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AHHomayus. TloBbllIeHHE YPOBHS aBTOMATU3ALMN METAJUIYPTHYCCKUX arperaToB, CBSI3aHHBIX C PA3BUTHEM TEXHOJOTMU M INPUMEHEHHEM COBPEMEH-
HBIX IATINKOB U M3MEPHUTEIBHBIX CHCTEM, & TAKXKE Pa3BUTHE IPOMBIILICHHBIX HHYOPMAIIMOHHBIX CHCTEM YBEIHINBACT KOMMIECTBO TOCTYIHBIX IS
aHaJM3a [apaMeTPOB MPOM3BOJACTBEHHBIX M TEXHOIOTHYECKUX MpoLeccoB. CIEACTBUEM 3TOTO SBISCTCS yBEINYCHUE CIOKHOCTU U JUTHTEIBHOCTH
MPEIBAPHUTENIBHON MOATOTOBKH JTaHHBIX, IIOCTYIAOIIUX OT JATYAKOB U M3MEPHUTEIBHBIX CHCTEM, IS MOCIEAYIOMEr0 MaTeMaTHIECKOTO M CTATHC-
THYECKOro aHanu3a. 1103ToMy BecbMa Ba)KHO M aKTyaJbHO pa3pabaThiBaTh HOBBIC M COBEPIICHCTBOBATH CYLICCTBYIOIINE METOAUKN aBTOMATH3HPO-
BAHHOTO IPOIIECCa TIEPBIHIHOMN MTOITOTOBKH JTaHHBIX. [Ipi pa3paboTKe METOIMK MEPBUYHON MOATOTOBKH JaHHBIX CIEAYET yUUTHIBATh, 9YTO TOYHOCTD
U a[ICKBaTHOCTb PE3Y/IBTATOB MOCICAYIOLIEr0 MaTeMaTHYECKOrO aHaJlk3a OMPEACIAIOTCS TOYHOCTBIO U a/ICKBATHOCTBIO HCIIONB3YEMbIX HCXOIHBIX
naHHbIX. [TapamMeTpsl TPOGHIIS TIOMEPEYHOrO CEUCHHS TOPSIIEKATAHbIX MOIOC, TAKHE KaK KIMHOBHIHOCTb, BBITYKIOCTh, Pa3HOTONIHHHOCTD, CME-
IIEHHE BBITYKIOCTH, IPUKPOMOYHAS KIHHOBUIHOCTb, JIOKAIBHBIC YTOJIIECHHS U YTOHEHHUS [OJIOCHI SIBJISIOTCS PACYCTHBIME [apaMETPaMH, T. €. BTO-
PUYHBI [I0 OTHOLICHHIO K (haKTHUECKUM W3MEPEHHSIM TOJIIMHBI TIONOCHI 110 [UTHHE U IIHPHHE TOPsAYEKaTaHbIX MoJoc. [10 Mepe COBEepIICHCTBOBA-
HHUSI TEXHOJIOTHH B LIEXaX XOJOAHON MPOKATKH TOHKOIHCTOBOW CTANIM PACTET YUCIO COPTAMEHTHBIX TPYIII, 1 KOTOPBIX TEXHOIOTHYCCKHE PEKUMBI
00paboTKH TOpSTYEKATAHbIX TIOJNOC, OCYIIECTBILIFONIIMXCS Ha arperarax XOJIOIHOM IPOKATKH M OTIENKU CTAIBHBIX IMOJIOC, a TAKKE MapUIPYTHl HX
00paboTKK BHIOUPAIOT, UCXOAS U3 (PAKTUUECKHUX 3HAYCHUI TapaMeTpoB PO MonepevyHoro cedeHus. Llenpo sBiseTcs nociaeayomee CHIKEHIe
BEPOSATHOCTH 0OPa30BaHMUsI HECOOTBETCTBYIOIICH MPOMYKIUI U [OBBIIIEHHOTO PacXojia MeTalia. B crarse mpuBeneH 0630p OOMIETIPUHSITHIX METOIOB
pacuera napamMeTpoB HPOGHIISL HOMEPEUHOrO CCYCHHS FOPsYEKaTAHOI TONOCHI U JaHA OLICHKA TOYHOCTH U ICKBATHOCTU IPUMEHEHHUS YCPEAHEHHbIX
IO JUTHHE MOJIOCHI [TAPaMETPOB.
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ON ADEQUACY OF PARAMETERS
OF STRIP CROSS-SECTION PROFILE.
PART 1. PREDICTIVE INTERVAL

