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AnHomayus. bonpmias noTpeOHOCTh B NMPOMYKINMU BOJIOYHIBHOTO TPOM3BOJCTBA BBI3BIBACT HEOOXOAMMOCTH YBEJIWYCHHS MPOU3BOJUTEILHOCTH
JIefCTBYOILET0 000PYA0BaHMUS. DTO MOKHO PELIUTH ABYMS CIIOCOOAMU: CO3/1aHMEM HOBBIX KOHCTPYKIIMI BOJIOYHILHOTO 000PYIOBAHHUS U TOUCKOM
CKPBITBIX OPraHW3AIMOHHBIX pe3epBOB. [10BEIIIEHNE TPOM3BOANTEIBHOCTH 3a CYET OPraHM3alMOHHBIX MEPONIPUSTHN TpeOyeT MEHbIIE BPEMEHHI
Y MaTepHajbHBIX 3aTpaT Ha peann3alnio. ABTOPbI pacCMaTpPUBAIOT BO3MOXXHOCTh U TIEPCIIEKTUBBI MHOTOCTAHOBOTO o0cmykuBanus. [Ipu MHOTO-
CTaHOBOM OOCITY)KMBAaHMU Pa3padaThIBAIOT HOPMATHBHBIE MOJEIN (YHKIMOHUPOBAHMS BOJOYMIBHOTO oOopynoBaHus. Ha mpumepe peiicTByro-
LIEr0 MPOU3BOCTRA MOKA3aHbl IEPCIIEKTHBbI IPUMEHEHUsI pa3paboTaHHbIx Mozesneit. [IpoBeaeHHbIiT aHaIN3 padOTHI BOJIOYHIBHOTO 000PYI0BaHUS
103BOJISIET 00OCHOBATh PEKMMBI 00PAOOTKH ITPU MHOTOCTAHOBOM OOCITY)KMBAHUH M 33 CYET 3TOTO YBEJIWYUTH NIPOM3BOAUTEIBHOCTS B 1,35 pasa,
CHHU3HTH Ce0ECTOMMOCTh TOTOBOH MpoAyKIK Ha 2 %o.
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Abstract. The great demand for products of the drawing industry causes the need to increase the productivity of existing equipment. There are two ways
to solve this issue: creation of new designs of drawing equipment and search for hidden organizational reserves. Increasing productivity through orga-
nizational measures requires less time and material costs for implementation. The paper considers the possibility and prospects of multi-mill servicing.
Normative models of drawing equipment operation for multi-mill servicing were developed. The prospects of using the developed models are shown
on the example of the existing production. Analysis of the drawing equipment operation made it possible to justify the processing modes for multi-mill
servicing and thereby increase productivity by 1.35 times and reduce the cost of finished products by 2 %.
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- BBEAEHUE

Ananu3 chopMUPOBaHHONW HOPMATHBHOW Oa3bl Mokasa-
TeJIeH CHUCTEMBbI BOJIOYMIJIBHBINA CTaH — BOJIOYHJIBIIUK, BKITIO-
Yaoled ATUTENbHOCTh onepauuii (MalIMHHBIX, MAalIUHHO-
PYYHBIX U PYYHBIX), CHTYyaIlAOHHBIC TAKTHI paOOThI CTAHOB,
Kk03(hHULMEHTHI UX UCTIONb30BAHMUS, TEKYILUE IPOCTOU, IIPO-
W3BOJIMTEIILHOCTh CHUCTEMBI, Jajl BO3MOYKHOCTh OITHMHU3H-
pOBaTh KOJIMUECTBO BOJIOUMIIBHBIX CTAHOB, KOTOPOE peaibHO
MOXKET 00CITy’KUBATh OJIMH padbounii-oneparop [1 — 3].

