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Annomayusa. IlpencraBieHsl pe3yabTaThl IPAKTHYECKOTO UCIIOIb30BAHMS METOJMKH pacueTa pe:KUMOB MTPOKATKU TPUMEHUTEIBHO K YETHIPEXKICTEBOMY

crany 1400 xonogHoi npoxarku. IIpu npokarke BbIOpaHHBIX TUIIOPA3MEPOB CTABUIIACH 3a1a4a ONPEENIEH s KOHKPETHOIO PEXUMA IIPOKATKH, KOTO-
PphIif 06ecneynT MUHUMYM CyMMapHOTO YAEIbHOTO PAcXo/ia MIEKTPOIHEPI UM NIPH MAKCUMAJIbHON CKOPOCTH NPOKATKH, MAKCHMANIbHOK cTa0uIN3a-
LMY TIpoLiecca (MMHUMYM OOPBIBOB, IIPOCTOEB U IIP.) U MOTyYEHUH 33JaHHOTO Ka4eCTBA IIPOKATAHHBIX M0JIOC (OTCYTCTBHE AE(EKTOB IOBEPXHOCTH,
COOTBETCTBHE TOJIIMHBI H INIOCKOCTHOCTH TPEOOBAHUAM PENIAMEHTa). DTO JOCTUIANOCh BKJIFOUCHHUEM BBIIICYKA3aHHBIX TPEOOBAHHH B CHCTEMY
OrpaHUYEHUN NPUMEHUTENIBHO K ONPEIENSeMbIM PEXUMaM IPOKATKH s BbIOpaHHBIX TUIOpazMepoB nonoc. K npumepy, obecrneueHue 3a1aH-
HOI (MaKCHMAaJbHOH) NPOM3BOAUTENBHOCTH I KOHKPETHBIX Pa3MEpPOB M MapKM IOJOCHI PABHOCHJIBHO PEalM3alliyi 3aJaHHON (IIOBBILICHHOI)
CKOPOCTH MPOKATKHU IIPU OTCYTCTBUM BHEIUIAHOBBIX IIPOCTOEB, BOSHUKAIOIIUX IIPU aBAPUIHBIX CUTyalHUsX (B 4aCTHOCTH, PH OOpBIBAX MOJIOCHI).
OrpaHn4eHneM CKOPOCTH SIBISIETCS. MOIHOCTh JIBUTaTelIeH, KOTOpask BKIIOYCHA B KOMILIEKC KOHCTPYKIIHOHHBIX 1 TEXHOJIOINUECKUX OTPAaHUYCHUH.
IlomyuenHble pUMepsl, IPUBEICHHBIE B CTaThe, 10KA3aJId, YTO UCIOIb30BAHHE METOAUKM MPHBOIUT BBINOJIHEHUIO BCEX 3a[aHHBIX TPEOOBaHUIA,
4TO, B CBOIO O4epe/ib, 00ECTIEUNBACT CHIKEHHUE CEOECTOMMOCTH NPOAYKIUHU U TIOBBIIIEHHE TPOU3BOAUTEILHOCTH CTaHa. PacyeT pexnMoB Xomof-
HOM IPOKATKH CBOJAMIICS K BHIOOPY M pacnpesielieHuIo 00xkKaTHii 110 KJIeTsM (IIpoXoaaM — Ha PEBEPCUBHOM CTaHE) M BHIOOPY YIE/IbHBIX HATSKEHUH
T0JIOCHI B MEKKJICTEBBIX IPOMEKYTKAX, HAa Pa3MaThIBaTeNIe M MOTAJIKE, @ TAKKE B 3a1aHHH KJIMHA CKOPOCTEll B KOHKPETHOM CHCTEME OrpaHHYeHHUH,
HAKJIa/[bIBAEMbIX Ha BXOJHbIE U BHIXOAHbIE [IEPEMEHHBIE IIpoLiecca B (QYHKIMU NPUHATOrO Kputepus ontumanbHocTy. [locraBnennas 3ajgada pema-
Jachk C MOMOIIIBIO METO/Ia YCIOBHON ONTHMH3ALMY, Yepe3 3aaHie KPUTEpUs ONTUMH3ALMK. B KauecTBe KpuTepus ONTUMU3AIUH HCIIONb30BATICS
CyMMapHBIil pacxozl SHEPruH, 3aTpaulBaeMoii Ha IIPOLECC MPOKATKHU, B KAUECTBE YCIOBUI — TEXHOIOIMUECKUE U KOHCTPYKI[MOHHBIE OrPAHUYEHUS
Ha [TapaMeTphl IPOKATKH M YCTOHYMBOCTH MOJIOC B OTHOIIEHUH OOPHIBOB M 00pa30BaHus Je(EKTOB IOBEPXHOCTH BAJIKOB («HABAPhD», «BBIKPOIIKA»
U JIp.), @ TaKkxkKe 0OpPBIBOB MOJIOCHI.
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HHE, PacXoJ AIIEKTPOIHEPTUH, CKOPOCTh MPOKATKHU, PEKUM MPOKATKH.
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B mepBom cooOliieHnu npuBeneHo (HopMain30BaHHOE
OTHCaHUE MpelaraeMoOil METOAMKH W aJITOPUTM pacue-
Ta ONTHUMAJIbHBIX PEKMMOB MPOKATKHA Ha XOJIOJHOM CTa-
He. AJIGKBaTHOCTH IpeIaraeMoil METOIUKH PACCMOTPUM
Ha KOHKPETHOM MpPUMEpPE, BBITIOJIHEHHOM B COOTBETCTBHE
C QJITOPUTMOM PEIICHUS 337a4M ONPEACTICHHS PeXKIMa XO-
JIOJITHOHM TIPOKATKH IMOJIOC 3aJaHHOTO THITOpa3Mepa Ha MHO-
TOKJIeTeBOM (peBepcuBHOM) cTane [1, 2].

