIAESTYIOIUM 00pa3oM:

Vi

h/2

Puc. 3. PacuetHas cxema

Fig. 3. The design scheme
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— JUist 30HbI onepexenust 0 <x <x_
X
Bon(x) =BO 1+B+ (BI _B)x_ >

— JUIs 30HBI OTCTaBaHUA X, < X < I

B B, x
B (x)=B|1+————-—|,
OT( ) 0 l_tH l_tH l
AB . AB .
FﬂeB:B—; Bz :B_I;AB:BI_BO;ABt:BH_BO;tH =7.

0 0
U3 kuHeMaTH4yecKkux coo0paKeHUi NomyvyaeM CIeayro-
IIHe YCIIOBHS JJIsI OOKOBOW KPOMKH:

— 1J1s1 30HBI onepeskeHus 0 < x < X,

Yy :AB_ABt.

Vel X,

>

— JUI 30HBI OTCTaBaHusA X, < x < |

Vy ABt

Vel [—x,
JU1st IpOM3BONBHON MaTepHUaIbHOM TOYKHM C TEKyIEH
KOOpAWHATOH (X, Y) OIpeaessieM B COOTBETCTBUH ¢ [6 — 7]
CIIEAYIOIUH 3aKOH NU3MEHEHHsI CKOPOCTEH TeUeHUsl MeTa-
ja:
— JUIst 30HbI onepexenns 0 <x <x_

Yy AB —AB, Y
B, (x)

H

Vy X,

— JUIs 30HBI OTCTaBaHusA X, < x < |

Yy AB, )y

Ve I- Xy BOT (x)
e P — BapbUpPyEMbIil mapaMerp.

CkopocTh V ONpenenum U3 3aKOHa MOCTOSHCTBA Ce-
KyHJHBIX 00BEMOB:

Voh,B, =V, B, =v h B =V h B cosy,

e V, — OKpYXKHasi CKOPOCTb pabovero Baika; y — HEWT-
panbHblii yrom; R — paguyc pabouero Basika; cosy =

Hcnonp3yss M3BECTHBIE COOTHOIICHUS TEOPHUU ILIAC-
TUYHOCTH W JEUCTBYS TakK e, Kak B paborax [6— 7],
HalijieM BBIPQXEHHUS JUII MHTEHCHMBHOCTH CKOPOCTEH Jie-
dbopmanmii, MONIHOCTEH BHYTPEHHHX COMPOTHUBIICHU,
CKOJIBKEHMSI, cpe3a U HaTsbkeHHi. [1o cpaBHEHUIO ¢ Moie-
JB10 pabot [6 — 7] B pa3pabarbiBacMOil MOJETH TOSBATCS

MOIIHOCTb Cpe3a B HEUTPaJIbHOM CEYEHUM U MOIIHOCTH
MEepeAHEero M 3aaHero HarsbkeHui. [lomyyum cucremy us3
TPEX YpaBHEHUI:

;(N1+N2+N3—N4+N5):O;
P

0
m(Nl+z\72+N3—N4+N5)=0;
M(N1+N2 +N3—N4+N5):0.

JlaHHast cucteMa ypaBHEHUil mpescTaBiseT coOoi ma-
TEeMaTHYECKYIO MOJEIb MPOIecca YIIHPEHUs TPOKAThIBAe-
MBIX MIOJIOC, C TOMOIIBIO KOTOPOM MOXHO M3y4aTh pacipe-
JeTIeHIEe YIIUPeHNs B odare ae(opManny B 3aBUCHMOCTH
OT PA3JIUUHBIX NTAPAMETPOB MPOKATKU U MONOCHI, BKIIOYAs
HaTSDKSHUS.

IKcIepuMeHTAJIbHbIE HCCIe0BAHUS
npouecca yuupeHust

Jls mpoBepku pa3paboTaHHON MOJENU OBbLT MPOBEICH
IKCIIEPUMEHT Ha JTabOopaTOpHOM MPOKATHOM CTaHe (ana-
MeTp pabouux BankoB 120 mm). [IpokaTbiBagu CBUHIIOBbIC
00pas1pl 0e3 HATSDKEHHS, TI0Ce BBIXO/a TMEepeIHero KOH-
11a o0pasia U3 MEXBAJIKOBOTO 3a30pa CTaH OCTaHABIIMBA-
T, BAJKW Pa3BONWINA M 00pa3er M3BJICKAIH U H3Mepe-
HUMl. YCIOBUSA W Pe3ynbTaThl HKCIIEPUMEHTA TPUBEACHBI
B Tabm. 1 — 3.