st aToro pazpaboraHa HOpMaTUBHAs MOJIENb (PYHKLIMO-
HUPOBAHHS YEJIOBEKO-TEXHHUYECKOH CHUCTEMBI B DPEKHME
MHOTOCTaHOBOTO  oOciyxxuBanust [4 —6]. Ilpensapu-
TEJBHO BOJIOYMJIbHBIE CTAHBI, pabOTaroOIIMe Ha y4acTKax
rpy0boro, CpeHero U TOHKOro BojiodeHui (Oonee 50 mit.),
OBUTH CTPYIIIHPOBAHBI 10 CTETIEHW KPAaTHOCTH (OT OHO-
JI0O CEMHUKPaTHOTO) Tpoliecca BOJIIOYEHHS, MO TUamMeTpam
IPOTATUBACMON NMPOBOJIOKU MU YHCTOBOro Oapabana (750,
650, 550 unu 350 mM). Ha cranax ogHOKpaTHOTO BOJIOYE-
HISI TIPOIIECC OCYIIECTBISICTCSI TOJIBKO Yepe3 OIHY BOJIOKY,
MPOBOJIOKA H3MEHSET CBOE ceueHue oauH pa3. Ha cra-
HaX MHOTOKPATHOTO BOJIOYCHHS Mara3uHHOTO THIA yCTa-
HOBJICHBI OJIOYHBIE MAIIMHBI, COCTOALINE U3 Psja OJIOKOB
C MHMBUIyaJIbHBIM TIPUBOJIOM KaXK0r0 OapabaHa, B KOTO-
PBIX 3arOTOBOYHAS! TPOBOJIOKA POXOIUT MOCIIEA0BATEIbHO
4yepe3 HECKOJIbKO BOJIOK. Kak/iplii cTan 000pynoBaH pa3mo-
TOYHBIM M HAMOTOYHBIM YCTPOMCTBaMH, HallOJIbHBIMH Kpa-
HOM, CBAPOYHBIM U OCTPUIILHBIM CTaHKAMHU.

Cranbl Tpy0oro u cpegHero (OAHO- U MHOTOKPATHOIO)
BOJIOYCHUS MTPETHAZHAYCHBI JIJISl TIPOU3BOACTBA MTPOBOJIOKH
JuaMeTpoM oT 8 1o 2 MM B Majbix MoTkax (M) maccoit
100 — 250 kr, 6ompmierpy3usix Motkax (BM) maccoit 1,0
u 1,5 T wmm xarymkax (K) maccoit 1,0 T B 3aBUCUMOCTH
oT Tuna crana. McxoqHol 3aroToBOYHON MPOBOJIOKOM JIJIst
Hux ciyxat OyHTbI (b) katanku quamerpom ot 10 10 5 MM.
CraHbl TOHKOTO (CEMHKpPaTHOTO) BojiodeHus 7/350 mpen-
Ha3HaueHbl JJI NPOHU3BOACTBA MPOBOJOKU IHAMETPOM
or 2,0 mo 0,8 MM B mMoTkax (60 kr) wiu kxarymkax (1 T)
B 3aBHCHUMOCTH OT JaJbHEHUIIEero uxX Ha3HauyeHUs.

Kaxxmyro rpymnimy BOIOYMIIBHBIX CTAHOB KJIACCU(PHUIIHPO-
BaJIM C YYETOM CIIEAYIOMIUX IPU3HAKOB: TUI PA3MOTOYHOTO
ycTpoiicTBa (TOPU3OHTAIBHBIA WIIM BEPTHKAIBHBIN); THII
HAMOTOYHOTO YCTPOHCTBA (U1 (POPMHUPOBAHUSI IPOBOIIOKH
Ha KarylmIKy WA OOJNBIIETPY3HBIM MOTOK); JJISi CHSTHSA
MaJbIX MOTKOB (KOHCOJbHO-TIOBOPOTHBIA KpaH MJIHM ycCTa-
HOBKa HEMPEPHIBHOTO CheMa); (opMa 3aroTOBOYHON MpoO-
BOJIOKHM (OyHT WJIM KaTyllIKa); BUJ U Macca rOTOBBIX M3Jle-
Tmit (Massle U OONBIIETPY3HBIE MOTKH, KAaTYIIIKH ); THAMETP
u 'OCT roToBoii NpOBOJIOKH; B3aUMOPACIIOIOKEHHUE BOJIO-
YUIILHBIX CTAHOB, PACCTOSHUE MEXKIYy HUMHU W ITyJIBTaMHU
yIIPaBICHUS.

s BBIABIICHHS peabHONH BO3MOXHOCTH OOCITYXKHBa-
HUS OIHUM OIEepaTopoM JIByX M OoJiee CTaHOB MPOBOAMIIN
KOMIUICKCHBIC MCCIIEIOBAHUS PA0OThI CUCTEMBI BOJIOYHIIb-
HBIIl CTaH — BOJIOYMJIBIIUK METOAOM (OTOXPOHOMETPAXK-
HBIX HaOoneHui B TeueHue 30 paboynx cMeH.