[IpumMep pacdera MpUBEJCH ISl HEMPEPHIBHOTO YEThI-

I Mpumep Ne 1 (munopasmep Ne 1)

1. CymmapHOe oOkarue:

hy —h 2-0,45

65 =100 %=
0

100 % =177,5 %.

2. JInama3oHbl H3MEHEHUSI OTHOCUTEIBHBIX 00xaTHii [3]:

N g . =25%;¢ =38%;¢, . =34 %,
pexknereBoro crana 1400 xonomHoW mpokartku. Pacuer- 1 min 1 max 2 min
HbIMH TIPOQUIIsIMA  BBIOpaHbl: Turopasmep Ne I — 08FO €y max — 390 05 &3 i = 27 03 85y = 38 %03
(hy=2wmm, h _=0,45 MM, B= 1270 MM), CKOPOCTb IPOKATKH €4 min = 16 %58, =30 %.

npuHsTa paBHoit 12,5 m/c; Tunopazmep Ne 2 — SUC 3 rpyn-
bl ierupoBanus (h, = 2,2 mm, h_= 0,5 mm, B = 1000 mm),
CKOPOCTB IIPOKATKH MpUHSATA paBHOU 11,5 m/c.

3. I[I/IaHaSOHBI HU3MCHCHHA CPECAHUX YACIBbHBIX HATIXKC-

HUM 1o ydactkam [3]:
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Oy min = 39 Mlla; o, =45 Mlla; 6, . =127,3 Mlla;
Oy max = 165,5 MIla; o, . =148,7 Mlla;
0y max = 185,6 MIla; o, . =160 Mlla; o, =216 Mlla;

Oy min = 00 Mlla; o, =85 Mlla.
4. Yucno noaauana3’oHOB n, B IMANa3oHax M3MEHEHUsI
OTHOCHTENBHBIX OOkaruii n, = 10 [4, 5].
5. llar A_ n3MeHEHUs OTHOCUTENBHOTO OOXKaTHs B i-i
1
knetu crana 1400:

A, =13;A8,=13;A, =05 Ac,=5;
A, =1,1;Ae,= 11;A_ = 1,4; Ag, = 14.
€3 €4

6. I'paHuIB TOIIMAITIA30HOB M3MEHECHUSI OTHOCHTEIb-
HOTO O0)KaTus 8[. JUIA 1<a>1<z10171 KJICTU CTaHa MPEACTaBJICHbL
B Taom. 1.

7. Yucno moaauana3oHOB B JMalla30HaX H3MEHEHUs
CPeIHUX YIEeNBHBIX HATSDKEHWH Ha i-M ydYacTKE ITOJIOCHI,
PACIONIOKEHHOM B MPOMEKYTKaX W Ha MoTaike: m, = 10
[4, 5].