PesynbraThl TEOPETHYECKOTO pacueTa MPOBEICHHBIX
JKCTICPUMEHTOB MPENICTABICHBI B Ta0I. 4 1 Ha puc. 4, 5.

Ta6numnma 1

YenoBus JKciepuMeHTa

Table 1. Conditions of the experiment

Howmep hy, | 2By, | hy, | 2B,,| A, | 2AB,| 1,
OKCIICPUMCHTA MM MM MM MM MM MM MM
1 10,1 30,1 | 8,15 | 31,4 1,95 13 | 150
2 100 [ 154 | 78 | 168 22 | 1.4 | 16,0

Tabnuma 2

H3mepenusi IMpUHBI 00pa3na B ouare AedopManun
(3xkcnepument 1)

Table 2. Measures of width of a sample in the deformation
zone (experiment 1)

Paccrosiaue ot
BXOJHOTO 0 3 6 9 12 15
CCUCHHUS, MM
2B(x), MM 30,10 30,45 130,80 | 31,10 | 31,30 | 31,40
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Tabnuma 3

H3mepenusi mumpuHbI 00pa3na B ouare AeopManun
(AKcmepuMeHT 2)

Table 3. Measures of width of a sample in the deformation
zone (experiment 2)

Paccrostame ot
BXOJIHOTO CEUECHUS, MM

Ha puc. 4 ToHKOI! JTMHUEH U300pasKEHBI PE3YIBTAThI IKC-
[IEPUMEHTOB, a TOJICTON — Pe3yJIbTaT TEOPETUUECKOTO pacyera.

I[J'ISI HCCIICAOBAaHUA BIUSAHUSA HATSXKCHUSA HA YIHIMPCHHUC
OBLTH TPOCYUTAHBI 00a CITydasi P MOMEPEMEHHOM TIPHIIO-
JKCHUU TIEPCAHETO U 3aTHETO HATAKCHU . B 06oux Cllydasx
yIeJIbHOE HaTsHKeHHE NPUHUMaNoch paBHbIM <= 20 % mnpe-
Jiena TeKy4eCcTH Ha pacTskeHue. B atom mecte HeoOxonu-
Mo ripuBecty 3amedanue W.51. Tapaosckoro [5] o Hen3meH-
HOCTU BCJIMYHUHBI TOJTHOTO HATAXKCHUSA IMIPHU BaApbUPOBAHUN
BEJIMYUHBI YITUPEHUS], TOJIBKO IPU ATOM YCIIOBUH BO3MOXK-

2B(x), Mmm 15,4 1 15,8 | 16,2 | 16,6 | 16,7 | 16,8
HO KOPPEKTHOE ITpUMeHenue npuHnuna XKypuaena.
Tabnuma 4
Pe3yabTaThl TeOpeTHYECKOro paciera
Table 4. The results of theoretical calculation
Homep I, x,, |2AB,, | 2AB, | (9xcnepuMenT — | OTHOCHTEIbHAs
SKCHEPUMEHTa | MM MM MM MM TEOpHs), MM ommbka, %

1 153 | 5.2 1,1 1,37 -0,07 -5,4

2 16,25 44 | 1,16 | 1,28 0,12 8,6
AB
1,2 L
1,0 =
08 L
0,6 L
04 =
0,2 L

a
| | | | | | | | | | | | | | |
0 2 4 6 8 0 12 14 x 0 2 4 6 8 10 12 14 16
Puc. 4. CpaBHeHHE YKCTIEPUMEHTANBHBIX M PACUCTHBIX TAHHBIX:
@ — DKCIIEPUMEHT 1; O — SKCIIEpUMEHT 2
Fig. 4. Comparison of experimental and calculated data:
a—experiment 1; 6 — experiment 2
AB
1,2 = L r=-
Cd ///
1,0 ) L7 o //
p ’
08 I y L //
4 7