[l NOCTPOEHME HOPMATMBHO MOAENU
®YHKLMOHWUPOBAHUA CUCTEMbI

HopmaruBHasi Mojenb OINpeaesieHus BO3MOXHOCTH
00CITy)KIBaHHSI OIIEPATOPOM HECKOJIBKUX CTAHOB BKITIOUACT
cienyrolye nokasarenu [7 — 9].

1. Bpems 3ansTOCTH pabodero (onepatopa) mpu o0cIty-
KUBAHUU OJHOTO BOJIOYMIILHOTO CTaHa!

r;'N(z)=Zr’:n(z)+21§pz(z)+r;\,(z), (1)
n=1 z=1
" Tun) o Tpc(0)
A\ , 2
Ty (0) ENGR Tp, (D) TS ()

: 3)

rae T.,,(i) u T, (i) — HOPMATUBHOE ¥ MHHHMAJBHO BO3-
MOXKHOE BpPeMsl BBITIONIHEHHUST paO0YHM #1-0OH HUKIHICCKON
orepanyu (3IEMEHTOB) MPU M3TOTOBICHUH CAWHUILI i-OU
MPOAYKIUK, HENEPEeKPhIBAEMOE MAIIMHHBIM BpPEMEHEM
BOJIOUEHMS, 1; Ty, (i) U Ty (i) — HOPMATHBHOE M MHHH-
MaJIbHO BO3MOXKHOE BpEMsI BBINOTHECHUS pPabO4YMM 7n-0i
UKJINIECKON omepanui (3JIEMEHTOB) MPU H3TOTOBICHHUH
CIMHUIIBI [-0f MPOMYKIUH, NEePEKPHIBAEMOEC MAIIUHHBIM
BpEMEHEM BolloueHwus, 4; k,' (i) u ky, (i) — HOpMaTuBHbIE
KOA((PUIUCHTHI HECTAOWIBHOCTH BBIMOTHEHUS PYYHBIX
OTICpaIlii W WX DIEMEHTOB C YUCTOM HETEPEKPHIBAEMOTO
U TEePEKPhIBAEMOT0 BPEMCHU MAIIUHHOTO BOJOYCHUS,;
T,y (i) — HOpMAaTHMBHOE BpeMsi aKTHBHOTO (BH3yalbHOTO)
HaOMNIONEHHST ONEePaTOPOM 32 TEXHOJIOTHYCCKUM IIPOIEC-
COM BOIOYEHHS, 4; Zyy (i) u ¢ (i) — HOPMATHBHOE U TeX-
HUYECKU BO3MOKHOE MAIIUHHOE BPEMs ISl [-TO UAMETpa
IPOBOJIOKH N-OH CKOPOCTH BOJIOYEHHMS, 4; k, — peria-
MEHTUPOBAHHBIN KOA(P(UIMEHT aKTHBHOTO HAONIONCHHUS
(k,=0,1 +0,2); k' — HOpMaTHBHBII KOd(DDUIMEHT UCTIOND-
30BaHMsI 000pyAOBaHUs (CTaHA).

2. [InaanpyemMoe MalIMHHO-CBOOOHOE BpeMsi HE3aHs-
TOCTH OIleparopa:

e (1) = 1 (0) = | DT (D) +T500) |. “

3. [Inanupyemoe Bpemsl 3aHSATOCTH oleparopa Ipu
00CITy)KMBaHUH S OAHOTUITHBIX BOJIOYHIBHBIX CTAHOB!

TgN(Sa l) :T;{N(i) +T§x(Sai); (5)
)
S — X
T (S5 1) S (6)

rae T. (S,i) u T (S, i) — HOPMATUBHAS U MUHUMAJHHO
BO3MOMKHAsI MPOJIOJKMTENBHOCTh TIEPEXOa OIeparopa OT

OJIHOTO CTaHa K Jpyromy, 4; k. (S, /) — HOpMaTHBHBII K0I -
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(DUIMEHT, YYUTHIBAIOIIUN HECTAOUIBHOCTh MapIIPyTHOTO
IIyTH OIleparopa.