8. Hlar AG/_ U3MEHEHUS CPEJHETO YAEIbHOIO HATSHKEHUS
HA j-M Y9acTKe TIOJIOCHI:

Acl =1,0; Ao, = 10; Acz =3,82; Ao, = 38,2,
A, =3,69; Ac,=36,9; A_ =5,6; Ac, = 56;
o3 Oy
A, =2,5;Ac,=25.
s

9. T'paHWIBl TOAIMANIA30HOB HM3MEHEHHUS CPEIHHUX
YAEJBHBIX HaTSKEHUI o, Ha J-M y4acTKe IOJIOCHI, PacIo-
JIO)KEHHOM B MIPOMEKYTKAaX W Ha MOTAJIKE IPEICTABICHBI
B Tabm. 2.

Tabnuma 1

I'paHunb NOAANAIA30HOB U3MEHEHHS
OTHOCHTEJILHOI0 00:KATHS

Table 1. Boundaries of the sub-ranges of changes
in percent reduction

i €0 | &% | £, % | £, %
min 25,0 34,0 27,0 16,0
1 26,3 34,5 28,1 17,4
2 27,6 35,0 29,2 18,8
3 28,9 35,5 30,3 20,2
4 30,2 36,0 31,4 21,6
5 31,5 36,5 32,5 23,0
6 32,8 37,0 33,6 24,4
7 34,1 37,5 34,7 25,8
8 35,4 38,0 35,8 27,2
9 36,7 38,5 36,9 28,6
max 38,0 39,0 38,0 30,0

668

10. Yucno BO3MOMKHBIX aJbTEPHATUBHBIX BapUaHTOB
COYeTaHWH TMOJINANIA30HOB OTHOCHTENBHBIX O0XKaThHil M
CPEIHHX YIIENbHBIX HATSHKEHUH [6]:

1 J

w=]1n]1m, =10*10°) =10 077 69.

=l j=0

11. CooTBeTcTBHE pacIpeelieHUs] OTHOCHTEIBHBIX 00-
JKaTUH 0 KJIETSM CyMMapHOMY OTHOCHUTEJIBHOMY OOXa-
Trro [7, 8]:

(1-0,775) = (1 - 0,350)(1 — 0,350) (1 — 0,335)x
x (1 - 0,200)0,225 = 0,225.

12. UckirroueHue 3 0011ero Y1ciia BO3MOXKHBIX BapHaH-
TOB W BapuaHTOBWW', HE COOTBETCTBYIOIINX YCIOBHIO:

W' =Ww-w=10077 696 —9 859 898 =217 798.

13. 3aganue CKOPOCTH MPOKATKA B COOTBETCTBUU C yC-
JIoBMEM, T€ 11 ctana 1400 V= 13,5 m/c [9, 10]:

V,=135wmc=V_ =135w/.
14. CxopocThb MOJIOCHI HA BBIXOJE i-1 KIIETH:
V, =4,67 m/c; V, = 6,68 m/c;
v, =10,3 m/c; V, = 13,5 m/c.

15. Pacuer cpennero 1o minHe ovyara aedopmanuu gaB-
* o

JICHUS IPOKATKH £, ; B K&XK/I0H KIETH CTaHa JUlsl HTOTOBOTO

MIPUHSTOTO BapuaHTa pexkuma rpokarku [ 10, 117:

Tabnuma 2

FpaHl/IIILl noaaAuanasoHoOB U3BMCHEHUA CPEIHUX
YaeJdbHbIX HATSIKeHU

Table 2. Boundaries of the sub-ranges of changes
in mean specific tensions

i 6,, Mlla | ,,, MIla | 5, , MIla | 6,,, MIla | o,,, Mlla
min 35 127,30 148,70 160,0 60,0
1 36 131,12 152,39 165,6 62,5
2 37 134,94 156,08 171,2 65,0
3 38 138,76 159,77 176,8 67,5
4 39 142,58 163,46 182.4 70,0
5 40 146,40 167,15 188.,0 72,5
6 41 150,22 170,84 193.6 75,0
7 42 154,04 174,53 199,2 77,5
8 43 157,86 178,22 204,8 80,0
9 44 161,68 181,91 2104 82,5
max 45 165,50 185,60 216,0 85,0
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Po=

cpl

421,76 MIla; P, = 625,8 MIla;

Ps=

cp3

658,6 MIla; P, ,= 665 MITa.

16. PaccunTaHHBIE SHEPIOCUIIOBBIE TAPAMETPHI IPOKAT-
ki P, M;, N, npusenens B Tabi. 3.

Ilo pesynbraramM NPOBEPKH JAHHBIX TalOll. 3 OTMETHM,
YTO IIOJIy4YEHHBIE PE3yNIBTaThl HE IIPEBBHINIAIOT 3a[aHHBIX
YCIIOBUAMH JIOIMYCTUMBIX 3HAYEHWH, ONPEENAEMBIX TeX-
HOJIOTHYECKUMH BO3MOKHOCTsIMHU arperara [10, 11].