S. M. Bel’skii, 1. 1. Shopin, A. N. Shkarin
I Lipetsk State Technical University (30, Moskovskaya str., Lipetsk 398600, Russian Federation)

Abstract. Increasing the level of automation of metallurgical units and the development of industrial information systems increases the number of parame-
ters of production and technological processes available for analysis. The consequence is an increase in the complexity and duration of preliminary
data preparation for subsequent mathematical and statistical analysis. It is therefore important to develop new and improve existing techniques for the
automated process of primary data production. When developing methods of primary data preparation, it should be taken into account that accuracy
and adequacy of results of subsequent mathematical analysis are determined by accuracy and adequacy of used initial data. The cross-sectional profile
parameters of hot-rolled strips, such as wedge, convexity, thickness variation, displacement, wedge in near-rim zones, local thickenings and thinning
of the strip are calculated parameters, i.e. secondary to actual strip thickness measurements over the length and width of hot-rolled strips. As technolo-
gy is improved in cold rolling shops, the number of grade groups is increasing, for which technological modes of units and processing routes are
selected. They are based on actual values of parameters of cross-section profile in order to further reduce the probability of formation of inappropriate
products and increased metal consumption. The presented article provides an overview of conventional calculation methods for parameters of cross-
section profile of hot-rolled strip and gives an assessment of accuracy and adequacy of application of the parameters averaged along strip length to
the whole strip.
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- BBEAEHUE

[poduie momepedHoro cevueHus: ropsiaeKaTaHoON MONIo-
CBI OMpeNIeNsIeT TEXHOJIOTHYHOCTh MocIenytomeld oopador-
KM B 1Iexax XonojnHoi npokarku [1 —30]. Ecnu napamerpsi,
XapaKTepU3yoIye MPOQHIIb, BBIXOIAT 3a JOIMyCTUMBIC
TPaHUIIBL, TO MIPU XOJOJHOW MPOKATKE MON0CA MMOTYIUT He-
IUTOCKOCTHOCTh B BHJIE BOJHHCTOCTH W/HIM KOpOOOBATOC-
TH, KOTOPYIO HY>KHO OyI€T MPaBUTh PazIMYHbIMU CII0cO0a-
mu [1-5, 8§8—13, 1621, 25—-26]. Beixog napamerpoB
po(UIIT MOMIEPEIHOTO CEUEHHS TOPSUCKATaHO! TOJIOCHI 3a
JIOITYCTHMBIE TPEJIeTbl OKA3hIBACT CYIICCTBEHHOE BIIMSIHUE
Ha BEPOSTHOCTH OOpBIBA TPH XOJIOIHOH nipokaTke [20]. B pa-
6orax [13, 20, 21] moka3aHo, YTO HOTEPs PYJOHOM YCTOHYIH-
BOCTH (00pa3oBaHue Te(heKTa «IITHIKA WU IIPOCEITAHUEC )
TaKoKe OIIPENIeNIIeTCs MPO(MIIEM CMAaTBIBAEMOH ITOTOCHL.

[MapameTpsl TPOGUIIS MOMIEPEUHOTO CEUCHUS SIBILSTFOTCS
KOCBCHHBIMH XapaKTEPUCTHUKAMH, PACCYUTHIBAEMBIMU Ha
OCHOBE TECPBUYHBIX MAHHBIX, ITONYyYaeMBIX C H3MEPHTE-
JIe¥ TOJILMHBI ONIEPEYHOI0 ceueHus nosockl. [lapameTpsl
IPOQUISL TONEPEIHOTO CEUCHHS MPOKATHIBACMOM ITOJIOCHI

2,545

BBIYHCIISIFOTCS ISl KQXKI0TO M3MEPSIeMOro Ce4eHHMsl, OHa-
KO BCIO TIOJIOCY XapaKTepU3YIOT YCPEAHECHHBIMH T10 IJTHHE
napamerpamu. Ha ocHOBE pacueTHBIX mapaMeTpoB Mpogu-
JISI TIOTIEPEYHOTO CEUCHUS TSI YaCTH COPTAMEHTHBIX TPYIIIT
JIeaeTcsi BHIOOP MOCHEAYIONIeH TEXHOJIOTUH 00pabOTKU
TOpSYEKATAHOU MOJIOCHI.

Bo3HukaeT BOnpoc, HaCKOJIbKO TOYHO YCPETHEHHBIE I1a-
paMeTphl MOTYT XapaKTepH30BaTh (PAKTHUYCCKUH MPO(HITH
MONEPEYHOr0 CEYSHHUS B OJJHOM KOHKPETHOM MECTe, HallpH-
Mep, B MeCTe 00pbIBa MOJIOCHI.