4. HopMaTHBHYIO TPOJODKUTENIBHOCTD Iepexoa orie-
paropa OT OJHOTO CTaHa K APYroMy, KOTOPOE YCTaHABIIU-
BaJM C UCIIOJIb30BAaHUEM MMUTALMIOHHOI'O MOJEIMPOBAHMS
JIeHCTBUI OIIEpaTOPOB IPH 0OCTYKUBAHUU S CTAHOB C y4e-
TOM palMOHANBHBIX MAPIIPYTOB U KOJIUYECTBA MEPEXOI0B
B 3aBUCHUMOCTHU OT MAcChl U BU/1a IPOLYKIHH.

5. Ilmanupyemoe BpeMst HE3aHIATOCTH OIIepaTopa B IMpo-
I[ecce BOJIOUCHMS TIPU OOCITY>KUBAHUH S CTAHOB

tv:cN (S’ l) = ;(:N(l) - T:x(S’ l) (7)
6. Ilnanupyemoe oneparuBHOE BpeMs oIleparopa
toun (S, 1) =ty (i) + Ty (S, ). (8)
7. Koaddurment 3anaroctu oneparopa
" S ] * *
k(S 1) =2 ) € (0,420,7). (9)

’ toun(S, 1)

8. IlnannpyemMoe KOJIM4EeCTBO BOJIOUMIIBHBIX CTAHOB IS
00CITy)KHBaHHSI OJJTHAM OTICPATOPOM

+11|k",

o (5:1) (10)

1
SN (l) M:N
Tyy (S, 1

rae k" — obmuil Ko3(pPUIMEHT, YUUTHIBAIOMUNA TPOCTON
npu S-CTaHOBOM OOCITY>KHBaHUH.

9. HopMy BBIpaOOTKH Omeparopa MpH MHOTOCTaHOBOM
00cIy>)KNBaHUN

H, (S, 0)= PZ?M,N(i) X
x Sy())PB 1§, (S, i), T/cmeHa; (11)
®B;_ (S,i)=KB,, —
M
—| Dt ) + 1 () + O () 15 () |, (12)
M=l
rme P:'_M, v (0) — HOpMaruBHas NPOU3BOAUTEIBLHOCTH
ONHOTHIIHOM  YCJIOBEKO-TEXHHUYECKOH CHCTEMBI, T/d;

(DBf:_M’ o (S, 1) — HOpMaTUBHBIN (OHA BpeMEHH pPaOOTHI
YEeJIOBEKO-TEXHUYECKON CHCTEMBI, YUNUTHIBAIOIINM periia-
M

MCHTUPOBAHHBIC IICPECPHIBLI thr oreparopa, HOpMaTHB-
M=l
HbIC€ MNPOCTOU IPU COBHAACHHUU PYUHBIX onepaunﬁ tcHBn

B Mnepuon O6CJ'Iy>KI/IBaHI/I$[ S CTaHOB, HOPMATHUBHBLIC IIPO-

1,0
1 JluameTtp rotoBoii npoBosIoKH 2,1 MM; cKOpOCThb BosoueHus Ne 2
2,41
2 Bonounnshslii cran Ne 5 (tun 1/550) pabotaer ¢ karymku Ha MoTok (0,1 T)
v
21 [3 0.27]] 0.27]] 0.27]] 0.27]
fes} 2,43 2,43
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Bonounnbhsiit cran Ne 6 (tun 1/550) paboraert ¢ karyiuku Ha MoTOK (0,1 T)
1 1 1 1 1 1

1 10 20

30 40 50

Bpewms, mun

I'paduueckas Moaenb MPOM3BOACTBEHHOTO MPOIecca MNP 00CTYKUBAHUH OTIEPATOPOM JBYX CTAHOB ((hparMeHr):
1 — ycTaHOBKA KaTyIIKH; 2 — CBapKa KOHIIOB IIPOBOJIOKH; 3 — 3aIipaBKa IPOBOJIOKH Ha OapabaH; 4 — BOJIOUEHHUE TIPOBOJIOKH;

5 — cbeM MOTKa TOTOBOW MPOBOJIOKHU; 6 — MEPEXO0] BOIOYMIIBIINKA K 3alPaBKe;