17. A3 MaccuBa pacCUUTAHHBIX 3HAYEHUH P;, UCKIIIOYE-
HbI 3HAUECHUS, HE YJIOBIECTBOPSIOIINE 3a1aHHBIM YCIOBHAM:

— OrpaHMYEHHE M0 MOIHOCTH IPOKATH

N, <N

son”?

rae Nl — MOUIHOCTh NPOKaTKU B i-i kieTH, KBT; N}mnf
MaKCHMaJIbHO JIOIMyCTUMOE 3HAYEHHE MOIIHOCTH TPOKAT-
ku, KBT;

— OIpaHUYEHUE 110 MAKCUMAJIBHOMY YCHJIMIO IIPOKaTKU

P.<P

i — 7 nmom?

rae P, — ycunue npokarku B i-i kinetd, H; P, — makcn-

MaJIbHO JIOMYCTUMOE 3HaYeHHE YCHIIUs poKaTku, H;
— OrpaHMYEHHE 110 MAKCUMAJIbHOMY MOMEHTY IPOKAaTKU

M <M

nom?

e M, — MOMEHT TPOKATKH B i-1 KIeTH, KH-M; MIlOH — MaKCH-

MaJIbHO JIOIMYCTUMOE 3HAYeHHE MOMEHTA MpoKaTku, KH-M.
18. O6bema meTamna Q, s IAHHOTO THIIOpasMepa Co-
CTaBUIIL:

0, =hBl, = 13127197 =325 u’;
0, = h,BL,=091-127-2,81 =325 m’;
0, = h,BI,=0,59-1,27-4,33 =325 m’;

0, =h,Bl,= 045127568 =325 v,

Taonuma 3

PaccunTaHHbIe JHEPTOCHJIOBbIE MAPAMETPhI MPOKATKHU

Table 3. Calculated energy-power parameters of rolling

POPMEL G | i | v | kBr | kBr

1 7,6 25 23,7 136,7 861,9 4978

2 8,1 25 40,9 93,4 2178,5 4978

3 8,7 25 48,8 83,9 2899,5 4978

4 6,2 25 51,7 80,9 3178,9 4978
IIpumeuanue: i — HOMEp KIETH; Pﬂon, Mmm, N}m — JI0-

IMYCTUMBIC 3HAYCHU S DHEPrOCHUIIOBBIX MapaMETPOB MPOKATKH.

19. Pacuer ln( j JUTSL KaXKJT0# Kkitetn ctana [12]:

1—¢,

1

xierh Ne 1: In ; =0,43;
1-0,35

Kierhb Ne 2: 1n(

H
-
= $
o Nl
i I
=)
(O8]
&

KieThb Ne 3: ln[—

>

! j=0,23.
0,2

B

kiaeth Ne 4: ln(

20. IlpousBeneH pacyeT CyMMapHOTO pacxoja 3JHep-
THA A;* IUTSL KQKJIOTO Peain3yeMoro BapHaHTa, IIPOBEICHO
CPaBHEHHUE PACCUYMTAHHBIX BEJIMYMH U BEIOPAH PEXKUM MPO-
KaTKH, COOTBETCTBYIOIINI MUHUMAIEHOMY PacxXomy SHeEp-
run. Pesynbrarel npuBeneHs! B Ta0m. 4.

21. Pacuer »miop yAEIbHBIX HATSHKEHHM B KaXKIOM
MEXKKJIETEBOM MPOMEXKYTKE i1 BBIOPAHHOTO peXKUMa
npokatku [13, 14]. YerBeprass KJIETh OCHaIllEHA CHCTE-
MOH aBTOMAaTHYECKOTO PETyIUPOBaHUSA IJIOCKOCTHOCTH,
paboTaromieii B aBTOHOMHOM PEKHUME, IIOATOMY JITIOpPY Ha
BBIXOJI€ MMOJIYYalOT B 3aBUCHUMOCTHU OT 3a/JIaHHOHM B CHUCTe-
My. Pacder mpousBeneH mpu yCTaHOBICHHBIX CTaHOYHBIX
npoduIupoBKax paboynX BaJKOB U MPH YCUIHH THAPOU3-
ruba, pasHoM 0.