0,6 V4 - ’

4 7

y /
04 = )y,
Y
02 =
a
| | | | | | | | | | | | | | |
0 2 4 6 8 10 12 14 x 0 2 4 6 8 10 12 14 16
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Puc. 5. Biusinue nepeaHero u 3a{HeTo HATSHKEHUS Ha yITUpEHHe:
a — yCIIOBYs dKCIIEpUMeHTa 1; 6 — yclioBUs SKCIIEpUMEHTa 2

Fig. 5. Influence of front and back tension on the widening:
a — conditions of experiment 1; 6 — conditions of experiment 2
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Pesyneratel pacuera nzo0OpaxeHsl Ha puc. 5. Toncras
JIMHUSI COOTBETCTBYET PACIIPEICNICHNIO YIINPEHUS MO OYa-
ry nedopmanuu 0e3 HaTSHDKCHMH, IITPUXOBAsi — MIpU TpH-
JIO)KEHUHM TOJBKO TIEPEAHETO HATHKEHHs, TOHKas — IpH
IIPUJIOKEHUU TOJIBKO 3aJHET0 HaTsKeHUs. TeopeTudeckuil
pacdeT MoBeneHUs] OOKOBBIX KPOMOK ouara jepopmaniu
IIpYU IPUIOKEHUM HATSKEHUH COOTBETCTBYET NPAKTHUEC-
KM pesynsrartaM. HamprumMep, He3aBUCHMOCTD BEJIMYHHBI

VIIUPEHUS. OT TIEpEIHEr0 HaTsDKEHHsI OTMedanach B pado-
Tax [8§, 9].

HepaBHomepHOCTBH pacnipeaesieHus yaelbHbIX
HATSKeHHU i 10 NIMPUHE 10JIOCHI U yIIMpeHue

Janee oOpartumcst k ypaBHenuto Kypaena-Putia.
B nero ¢ pasubivu 3Hakamu BXoaaT N, — MOIIHOCTE me-
pennero HatspkeHust B Ny — MOIHOCTD 33/IHETO HATSHKEHUS.
B cooTBeTcTBHU € 3TUM YpaBHEHHEM BEJIMUMHA YIIUPEHUS
MIpH TaKol KOMOWHALIMK TOJNIIMH M HATSHKEHUH, KOorjaa TH
MOILHOCTH KOMIIEHCUPYIOT APYT ApyTa, JOKHA COBIAAATh
C BEIMYMHOW YHIMPEHHS TpHU IMpOKaTKe Oe3 HaTsHKEeHUs.
OaHakO MHOTOYHMCIIEHHBIE IKCIIEPUMEHTAIbHbIE HCCIIEN0-
BaHUSl CBUJETEIbCTBYIOT, YTO BEIMYMHA YIIUPEHUS IPH
MIPOKaTKe C IMEpPeJHUM U 3aJHUM HATSDKEHUEM MEHbILE,
4YeM MU MpoKaTke 6e3 HaTsbkeHni. Bo3HukaeT Bonpoc, Kak
9T (aKThl COTNIACYIOTCS C YPaBHEHUEM OallaHCca SHEPTHUH.
MOoHO NPEeAnoNoXHUTh, YTO MPHIOKEHNE HATSHKEHUHN SIB-
JI€TCs IPUUMHON MosABIeHUs B ypaBHeHuu JKypuena-Pur-
1A JTOTOJIHUTENFHBIX MOIIHOCTEH CHII, JEHCTBYIOIIUX BO
BXOJTHOM U BBEIXOTHOM CEUEHHSX odara Ie(popMaInu.