I K"'MHOBUAHOCTD, BLINYKNOCTb
M PASHOTO/ILLUHHOCTb

K o0menpuHATEIM MapaMeTpam MpoQuis MONepedHoro
CEUYEeHMsI TIOJIOC OTHOCATCA ciemyromue (puc. 1): KiIuHO-
BugHOCTH (W), BiyKinocTs (C), pazHotommuuHHOCTE (TF)
Y CMeNIeHre BBIMyKiIocTH (D). DTH mapameTpsl orpeje-
JISIFOTCS [0 3HAUEHMSIM alNpOKCHUMUpYIOLel napadbonuyec-
KOW (DYHKIIMH, pACCUUTAHHOH 1O (haKTHUECKUM U3MEPEHHU-
SIM TOJIOMWHBI B OTHOM CCUYCHHHU:
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Puc. 1. BusyasbHoe npeacTaBiIeHue TapaMeTpoB MPOQUIIs MONepeuHoro ceueHus:
@ — HCKIIIOUCHHBIC TOYKH (40 MM OT Ka)KI0TO Kpast, 8§ m3MepeHuil); [l — H3MepeHHs, 10 KOTOPBIM CTPOUTCS alPOKCHMUPYIOMAst KPHBAs;
= — ANIPOKCHUMHPYIOLIAS KPUBAs

Fig. 1. Visual representation of parameters of cross-sectional profile:
@ — excluded points (40 mm from each edge, 8 measurements); Bl — measurements used to build the approximating curve;
= — approximating curve
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};(x) =B +Bix+ Bzxz,

rae l;(x) — (YHKIHS anpOKCHMHPOBAHHOW TOJNIIHHBI T10-
Jockl; x — Oe3pa3MepHas KOOpAMHATA IIUPUHBI TOJIOCHI,
IpU 3TOM IMpUHA u3Mensercs or —1,0 no +1,0; B,, B,
u B, — kK03 PULHEHTBI, ONpeenseMble MO METOAy Hau-
MEHBIINX KBAIPaTOB.

Ilpn pacuere Ko3(hPUIMEHTOB aNMpPOKCHMHUPYIOIIEH
(YHKIINY HE YIUTHIBAIOT M3MEPEHUS Ha paccTOsTHUHT 40 MM
OT Kpast TIOJIOCHI C HEOOPE3HOM KPOMKOM U Ha pPacCTOSHUU
25 MM JUTS TIOJIOC C TIOAPE3KON KPOMKOH.

KnuHOBUAHOCT MHpOGUIS MOMEPEUHOr0 CEUEHUs
ompenensieTcss Kak Pa3sHOCTh TOJNIIMH Ha PACCTOSHHUH
40 MM OT MPOTHUBOMOJOXKHBIX KPOMOK. C y4eToM 3TOTro
MOJy4aeM YHPOUICHHYIO (OpMyIy IUIsl pacdeTa KIHHO-

BHUIHOCTH!
160
W = B] (—2 + ?],

r1ae B — MHApPUHA MONO0CHI, MM.

CmMenieHre BBIMYKIOCTH NPOGMIs HONEPEUHOro cede-
HUsI paBHO PACCTOSHUIO OT MAKCHMAJIbHOTO 3HAYEHUsI TOJI-
HIIUHBI 10 HCHTpaHbHOﬁ JIMHUU ITOJIOCHI:

BB,
48,

BrimyxitocTs pohuiis MOMepedHoro CEYeHus onpee-
JI€TCsl KaK Pa3HOCTb MEXJYy MAKCUMAaJIbHBIM 3HAU€HUEM
TOJILUHBI U CPEJHUM 3HAYEHUEM TOJILIMH HA PACCTOSHUU
40 MM OT KPOMOK CO CTOPOHBI IIPUBOJA U CO CTOPOHBI
oreparopa:

2
c:_ﬁ_ﬁz(l_@+ 6420}
4B, B B

[Momepeunast pasznorommuHHOCTE TV mpodmis mo-
MEPEYHOT0 CEUEHHUsS ONPEAEISeTCS KaK Pa3sHOCTh MEXIY
MaKCHUMAaJIbHBIM 3HAYCHHEM TONIIMHBI W TONIIMHON Ha
pacctosinuu 40 MM OT 6osiee TOHKOM KPOMKH MO amllpoK-
cumupyonei GpyHKmmun:

4
TV =C+—.
2
Brmykiocts mpoduiis HonepeyHoro CeIeHus

w[ D (80-B)

2|/ (80-B) 4D

B nanpHeiimem geranbHbI aHANMMU3 OylaeM MPOBOIUTH
Ut BeITYKIOCcTH C W KIMHOBUAHOCTHU mpoduiist W mnore-
PEYHOTO CEUCHHMS.