C,, = 55,7 MIla; C,, = 60,7 MIla; C,, = 69,7 MI1a,

rae C, — koo PpuuuenT napaboanyecKoi anmpoKCUMauy
SMIOPBI YACIBHBIX HATSKEHHUI C TIOMOIIBIO BTOPOTO TTOJHU-
noma Jlexxanmpa [13, 14].

22.3anaeM 3M10py yAeTIbHBIX HATSHDKEHUH, 00ecreunBaro-
NIyI0 CTaOWIIBHBIN MTporiecc mpokaTku [13, 14].

C,, = 50 MIla; C,, = 30 MIa; C,, = ~20 MTla.

Tabnuma 4

OG1ue pe3yJbTaThl pacyeTa CyMMapHOTo
pacxona YHepruu

Table 4. Overall results of the calculation of total
energy consumption

i h;, & G;> Vis B, Eoym> Ymin®
MM % MIla Mm/c MM % MIx

0 | 2,00 - 39 -

1 1,30 | 350 | 164 4,67

2 1 091 | 33,5 | 184 6,68 | 1270 | 77,5 | 110,46

3 10,59 | 350 | 216 10,3

4 | 045 | 20,0 84 13,5
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3a mepBOM KJIEThIO YBEIMYMBAEM Y/EIBbHOE HaTsKe-
HUE Ha KPOMKaxX TOJIOC JJIsI 00eCIIeueHHs YCTONUMBOCTH
MOJIOCHI 10 JIMHUM TPOKaTHOTO CTaHa (YMEHbIICHHE Be-
POSITHOCTH ITOTIEPEYHOTr0 CMeMIeHust). Bo BTopoM u TpeTh-
€M NPOMEXYTKE CTaHa y/eJbHble HATSHKSHHUsI Ha KPOMKax
YMEHBIIIACM, TEM CaMBIM CHIDKAE€M BEPOSTHOCTH OOPHIBOB
TIOJIOC U3-32 BO3BMOXKHBIX KOHIIEHTPATOPOB HANPSDKEHUIT Ha
kpomkax [13, 14].

23. JInsa nonydeHus 3aaHHBIX JIIOP PACCUUTHIBAEM He-
00X0MMOE yCHITHE THIPOn3ruba padounx Baikos [13, 14].
OHM COOTBETCTBECHHO PABHBI

F =4%;F =40 %; F ,=40 %,

e F— ruapousru pabouux BaJIKOB, % OT MAKCHMAJILHO
Joryctumoro 3HadeHus (—100 % — makcuManbHO JOMyCTH-
MBI TpoTHBOM3rud; +100 % — MaKCUMaJIBHO IOy CTUMBIH
JOTIONTHATEBbHBII U3THO).

Tabauma 5

Ojurue pe3yJabTaThl pacdyeTa CyMMapHOTO
pacxosa IHepruu

Table 5. Overall results of the calculation of total energy

consumption

i hi’ 87” Gi’ Vi’ B’ SCyM’ > min’

MM % | MIla| m/c | MM % MJIx
0 | 220 - 43 -
1 1,45 | 34 189 | 4,7
2 1097 | 33 206 | 7,0 | 1000 | 77,3 | 1933
3 10,65 ]| 33 226 | 10,4
4 1050 | 23 94 | 13,5

Tabnuua 6

Pexxumbl o0:xaTuii Ha cTane 1400
JJIs1 THopasmepa Ne 1

Table 6. Crimping modes on the mill 1400
for typical size no. 1

I Mpumep Ne 2 (munopasmep Ne 2)

Bce pacueTsl mpou3BeAEHbI MO aJrOpUTMY, aHAJIOTHY-
HOMY aJITOPUTMY, UCTIOJIb30BAaHHOMY JIJISl pacueTa mpumepa
Ne 1. Pesynbrarsl pacuera IpuBeIEHBI B Ta0MI. 5.

B Tabn. 6 — 9 u Ha puc. 1 — 4 npeacTaBieHbl OTHOCH-
TeJbHbIE 00XKaTUs MO KJIETSAM M YJEJbHbIE HATSHKEHHS I10
yuactkam ctana 1400, moiy4yeHHbIe B pe3ysIbTaTe pacuera
110 aHAJIMTUYECKOM METOAMKE JJIsl BBIOPAHHBIX TUIIOpa3Me-
POB ¥ 3aMepeHHBIC 3HAYCHUS U3 0a3bl JAHHBIX U3MEPECHUN
PSKUMOB MPOKATKH TPU (PUKCHPOBAHHOM MHHAMAIBEHOM
CyMMAapHOM PacXxojie 3JeKTPOIHEPTUH.