Jns mpoBepKM ATOTO MPEAINONIOKEHUS C TMOMOIIBIO
nporpammuaoro mnakera NISA/DISPLAY ¢upmer EMRC
(CIIA) MeTomoM KOHEYHBIX 3JIEMEHTOB OBUIM MOCTPOCHBI
OISl HAIIPSDKEHUH B IJIACTUHE, OJHA CTOPOHA KOTOPOH 3a-

DISFLAY IIT - GEOMETRY MODELIMG SYSTEM (93.8) PRE-POST MODULE

L il

TEEEEEETT L

ZANEL O O O
EA uEEEEREE"

et =

KperuleHa 1o nepeMelleHusIM, a Apyras paBHOMEPHO Harpy-
JKeHa pacTATMBAIOIMMU HallpsDKeHUsIMH. Takoe 3akperuie-
HUE MOJENTUPYET BBIXOJAHOE CeYeHHe ovara JeopMalnu.
Ilone HampsokeHU Ui Cilyvasl MPUIIOKEHNS PaBHOMEPHO
pacipeIelIeHHOTO HAaTsKEHHs] Ha PACCTOSTHUU IIHPUHBI TTO-
JIOCHI OT o4ara JIe(opMaIiy IPEICTaBICHO Ha PHUC. 6.

Bunno, uto pacrnpezeneHue pacTIrUBalOUIUX Hamps-
JKCHUH B BBIXOJHOM CCUCHHH odara nedopManuyd UMeeT
SAPKO BBIPAKEHHYIO HEPAaBHOMEPHOCTh, KOTOPYIO B 0011EM
clIydae MOXHO onmcaTh QyHKUMed 6 = @(y). DOToii He-
PaBHOMEPHOCTHIO OOYCIIOBJICHO MOSBIEHHE MOIIHOCTH,
Ha3bIBAEMOI MOIIIHOCTBIO, PACXOAYEMOM MOJIOCOU HA Ha-
KOIUICHHE NMOTeHIHanbHOH sHeprun [10], koTopas BeIHO-
CHUTCS MOJIOCO# n3 ovara nedopmanuu. Ee BennunHa BbI-
YUCJISIETCSI CIEAYIONUM 00pa3oM:

B 2
_ X
Nior Tﬂ’l’ﬁ}[ °E

OTa MOIIHOCTH JIOIDKHA MOSBUTHCSA B ypaBHEHHHN JKyp-
JeHa-Putia BMecTe ¢ MOLIHOCTBIO MEPEHETO HATSKEHNUSI.
Kpome Toro, HampsHKEHHOE COCTOSIHHE MOJNOCHI, K KOTO-
POl MPUJIOKEHO HATSHKEHHE, XapaKTepU3yeTCsl HAIUYUeM
HANpsDKCHUH CKaTHs B HANPaBICHUH, MECPICHANKYIP-
HOM HAIPaBJICHUIO MPOKATKU, KOTOPbIE TAKXKE BIUSIOT Ha
YMEHBIIICHUE BETUYUHBI YIINPEHUS TTOJIOCHI IIPU MPOKATKE
C HaTSKECHUEM.

AHaIOTHYHBIE PACCY)KJICHUS CIIPABEAIMBHI U B OTHO-
LICHUH 33JJHETO HATSKEHMUS.

V3meHenne BeIMYHH yCWIMK M3rnba pabodmux BajkoB
CIOCOOCTBYET MePEepaACHPEICIEHUIO YACIbHbIX HATSHKEHUN
10 MIMPUHE MpOoKaThIBaeMoW monockl. [Ipu 3ToM m3MeHs-
eTcsi GalaHC MOIIHOCTEH M, COOTBETCTBEHHO, M3MEHSACTCS
BEJINYMHA yIIHpeHus (puc. 7).

SvY - STRESSES

J-iq UIEM @ B179951.
e

RAMGE: 1.817E+@7

“Band * 1.8ES)
181.7
98,89
9E.63
93.18
98,33
87.48
24,62
81.77

 73.92
7685
7321
78.36
£7.51

-

54,65
_ Bl.20

EMRC-HISA-DISPLAY

MAY-11-83 B2:82:18
TY ROTH

b Tl
—Fi uROTZ.
]

Puc. 6. PacnipesienieHne pacTsruBaroLUMX HapsHKSHU

Fig. 6. Distribution of tensile stresses

353



M3BECTHUS BBICIIUX YUYEBHBIX 3ABEAEHUIN. YEPHASL METAJJIYPrus. 2018. Tom 61. Ne 5

Puc. 7. Bo3naeiicTBue ycunuii n3runba pabouux BaJKOB Ha pacrpe/erie-
HUE YJIeJIbHBIX HATSHKEHUH Ha BXOJIE M BBIXOJIE ouara JeopManum