. — BpeMsi, HE IIEPEKPLIBACMOC MAallIMHHbBIM . — Bpemsi, IEPEKPLIBACMOC MAallIMHHBIM . — MaH_II/IHHO-CBOGOZ[HOC BpEMsI BOJIOUCHUS;

[l - BpeMst aKTHBHOTO HAOMIONECHHS; — — MEPEXO0 BOJIOUMIIBIIMKA OT CTaHA K CTaHy

Graphical model of the production process during servicing by the operator of two mills (fragment):

1 — installation of coil; 2 — welding of wire ends; 3 — filling wire onto drum; 4 — wire drawing;
5 —removal of the finished wire coil; 6 — transfer of wire drawer to refueling;

[ - time that is not covered by machine time; [l — time overlapped by machine time; [l] — machine-free dragging time;

86

[l - time of active observation; — — transition of wire drawer from mill to mill
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PesyanaTu MoOAeJIUPOBaHUSA YeJI0BEKO-TeXHUYECKOi cUCTeMbI B peKuMe MHOIOCTAaHOBOI'O oﬁcnymusaunﬂ

Results of modeling the human-technical system in a multi-mill servicing mode

Jlmamerp | HopmarnsHoe Bpemst, MuH | Omepa- | Koapduuuentsr | Konnuectso cranos o Hopma dorna | Hopwma
TIPOBO- u u " TUBHOE Ha oreparopa, mT. oM BpEMEHH, BBIPAOOTKH,
JIOKH, MM ta b Te BpeMs, MUH k, K pacuer ‘ IPUHAT v/ 4/cMeHa T/CMeHa
Cransl 1/350 paborarot ¢ katymku Ha MOToK (0,06 1)
1,4 2,72 13,62 | 48,83 62,45 0,22 0,60 3,0 2 0,039 6,08 0,474
1,4 2,08 12,98 | 36,78 49,77 0,26 0,65 2,5 2 0,049 6,08 0,596
1,4 1,35 12,25 | 22,88 35,13 0,35 0,60 1,7 1 0,070 - -
Cransl 2/550 paboratoT ¢ OyHTa Ha KaTywky (1,0 1)
5,0 2,74 9,44 | 2420 3,64 0,28 0,88 3,1 2 1,592 6,50 20,70
5,0 1,99 8,09 17,48 26,17 0,33 0,88 2,6 2 2,042 6,50 26,55
5,0 1,48 8,18 12,83 21,01 0,39 0,87 24 2 2,538 6,50 33,02
Cranbl 3/350 padorarot ¢ OyHTa Ha MOTOK (1,5 T)
3,5 7,84 | 21,10 | 68,41 89,51 0,24 0,77 3,3 2 0,875 6,67 11,67
3,5 5,63 18,89 | 48,53 67,42 0,28 0,77 2,7 2 1,150 6,67 15,34
3,5 4,04 17,30 | 34,18 51,48 0,34 0,76 2.3 2 1,515 6,67 20,27
Cranbl 7/350 paboraroT ¢ karymku Ha Katymky (1,0 T)
1,6 13,30 | 16,70 | 119,21 135,91 0,12 0,82 6,7 3 0,377 7,0 7,92
1,6 9,61 13,01 | 86,07 99,08 0,13 0,82 6,3 3 0,518 7,0 10,88
1,6 7,72 11,12 | 68,97 80,09 0,14 0,82 59 3 0,641 7,0 13,46

CTOM TI0 TEXHUYECKUM f.

T

TEXHOJOTHYECKHUM 7, W Opra-

1. Cranml 6/550, 5/550, 4/550, 3/550 — ¢ OyHTa Ha

HU3ALMOHHBIM /;, MPUYMHAM, 4/CMeHa; Sy — HOPMATUB-
HOE (MPUHATOE) KOTUYECTBO CTAHOB st N-0ff CKOPOCTH
BOJIOUCHHS.

HopmaTuBel NpOROKUTEIBHOCTH MPOCTOEB (OCTAHO-
BOK), CBSI3aHHBIE C COBNAJEHUEM OINEpalUil Ha COCEIHUX
CTaHaX, OICHUBAIN C YYCTOM OHMITUPUYCCKH BBISBIICH-
HOU 3aKOHOMEPHOCTHU (4eM Oolblle NPOAOKUTEILHOCTD
paboTel 060PYIOBAHUS M MEHBIIIE PYYHBIX ONEPAIHH, TeM
MeHee BEpOSITHbI OCTAHOBKH CTaHA U3-3a COBIAJCHUS PyU-
HBIX OTICpPAITHii).