®akTHuecKuii pacxon snekTposHepruu (R, , kBT-4/T)
PETUCTPUPOBAIM C TIOMOIIBI0 MPHOOPOB y4yeTa, YCTaHOB-
JIEHHBIX B Kax10# kietu ctana 1400 [15].

[IpuBeneHHbIC TPUMEPHI TOATBEPIMITHA YPPEKTHBHOCTh
MpeIaraéMoi METOIMKH pacueTa PpPEeXUMOB XOJIOAHOU
npokatku. [Ipu peanusanuu npeaaraeMoro crnocoda cHu-
JKEHHUE CYMMAapHOIO YAEJIBHOTO pacxoja 3JIEKTPO3HEPIHH

Taonuma 7

PaccuuTaHHblii peskuM HaTs:KeHUI Ha cTtaHe 1400
1Jis1 Tunopasmepa Ne 1

Table 7. Calculated tension mode on the mill 1400
for typical size no. 1

VYyactok
IToka3arenn - _
pa3marsl (1-2)| 2-3)|G-4) MOTa
Barellb Ka
VnenbHOE HATS-
xxenue, MIla
pexum 1 40,0 153,7 | 181,3 | 216,0 | 81,3
pexum 2 39,0 164,0 | 184,0 | 216,0 | 84,0
8,% 3 7 1 0 3

I[IpuMeuaHue: d — OTHOCHTENbHAS TOTPEITHOCTD 3HA-
YEeHUH peKUMa 1 OTHOCUTENBHO pekuMa 2 10 ydacTkam, %o.

Taonuma 8

Pe:kumbl o0:kaTuii Ha crane 1400
1J1s1 THIIOpa3mepa Ne 2

Hoxasateis Homep xnern Table 8. Crimpir.lg m(')des on mill 1400
1 2 3 4 for typical size no. 2

OtHocutenpHOE oOkarue, %:

pexum 1 33,60 | 32,30 | 33,00 | 18,54 Howmep knetn

IToxazarenn

pexum 2 35,00 | 33,50 | 35,00 | 20,00 1 2 3 4
3, % 4 4 6 8 OTtHocurenbHoe o0xkarue, %o:

IIpumeuanue: pexxuM 1 — pesxuM, BbIOpaHHBIN U3 0a3bl pexum 1 322 | 330 | 324 | 239
JITAaHHBIX CUCTEeMBI cliexxeHui 3a MeTaiuiom (CCM) ist ;aHHOTO pexum 2 34,0 | 33,0 | 33,0 | 23,0
TUIIOpa3Mepa NpU HM3MEPEHHOM MHHUMAIBHOM CyMMapHOM 5. % 6 0 5 4

pacxojie dIEKTPOIHEPTHU; PEKUM 2 — PEKUM, PACCUMTAHHBIN
T10 IIpe/iyIaraeMoi MeToIMKe; & — OTHOCUTEIbHAS TIOIPEITHOCTh
3Ha4eHUH pexrmMa 1 OTHOCUTEIbHO pekuMa 2 1o KIeTsaM, %.

11 puMcUYaHHUE!: 0 — OTHOCHUTEIbHAS IIOTPECIIHOCTH 3HAYC-

HUM pexxuMa 1 OTHOCUTENBHO pekuMa 2 110 KIeTsIM, %.
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Tabauma 9

PaccuuTaHHbIi peskuM HaTsKeHUI Ha cTtane 1400
JJ1s1 THIIOpa3Mepa Ne 2

Table 9. Calculated tension mode on the mill 1400
for typical size no. 2

VYuactok
Iloka3arens _ -
pa3MaTbl 1-2)12-3)|3-4) MOTaJl
BarTellb Ka

VnenwHOE HATS-
kenue, Mlla

pexum 1 42.8 180,6 | 1939 | 220,6 | 953

pexum 2 43,0 189,0 | 206,0 | 226,0 | 94,0
8,% 0 5 6 2 1

[IpumeyaHue: § — OTHOCUTENIbHAS MOTPEITHOCTD 3HA-
YeHUH pekrMa 1 OTHOCUTENBHO pekuMa 2 Mo ydacTkaM, %o.