Fig. 7. Influence of bending efforts of working rolls on the distribution
of specific tensions at the entrance and exit of deformation’s zone

I[Ipn ymeHbIIeHMH ycunumii mpoTuBousruba F, nmm yBe-
JIMYEHUN yCUIIMA JIOTIOJIHUTENBHOrO u3ruba F, paboumx
BAJIKOB PAaCTATHBAIOIINE HAINPSKEHUS B TPHKPOMOYHBIX
007aCTAX NPOKATHIBAEMOHN MOJIOCHI YMEHBIIAIOTCS, IPU
9TOM YIINPEHHE TOJI0CH yBeInInBaeTcs. [, Hao6opor, mpu
YBEIIMYEHUH yCUIIMi TIPOTHBON3THOa F| nin ymeHbIeHnn
YCHIIMH JIOTIOJIHUTENBHOTO n3ruba F, pactaruparomue Ha-
NPSDKCHNS. B MPUKPOMOYHBIX OOJIACTSAX YBEIHMYMBAIOTCS,
IIPY 9TOM YIIUPEHUE TOJIOCHl YMEHBIIAETCH.

Bu1600w1. Pa3paboTaHa U SKCIEPUMEHTAIBHO MOATBEPIK-
JieHa MaTeMaThdecKas MOJENb Ipoliecca YIIUPEHUs Tpo-
KaThIBaEMBIX I10JIOC, KOTOpas IIO3BOJISIET HCCIIEA0BATh
pacmpeniefieHHe YIIMPEeHHWs BAONb OYara INTaCTHYECKOH
nedopMaliii B 3aBUCMMOCTH OT HapaMeTpoOB IPOKATKH
u ntotockl. [loka3ano, 94To HaTSDKEHHE YMEHBIIAeT BEINIH-
HY YIIMPEHUs TIPH TOHKOJIMCTOBOM ropstueit mpokatke. [1pu
TOHKOJIMCTOBOW TOpSAYel MPOKATKe ¢ HATSKEHUEM yCHITHS
n3rnda paboyrx BaJKOB W3MEHSIOT PaclpeieeHne pacTsi-
THBAIONIUX HANpPSKEHHUH 110 MIMPUHE MOJIOCHI B CEYEHHAX
BXOJ1a ¥ BBIX0/1a o4ara JieopMariu, 4To SBISETCS MPUIH-
HOHM N3MEHEHUS BETNYNHBI YITUPCHUSL.

BUBJINOT PAGMYECKUI CITUCOK

1. HulJ, Marciniak Z., Duncan J. Mechanics of Sheet Metal Forming.
— Butterworth-Heinemann, 2002. — 211 p.

2.  Banabic D. Multiscale modeling in sheet metal forming. — Springer,
2016. —405 p.

354

10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

Wilko C. E. Formability. A review of parameters and processes that
control, limit or enhance the formability of sheet metal. — Springer,
2011. - 112 p.

Lin J., Balint D., Pietrzyk M. Microstructure evolution in metal
forming processes. — Woodhead Publishing, 2012. — 416 p.
Tapuosckuit M.4., Pumm O.P. Yimupenue u pacxo MOIHOCTH ITPU
IPOKATKE B INIAJIKUX BaJKax ¢ HaTshkeHHeM // W3B. By3. UepHas Me-
tajutyprus. 1964. Ne 7. C. 96 — 103.

Bbensckuit C.M., TperbsixoB B.A., bapsimes B.B., Kynunos C.B.
HWccnenosanue nporecca GopMUPOBaHUsS IIUPUHBI CJisi0a B YepPHO-
BOIi TpyIIE IHPOKOONIOCHOTO cTaHa // W3B. By3. UepHas merai-
nyprust. 1998. Ne 1. C. 24 —29.

Cropoxonos B.H., Uepros ILII., Myxun O.A., bensckuit C.M.
MaremaTtudeckass MOAENb IIpOIecca CBOOONHOTO YIIMPCHUS IPH
npokatke 1osoc // Crans. 2001. Ne 3. C. 38 —40.