OtOpouiennble u3MepeHuss B 40-MM NPUKPOMOYHOM
30HE U3MEPEHUS XapaKTEPU3YIOTCS MapaMeTpaMu: MPUKPO-

MOYHO} KJIMHOBUHOCTBIO ITOJIOCHI CO CTOPOHBI ONEpaTopa
W v MPUKPOMOYHOM KIMHOBHIHOCTBIO MOJOCHI CO CTO-
pOHBI TIpuBoza W), KOTOpBIE OMPEIENAIOTCS KaK pasHUIla

(bakTveckoi TommHbl B 40 MM OT Kpasi ¥ Ha KPOMKE T10-
JOCHIL.

B KO3®®ULMEHT AETEPMUHALUM
M NPEACKA3ATE/IbHbIA UHTEPBA

OIeHKOH aJIeKBaTHOCTH aNNPOKCUMHUPYIOIIEH (QyHK-
U SIBIIsIeTC Kod(duiueHt nerepmunanuu [20, 217:

R = Zi(]:[i _[__1)2 - Zi(Hi _ﬁi)z ,
Zi(Hi _[—_1)2 Zi(Hi _]:])2

e R, — ko3QOHUIHEHT JeTepMUHALINH; H — BEKTOp 3Ha-
YEHUH BBICOTHI MOMEPEYHOrO CCUCHHMS, PACCUMTAHHBIN 110
napabonuyecKoii annpokeumanuu; H; — paxkrnueckoe 3Ha-
YEeHUE TONIIMHBI MOJOCHl B CeUeHUM; H — ycpemHeHHOe
3HAYEHHUE TOJIUHBI [TOJIOCHI B CEYCHUHU.

OfHaKO ¢ MPAKTHYECKON TOUKH 3PEHHUS BayKHEE OIICHH-
BaTh BEJIMYMHY OIIMOKHU MPH MPOTHO3UPOBAHUHN TOJIIIUHBI
nosocel [15, 22, 24, 27 — 30]. dns atoro Oyaem HCIONb-
30BaTh TPEICKa3aTeIbHBI HHTEPBAI ep; [30] (zmana:sOH
H(x,) + ep,(x,), B KOTOPOM C 3a/laHHOH BEPOSTHOCTBIO O
HAXOAMTCA (PAKTHUSCKOE 3HAYCHHUE TOJIIUHBI TIOJOCHI
B KOHKPETHOM KOOpMHATE 1O HIUPUHE MOJIOCHI, 3aaHHOM
BekTOpoM X, = {1, X, X7 }):

-1
ep(xy) = tlfa’nfmé\/1+xg(XTX) Xy »

] - - (1)
6=\/ Zi:l(Hi_Hi)’

n—m

IJe 7 — KOJNIMYECTBO M3MEPEHHH TONIIUHBI MMOJOCKL, M —
KOJIMUeCTBO KOo3(pduimeHToB (s ciydas mapaboimuec-
KO#l ammpokcuManuu m = 3); & — CpeHEKBaPaTHUCCKOE
OTKJIOHEHHE OMMOOK MPOrHO3a TONIIMHBI MONOCH F1;
t, y>n_, — TAONMYHOE 3HAYEHHE OOPATHOTO JBYCTOPOHHE-
ro t-pacnpenenenus CtbroneHTa npu BeposTHOCTH (1 — o)

Y CTETICHU CBOOOIBI (1 — m).

[ ANroPUTM YUCNEHHOTO PACHETA
NPEACKASATE/IbHOTO MHTEPBAJIA

PaccMoTpuM ¢ TOYKH 3peHHs BEPOSITHOCTHOTO MOIX0NA
TOYHOCTD ITPE/CTABICHNS] TPODUIIS TTOTIEPEUHOTO CCUESHUS
TOJBKO OJHUM YCPEIHEHHBIM 3HAUCHHEM MapameTrpa ULl
ropsiuekaTaHoi npomaykuuu (Mapka cranud 93A; ToimuHa
2,5 mm; mmpuHa 1055 MM; BBITYKIOCTE MPOGMIS MOTIe-
pedHoro cedeHust 30 MKM; YHCIIO MPOAHANIN3UPOBAHHBIX
nosioc 4528).