UL BEIOpAaHHBIX THUIIOPa3MEpOB, MO CPABHEHHIO CO Cpell-
HUM CYMMAapHBIM YJIEJIbHBIM PacXoAoM JJIEKTPOIHEPTHUH,
coctaBuiio nopsinka 14 % (g Tunopasmepa Ne 1) u 21 %
(nst Tumopasmepa Ne 2). [ToBbillieHHe CKOPOCTH, IO CpaB-
HEHHIO CO CpPEIHEH CKOPOCTHIO IS BEIOPAHHBIX THIIOPA3-

Omnocumensvroe
obacamue, %

18 1 1
1 2 3 4

Homep knemu

Puc. 1. Pexxumsr oOxaruii Ha crane 1400 amst tunopasmepa Ne 1:
1 —pexum 1; 2 — pexum 2

Fig. 1. Crimping modes on the mill 1400 for typical size no. 1:
1 —mode 1; 2 —mode 2
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Puc. 2. Pexxume! HaTspkenwii Ha ctane 1400 s tunmopasmepa Ne 1:
1 —pexum 1; 2 — pexum 2

Fig. 2. Tension modes on the mill 1400 for typical size no. 1:
1 —mode 1; 2 —mode 2

MEpOB MOJIOC, COCTaBUIIO mopsaka 15 % (s Tunopazme-
paNe 1) u 18 % (nns Tunopasmepa Ne 3). Pesynsrars! miis
BBIOPAHHBIX TUIIOPAa3MEPOB MOIYYEHBI TOCPEACTBOM CpaB-
HEHUSI PACCUUTAHHBIX 10 MPEIOKCHHON aHAUTHIECCKOU
METOJIMKE PEKUMOB C aHATOTUYHBIMHU PEKUMAMU U3 0a3bl
JaHHbIX u3Mepenuid CCM [16]. Jlons BIusHUS HENPEpbHIB-
HOro ueThipexkiereBoro crana 1400 Ha (opmupoBaHue
ce0eCTOMMOCTH €IWHUIIB! (TOHHBI) i-TO BHAA TMPOAYKIHN
MOKHO PACCUUTaTh MO CIexyouel popmyne

C,’j — CFCP[C?HZEZ I(C;(C;)-" CI_BC.MC;C.M + CiDT.MCl;T.M :|Cia (18)

rae C, — obmiast ce6eCTONMOCTh 33/IaHHOM EIUHUIBI i-TO
BUJIA TPOAYKIMHU (KanbKynsiusi), i =1 ... [ — KOTU4ECTBO
BHJIOB MPOAYKIIUU II€Xa; Cl.j — nois (BecoBod Kod(hGUIH-
€HT) B KaJbKYJLSIHMHU [-TO BHJIA MIPOXYKIIUH j-TO TEXHOIOTHU-
YecKoro arperara 1exa, j = 1 ... J — KOJTU4eCcTBO arperaroB
uexa; C;P — BecoBoil KO3(D(HUIHEHT TEXHOJIOIHYECKOTO
nepezena (aucronpokaroro mexa), C;'P = 0,3 [17]; C" —
BECOBOM KOA(PQHIMEHT dHepro3arpar B KaJbKYJIAIHUH,
C"~0,28 [17]); C — BecoBoit KOIDPUIHUEHT OTACIBHOTO
BUJIa dHeprozarpar, K =1 ... K — konmu4ecTBo BHIOpaHHBIX
JUTsl aHam3a BU0B dHepro3arpar [17]; C ;‘ — BECOBOM K03()-
(burMeHT Jomm j-To arperara B (pOPMHPOBAHUM K-TO BUIA

38
| 2
34 /

30 |

26 -

Omnocumensvroe
obacamue, %
~

22 -

18 1 1
1 2 3 4

Homep knemu

Puc. 3. Pexxumbl oOxaruit Ha crane 1400 miist Tumopasmepa Ne 2:
1 —pexum 1; 2 — pexum 2

Fig. 3. Crimping modes on mill 1400 for typical size no. 2:

1 —mode 1; 2 —mode 2
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Puc. 4. Pexxume! HaTspxernit Ha ctane 1400 gt tunmopasmepa Ne 2:
1 —pexuM 1; 2 — pesxum 2