Beipun B.H., Baruna 10.T. VccnenoBanne BIUSIHUS HaTSDKCHUS
(moxmnopa) Ha momnepe4yHyr aedopmanuio: B ¢6. Hayu. Tp. «Te-
OpHsl U TEXHOJIOTHs TpoKatkmy». Beim. 54. — Yensbunck, 1968.
C. 220 - 224.

Teopust mpokarku: CripaBounuk / A.W. Lenukos, A.Jl. TomieHOB,
B.U. 3r03un u ap. — M.: Metamnyprus, 1982. — 335 c.

I'puropsu I'I, Konaps C.JIL., XKenesnos 0. /1. Yuer cxems! nedop-
MalMH TIpU aHaium3e (opMooOpa3oBaHUS B IIpoLEcCE JHCTOBOU
npokarky // UI3B. By3. Uepnas metamryprus. 1976. Ne 7. C. 88 —92.
Shinkin V.N. The mathematical model of the thick steel sheet flatte-
ning on the twelve-roller sheet-straightening machine. Massage 1.
Curvature of sheet / CIS Iron and Steel Review. 2016. Vol. 12.
P. 37 —40.

Shinkin V.N. The mathematical model of the thick steel sheet flatte-
ning on the twelve-roller sheet-straightening machine. Massage 2.
Forces and moments // CIS Iron and Steel Review. 2016. Vol. 12.
P. 40 — 44.

Shinkin V.N. Calculation of steel sheet’s curvature for its flattening
in the eight-roller straightening machine // Chernye Metally. 2017.
No. 2. P. 46 — 50.

Shinkin V.N. Calculation of bending moments of steel sheet and
support reactions under flattening on the eight-roller straightening
machine // Chernye Metally. 2017. No. 4. P. 49 — 53.

Shinkin V.N. Asymmetric three-roller sheet-bending systems in
steel-pipe production // Steel in Translation. 2017. Vol. 47. No. 4.
P. 235 —240.

Muhin U., Belskij S., Makarov E. Simulation of accelerated strip
cooling on the hot rolling mill run-out roller table // Frattura ed
Integrita Strutturale. 2016. Vol. 37. P. 305 — 311.

Muhin U., Belskij S., Makarov E. Application of between- stand
cooling in the production hot-rolled strips // Frattura ed Integrita
Strutturale. 2016. Vol. 37. P. 312 — 317.

Muhin U., Belskij S. Study of the influence between the strength
of antibending of working rolls on the widening during hot rolling
of thin sheet metal // Frattura ed Integrita Strutturale. 2016. Vol. 37.
P.318 —324.

Kang S.-J. Sintering. Densification, grain growth and microstructure.
— Butterworth-Heinemann, 2004. — 280 p.

Banabic D. Multiscale modeling in sheet metal forming. — Springer,
2016. — 405 p.

Hu J., Marciniak Z., Duncan J. Mechanics of Sheet Metal Forming.
— Butterworth-Heinemann, 2002. — 211 p.

Shinkin V.N. Calculation of technological parameters of O-forming
press for manufacture of large-diameter steel pipes // CIS Iron and
Steel Review. 2017. Vol. 13. P. 33 — 37.

Shinkin V.N. Mathematical model of technological parameters’ cal-
culation of flanging press and the formation criterion of corrugation
defect of steel sheet’s edge // CIS Iron and Steel Review. 2017.
Vol. 13. P. 44 — 47.

Shinkin V.N. Failure of large-diameter steel pipe with rolling scabs
// Steel in Translation. 2017. Vol. 47. No. 6. P. 363 — 368.

Lenard J.G. Metal Forming Science and Practice. — Elsevier Scien-
ce, 2002. - 378 p.



METAJIJIYPTUYECKHUE TEXHOJIOTUU

26.

27.

28.

29.

30.

31.

Hingole R.S. Advances in metal forming. Expert system for metal
forming. — Springer, 2015. — 116 p.

Qin Y. Micromanufacturing engineering and technology. — William
Andrew, 2015. — 858 p.

Predeleanu M., Ghosh S.K. Materials processing defects. Vol. 43.
— Elsevier Science, 1995. — 434 p.