OILEHKY TOYHOCTU MPEJCTABIEHHs MPOM3BEAEM IS
JBYX MapaMeTPOB: BBITYKIOCTH W KIMHOBUIHOCTH, a TOU-
HOCTb MpEJCTaBIEHUsI OyAeM OLCHUBAaTh 10 BEIMUYHHE
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Puc. 2. CooTHOIIICHHE pacTPe/IC/ICHHBIX [0 JIMHE W CPSIHUX 3HAYCHU BRIMTYKIOCTH (a) U KITHHOBHIHOCTH (6)
poQuIIs HONEPEYHOTO CEYEHHS TTOJIOCHI

Fig. 2. Ratio of length-distributed values and average values of convexity (a) and wedging (6) of strip cross-section profile

Pe3yJ'Il>TaTLI OLEHKH MPEACKA3aTECJIbHOT0 HHTEPBAJIa 1JIsl CPEAHUX 3HAYEHU I mapaMeTpoB l'[pO(l)l/IJ'Ifl
o VIMHE TOpsAAvYeKaTaHbIX IT0JIO0C

Results of predictive interval estimation for average values of profile parameters along the length of hot-rolled strips

ITapameTpsl mpodust

CpenHeKBaApaTHIHOE OTKIOHEHHE Mapa-
METPOB MPOPHIISI MONEPEIHOTO CEUCHUSI, MKM

[Ipencka3zarenbHbII
HMHTEpBaJl, MKM

Pasnuna mexny BepxHei
Y HIDKHEU TpaHUIen

MOTIEPEYHOTO CEYCHUS 10 JUTHHE JUTSL OTKJIOHEHHUS OT . o o o, | OMTHMAILHOTO JIHaNa30Ha
IIOJIOCHI CpeaHero 80%190% 1 95% |99 % TpeGOBaHMH, MKM
Brimykmnocts, MKkM 6,88 3,48 4,46 | 5,72 | 6,82 | 8,96 10
KimmHOBUAHOCTE, MKM 13,7 9,9 12,6 | 16,2 | 19,3 | 254 14
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MpeJCcKa3aTeIbHOr0 MHTEpBaja CPEeJHEro 3HaueHUs pac-
MIPEACICHHBIX 10 /UIMHE BEIUYMH MapamMeTpoB MpoQmIIs,
n3MepeHHbIX ¢ maroM 10 M. C 9Toi Lesbio peajinzyeM clie-
IIYIOIUHI aJITOPUTM.

1. PaccuuThiBaeM cpenHee 3HAYEHUE Mapamerpa IMpo-
(IS MONIEPEeYHOro CeYeHUs IS KaXJIOU ropsdeKkaTaHon
MIOJIOCHI; OTKJIA/IbIBAEM JUISl KXKJOU MOJIOCHI ATO 3HAUEHHUE
Ha ocH abcruce.

2. JInsg KaXKA0H MOJI0CHl HAXOIUM BEKTOP aOCOIMIOTHBIX
OTKJIOHEHHUH MapaMeTpoB MPOQUIIS 110 [UIMHE OTHOCUTEIIb-
HO cpenHero 3HadeHus mo gopmyse (1). Ha BeprukanbpHO#M
JIMHUH, TIPOBEICHHOM depe3 aOCIHUCCy CPEAHEro 3HAYCHI

OJTHOM TOJIOCHI, OTMEUAEM BCE OTKIOHEHUS, COOTBETCTBYIO-
e KaXI0My IPOQIITIO TTOTIEPEYHOTO CEUCHNUS, H3MEPEH-
HOMY uepe3 kaxaele 10 M 370 moiocs! (puc. 2). Coot-
BETCTBEHHO pHC. 2, @ — Juis Bhiykiaoctu C, puc. 2, 6 — is
KJIUHOBHIHOCTU W.

3. CTpouM THCTOrpaMMy OTKJIOHEHH: KaXIoMy abco-
JIOTHOMY OTKJIOHEHUIO MTapaMEeTPOB MPOQUIIS OT CPEAHETO
3HAUSHHs JUIS BCEX aHATU3UPYEMBIX ITOJIOC MPUCBANBACM
YHCI0, COOTBETCTBYIONIEE KOJIMYECTBY IOJIOC, MMEIOIMINX
910 oTkioHeHue (puc. 3). COOTBETCTBEHHO pUC. 3, @ — A
BoiykJioctu C, puc. 3, 6 — [uist KIMHOBUIHOCTH W.