Fig. 4. Tension modes on the mill 1400 for typical size no. 2:
1 —mode 1; 2 —mode 2
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9HEPro3arpar B KaIbKYISIIUH i-r0 Brja npoxykiuu; C;-™ —
BECOBOH KOA(P(HIIMEHT CTaTbl PacXoJ0B BCIIOMOTATEIb-
HBIX MaTEPUAIIOB B (POPMUPOBAHIH KAIBKYIISIIH i-TO BHIA
nponykuuu; C;°% — BecoBOH KOODOUUMEHT BIUAHUS j-TO
arperara Ha (popMHpOBaHHE CTATbU PACXOIOB BCIIOMOTA-
TENbHBIX MATEPHUAIOB KAIBKYJISAIUH [-T0 BUIA MIPOIYKIIUH;
C™ — BecoBOil KO3((HUIUEHT CTaThH OTXOIbI MeTaIa
KaJTbKyJIsIuK i-ro Buja npoxykimu; C;'™ — BecoBoi Ko-
(pPUIUCHT BIUSHHSA j-TO TEXHOIOTHUECKOTO arperara Ha
(hopMHpOBaHNE CTATbU OTXOMBI METAIUIA KAIBKYISIUH i-TO
BHJIa MPOAYKLUH JIUCTONpOKaTHOro 1exa [ 18 —20].

Honst Busaus crana 1400 Ha ¢opmmpoBaHue cebde-
CTOMMOCTH EIWHHIBI [-TO BHIA IPOAYKIHMH (B KauyecTBE
BHJIa SHEPro3aTpaT BEIOpaHa CTaThs pacxofa dIEKTPOIHEP-
THH) COCTaBUIIA!

C,=0,3[0,28-(0,66-0,202)] = 0,0112.

B pesymerare BBISBICHO CHIDKEHHE CEOCCTOMMOCTHU
npoxykuuu npuMepro Ha 0,16 % Ha ToHHY (A1 THIIOpas3-
mepa Ne 1) u mpumepno Ha 0,24 % Ha ToHHY (1715 TUTIOpa3-
mepa Ne 2).

Bb1600b1. DXCTIEpUMEHTATBHAS TIPOBEPKA METOIUKH T10-
kazana ee 3QEeKTUBHOCTh U BO3MOKHOCTH UCTIOIb30BaHUS
Ha CTaHaX XOJOTHOH mpokatku. [1pu aToM obecneunBaeTCs
CHIDKCHHE CeOECTOMMOCTH MPOAYKIMY ¥ MOBBIIICHUE MTPO-
W3BOJUTEIFHOCTH CTaHA.
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METHOD FOR CALCULATION THE MODES OF STRIPS COLD ROLLING
ON MULTIPLE-STAND ROLLING MILL ENSURING COST REDUCTION OF SHEET
ROLLING SHOP PRODUCTION. REPORT 2. AN EXAMPLE OF THE METHOD
PRACTICAL USE ON FOUR-STAND ROLLING MILL 1400

A.L Bozhkov', D.A. Kovalev?, V.S. Potapov? R.I. Shul’gin®

! Lipetsk State Technical University, Lipetsk, Russia
2JSC “Novolipetsk Metallurgical Plant”, Lipetsk, Russia

Abstract. The second part of the paper describes the method practical use
on four-stand rolling mill 1400. When rolling the chosen typical sizes,

the task was to determine the specific rolling mode, which will ensure

672

a minimum of the total specific energy consumption at the maximum
rolling speed, maximum process stabilization (minimum breaks, idle
times, etc.) and obtaining the specified quality of the rolled strips (no
surface defects, meeting the thickness and flatness requirements). It
was achieved by including the above requirements in the constraint
system with respect to the determined rolling modes for the selected
strip sizes. For example, ensuring a given (maximum) performance
for a specific size and brand of a strip is equivalent to realizing a gi-
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ven (increased) rolling speed in the absence of unscheduled down-
time occurring in emergency situations (in particular, in strip breaks).
The speed limit depends on the power of engines, which is included
in the complex of structural and technological limitations. The ob-
tained examples, given in the article, have shown that the use of the
method leads to fulfillment of all the specified requirements, which,
in turn, ensures a reduction in production cost and an increase in the
mill’s productivity. The calculation of the cold rolling modes was
reduced to selection and distribution of the crimping along the stands
(passages — in the reversible mill) and to a choice of specific strip ten-
sion in the interstand spaces, on decoiler and coiler, and in setting the
wedge of speeds in a particular system of constraints imposed on the
input and output process variables as a function of the adopted opti-
mality criterion. The task was solved using the conditional optimiza-
tion method, through the specification of the optimization criterion.
As such criterion, the total energy consumption of the rolling process
was used, as requirements — technological and design constraints on
the rolling parameters and conditions for strip stability to breaks and
to formation of rolls surface defects (“brews”, “chippings”, etc.), as
well as to strip breaks.
Keywords: mill 1400, experiment, check, cost, production, cold-rolled
strip, productivity, reduction, tension, electricity consumption, roll-
ing speed, rolling mode.
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