Groshkova A.L., Polulyakh L.A., Travyanov A.Ya. etc. Phosphorus
distribution between phases in smelting high-carbon ferromanganese
in the blast furnace // Steel in Translation. 2007. Vol. 37. No. 11.
P. 904 —907.

Podgorodetskii G.S., Yusfin Yu.S., Sazhin A.Yu. etc. Production of
generator gas from solid fuels // Steel in Translation. 2015. Vol. 45.
No. 6. P. 395 — 402.

Orelkina O.A., Petelin A.L., Polulyakh L.A. Distribution of secon-
dary gas emissions around steel plants // Steel in Translation. 2015.
Vol. 45. No. 11. P. 811 — 814.

32.

33.

34.

35.

36.

37.

Polulyakh L.A., Dashevskii V.Ya., Yusfin Yu.S. Manganese-ferro-
alloy production from Russian manganese ore // Steel in Translation.
2014. Vol. 44. No. 9. P. 617 — 624.

Calladine C.R. Plasticity for engineers. Theory and applications.
— Woodhead Publishing, 2000. — 328 p.

Chakrabarty J. Theory of plasticity. — Butterworth-Heinemann,
2006. — 896 p.

Bhattacharyya D. Composite sheet forming. Vol. 11. — Elsevier
Science, 1997. — 530 p.

Predeleanu M., Gilormini P. Advanced methods in materials proces-
sing defects. Vol. 45. — Elsevier Science, 1997. — 422 p.

Abe T., Tsuruta T. Advances in engineering plasticity and its appli-
cations (AEPA’96). — Pergamon, 1996. — 938 p.

Ioctynuna 2 HostOpsa 2017 .

1zvEsTiyA VUZovV. CHERNAYA METALLURGIYA = [ZVESTIYA.

FERROUS METALLURGY. 2018. VoL. 61. No. 5, pp. 348-356.

INFLUENCE OF BENDING EFFORTS OF WORKING ROLLS ON WIDENING
OF THE THIN STEEL STRIP DURING HOT ROLLING

T. Koinov?, S.M. Bel’skii?, Yu.A. Mukhin?, V.B. Chuprov?

! University of Chemical Technology and Metallurgy, Sofia, Bulgaria
2 Lipetsk State Technical University, Lipetsk, Russia

Abstract. Based on the Jourdain variation principle, a mathematical model

of the process of free widening in hot rolling of thin sheet metal is
developed. The principle applies to rigid-plastic materials and for the
cinematically admissible area of speeds. As a functional of the varia-
tional equation, sum of the powers of internal resistances, frictional
forces, shear forces, front and back tension was used. When solving
the Jourdain variational equation for the case of rolling with tension,
the Ritz method was applied. The Jourdain variational equation was
transformed into a system of homogeneous equations, the left side
of each represented a derivative with respect to a varying parameter.
Varying parameters were the exponent of the kinematic condition,
general widening in the plastic deformation zone and the widening in
its neutral section. The developed model allows to study the distribu-
tion of the widening on length of the deformation zone depending on
the parameters of rolling process and sheet metal. To test the adequacy
of the developed free-widening model, experimental studies were car-
ried out on a two-roll cold rolling mill. Lead samples were rolled, the
measured widening values of which coincided with the theoretical cal-
culated with an accuracy of less than 10%. Cold rolling of lead samples
simulates hot rolling. Theoretical analysis of the influence of tension
on the process of free widening when applying tension is consistent
with the practical results presented in the literature. It is shown that the
unevenness of tensile stresses in the input and output sections of the
deformation zone arising from the application of tension causes the ap-
pearance of additional powers in the power balance equation, leading
to a decrease in magnitude of the widening. The resulting unevenness
of the tensile stresses can be used to control magnitude of the widening
in thin-sheet rolling. In turn, unevenness of the tensile stresses along
the width of rolled strip can be increased or decreased by means of the
bending forces of work rolls of the rolling stand. The article presents
a scheme for controlling the value of the rolling band widening during
hot rolling with the help of bending forces of work rolls.

Keywords: thin-sheet hot rolling, Jourdain variational principle, widening,

bending forces, between-stands tension.
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