4. OmnpenensieM cpelHEKBaAPATUIHOE OTKIOHEHHE a0-
COJIOTHBIX OIMIMOOK MPOrHo3a o dopmyste (1) ams kaxon
nonocsl. Jlanee onpenensieM npeacka3aTeabHbIl HHTEPBaAJ
C 3aJTaHHON BEpOSATHOCTBIO o0 = 95 % A7t pachpeneneHHbIX
10 JUTMHE TIOJIOCHI ITapaMeTPOB MPOQHIIS TTOTIEPETHOTO Ce-
YEHUS! OTHOCUTETIBHO CPEAHEro 3HaueHus 1o ¢opmyie (1)
¥ HAaHOCHUM HX Ha puc. 2, 3.

Pesynbrarsl pacdera MpeAcKa3aTeIbHBIX WHTEPBAJIOB
UL CPeTHHUX 3HAUCHHWH BBIMYKIOCTH M KIMHOBHIHOCTH
npoQuIst IONEPEUHOro CEUCHNUS MPECTABIEHBI B TAONHUIIE.
IIpenckazarenbHblit MHTEpBANT 95 % U1 BBITYKIIOCTH MIPO-
(buIs MOTIEPEUHOT0 CEUCHHUS PaBEH +06,8 MKM, a JUIsl KITHHO-
BUJHOCTH +19,3 MKM (cMm. puc. 2, 3).

Pu3NYECKUI CMBICI TOJTYUYEHHBIX PE3yJbTaToOB 3aKJII0-
9aeTcss B TOM, YTO B MpEAETaX PAacCYUTaHHOTO Mpe/cKa-
3aTeIbHOTO MHTEPBaja OT CPEIHETO 3HAUCHUS HAXOAUTCS
95 % wabmoneHnit (M3MEpeHHUH) MapaMeTpPoOB MPOGHUIISI
MOMEePEeYHOro ceueHus. M3 Tabmuipl BUIHO, YTO JHaria-
30HBI TPEOOBAaHUI K TapameTpam MpoduiIsl MOMepeyHoro
cedeHusi, cPOPMYIUPOBAHHBIX U3 YCIOBHS MUHUMH3AINH
BEPOATHOCTH OOpBIBA ITOJIOCHI TIPH XOJOMHOH IpOKATKe,
MOTyT OBITH MeHbIIIEe 95 % mpencka3aTenbHOr0 HHTEpBaja
CpellHero 3HaueHus (Harmpumep, Ui KIMHOBUAHOCTU W).
DTO 3HAYMT, 4YTO, NAXKe IMOoMajas CpPeJIHUM 3HauCHUEM
B IICHTP ONTHMAJBHOTO IHAra3oHa, ooiee ueM 5 % mapa-
METPOB MO MJIMHE IIOJIOCHI 6yJIyT BbIXOAUTH 3a MPEACIIbI
TpeOOBaHUU. YCpeTHEHHE MapaMeTPOB IO JUTHHE MOJIOCHI
IPUBOAUT K HOTepe uHopMamuu o pasdpoce. B nannom
Cllydae BETMUMHA pa3dpoca 3HaUYNTEIbHA W B MPOTHO3HOU
MOZIETIM BEPOSITHOCTU HEKOTOPOTO COOBITUS (Hampumep,
00pBIBa TIOJIOCHI) JIyYIIIEe MCIIOIh30BaTh BCE PACIpEICIICH-
HBIC 1O JJIMHE TTOJIOCHI 3HAYCHUA NapaMETPOB.

- BbiBOAbI

BbImoiHeH aHaaM3 TOYHOCTU HCIIOJIB30BAHUS YCPE-
HEHHBIX 3HAYCHUH MapamMeTpoB NPOGWISL MOMEPEIHOrO
CCUCHU TOPAYCKATAaHbIX IMOJIOC JJId OLCHKHU IapaMETpoOB,
pacrpeieneHHbIX 1Mo JIHHE mojoc. B pe3ynsrare BhLiBIIC-
HO, 4TO pa3dpoc napaMeTpoB MPOQHIs TONEPEIHOTO ceye-
HUS TI0 JUTUHE TOPSYCKATaHBIX TI0JIOC CIHIIKOM BEIHK JUIS
HCIIOJIb30BaHUsA YCPCIAHCHHBIX 3HAYEHUU B IIPOTHO3HBIX
MaTEeMaTHYCCKUX MOJCIISX.

11
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