Ha pucyHke cxemarudHo npuBefeHa rpaduueckas
MOJIeNTb TPOU3BOACTBEHHOTO Ipoliecca MpHu 00CITyKUBa-
HUU OIlepaTopa JBYX BOJIOUUIIBHBIX CTaHOB. B Tabmuue
MOKa3aHbl ()parMeHTApPHO PE3yJIbTaThl MOACIHUPOBAHUS
CUCTEMBl IPU MHOTOCTAHOBOM OOCIYXHUBaHUHU OIepa-
TOpA.

[IpencraBneHHble PyKOBOACTBY METHU3HOIO MPOU3BOA-
CTBa OOOCHOBAHHBIC PACUCTHI KOIMYECTBA BOJOYMIBHBIX
CTaHOB, KOTOpPbIE MOXKET OJHOBPEMEHHO OOCIYXUBaTh
OIIMH OTIEPaTop, MOKA3aJIN PeaTbHyI0 BO3MOXHOCTD U TIpe-
HMMYLIECTBA Uil HEKOTOPBIX TUIIOB CTAHOB, TJi€ MPOBOAUIN
pacdeTsl I KaKAOTO IMaMeTpa TOTOBOH IPOBOJIOKH,
Macchl U (OpMBI €IMHUIBI IPOIYKIUU IPU BTOPOH, Tpe-
Thell U YETBEPTOM CKOPOCTAX BOJIOYEHHUS.

Pesynbratsl MOJETMPOBaHMS UEIOBEKO-TEXHUUYECKON
CHCTEMBI TTOKa3aJi, 9TO CTaHbI (TIOMapHO) MOTYT paboTaTh
B KOMILJIEKCE J1BA BOJIOUMIIBHBIX CTAHA — OJJMH ONEpaTop:

KaTylIKy (MJIM Ha MOTOK) Maccoil 1 T;

2. Cransl 1/550 — ¢ karymku Ha MoTok (0,1 T) mpu qua-
MeTpax TOTOBOH npoBosioku 2,3 — 1,6 MM; ctansl 1/350 —
¢ karymku Ha MoTok (0,06 T) ipu BTOpOIi U TpeThel CKo-
POCTSIX BOJIOUEHHSL.

Mertoanka mepexoia OT PacueTHOTO KOJMUECTBA OTHO-
BPEMEHHO OOCIYXHBA€MbIX CTaHOB K HOPMATUBHOMY
KOJIMYECTBY OCHOBaHA Ha aHAJIM3€ TEXHUYECKUX, OPTaHU-
3aI[MOHHBIX, Y)PTOHOMHUYCCKUX W HKOHOMHYCCKHX (DaKToO-
pos [10 —12].

[IpuBenena MeTojMKa OIpPECIICHUS HOPM BPEMEHHU
U BBEIPAaOOTKH OIEPaTOPOB-BOJOUMIBIINKOB B YCIOBHUSIX
MHOTOCTAHOBOTO 00CITY’)KHBaHUS C Y4ETOM CKOPOCTH BOJIO-
YeHHUs, TMaMeTpa U BU1a TOTOBOM MPOBOJIOKH, HOPMATHBOB
9aCcOBOH MPOU3BOIUTEIHHOCTH CTAHOB KayKIOTO THIIA.

Ha ocHoBanuu pa3paboTaHHBIX MOAEJEH MPEIJIOKEHbI
MEPONPHUATHS IO BHEAPEHHUIO JIBYXCTAHOBOTO OOCITY>KHBa-
HUSI B CTAJICTIPOBOJIOYHOM I1€XE METH3HOTO TPOM3BOICTBA,
YTO MO3BOJIMJIIO YIYUIIUTh TEXHUKO-I)KOHOMUYECKHE TOKa-
3arenu (COKpaTHiIach YHCICHHOCTh MEPCOHANa, YBEIHYH-
JIach TPOM3BOAUTEIHHOCTH Tpyda B 1,35 pa3a, yMeHbIIH-
JIach ce0eCTOMMOCTh MPOXYKIUU Ha 2 %).
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