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CPABHUTEJIbHbIA AHANIN3 PE3YJIbTATOB MOJENMMPOBAHUA
NMPOLIECCA TMNPOKATKIW NOPAYEKATAHOIO JIMCTOBOIO NPOKATA
B CPEAE GFORM VX C TEXHUYECKMW XAPAKTEPNCTUKAMN
JINK A0 «YSMETKOMBWHAT»

K. O. OJIUMIKOHOB, AO «Y3memrxombunamy, 2. bexabao, Y3oexucman, yi. Cupoapé, 1
H U HIEPEYTAEB, OOO «Tawxenmckuil memannypeuseckuil 3a600y, . Tawkenm, Y36exucman, yn. TKA/J], 1
A.C. TATAPY, HUTY «MUCuCpy, o. Mockea, Poccus, Jlenunckuii np., 4. E-mail: j.olimjonov@uzbeksteel.uz

TIposeden anaus memoouKu paciema napamempos 20pAYeKamaHoll NOIOCL U3 HUKOY2AepOOUCOU CIMANU HA WUUPOKONO-
nocrom cmane 1600, no pesynomamam Komopozo pa3pabomana KOMIbIOMepHAs npozpamma ois dblcmpo2o paciema napame-
mpos npokamiu. [locmpoena meepoomenvHas MoOe1b U BbINOIHEHO MOOeIUposaHue npoyecca npokamiu 6 cpede QForm. Ipo-
6e0eH CPABHUMENbHBI AHANU3 NOJYHUEHHBIX OAHHBIX C NACNOPMHbLIMU OaHHBIMU azpecama «Danieliy. Yemarnoseaeno, umo pesyib-
mamul MOOEAUPOBAHUSA He NPEBLIULAION NPEDETbHO OONYCMUMbIX SHAYEHU OMKIOHEHUTI NO YCULUIO NPOKAMKU U 2e0MemPUYeCcKUM
napamempam 20pA4eKamanol Noi0CH.

Knroueswte cnosa. Jlucmosas npokamia, npooonbHas npoKamid, paboyue 6aiKu, ONOpHvle 6AlKU, Pe8ePCUBHbIIL CINAH, HeNPepbl-
HbIIL CMAH, 20psyas NPOKAMKd, X0100HAs RPOKAMKA.

s yumuposanusn. Onumoconos, JK. O. CpasHumenvHulil aHaiu3 pe3yibmamos MoOeIuposanus npoyeccda nPpoKAmKu 20psueKad-
mano2o aucmogozo npoxkama 6 cpede QForm VX ¢ mexnuueckumu xapaxmepucmuxamu JIIK AO « Yamemrom-
ounamy / JK. O. Onumorconos, H. U. [llepbymaes, A. C. Tamapy // Jlumve u memannypeus. 2024. Ne 1. C. 55-59.
https://doi.org/10.21122/1683-6065-2024-1-55-59.

COMPARATIVE ANALYSIS OF HOT-ROLLED SHEET ROLLING
PROCESS MODELING RESULTS IN QFORM VX ENVIRONMENT
WITH TECHNICAL CHARACTERISTICS OF THE HOT STRIP MILL
OF JSC “UZMETKOMBINAT”

J. 0. OLIMZHONOV, JSC “Uzmetkombinat”, Bekabad, Uzbekistan, 1, Sirdaryo str.

N.I. SHERBUTAYEV, JV LLC “Toshkent Metallurgiya Zavodi”, Tashkent, Uzbekistan, 1, TKAD str.

A.S. TATARU, National University of Science and Technology “MISiS”, Moscow, Russia, 4, Leninskiy ave.
E-mail: j.olimjonov@uzbeksteel.uz

The paper presents an analysis of the methodology for calculating the parameters of hot-rolled low-carbon steel strip on
a 1600 wide strip mill. Based on the analysis, a computer program for quick calculation of rolling parameters has been developed.
A solid-state model was constructed and the rolling process was simulated in the QForm environment. A comparative analysis
was carried out with the passport data of the “Danieli” unit based on the modeling results. The obtained modeling results do not
exceed the maximum allowable deviations for rolling force and geometric parameters of the hot-rolled strip.
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BBenenne

B nactosimee Bpemst B AO «Y3MeTKOMOMHAT» HMIET CTPOMTEIBCTBO JIMTEHHO-NPOKATHOTO KOMILIEKCA
(JITTK) [1]. U3rotoButenem obopynoBanus sieasiercs KoHepH «Danieli» (1. Byrrpuo, Utanus) — onun u3 xpymn-
HEHIIMX MHPOBBIX MPOU3BOAUTENEH. B COOTBETCTBHM C MPOEKTOM, B COCTaB OCHOBHOro obopynoBanus JIIIK
OyZeT BXOAUTH HEMPEPHIBHBIN IINPOKOIONIOCHBIN CTaH ¢ JUIMHON 60uku pabounx BajkoB 1600 Mm.

B crarpe paccMoTpeHa M MpoaHaIU3UpOBaHA TEXHOJIOTHs MPOM3BOACTBA IFOPSIYEKATaHOTO IMIMPOKOIIOJIOC-
HOTO TPOKAaTa, COCTaB, TEXHUUECKHE XapaKTEPUCTUKH U PACIONIOKEHNE OCHOBHOTO 000PYI0BAaHHSI TPOKATHOTO
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KOMILJIeKca. BBITIOJIHEH aHajIu3 CyIIECTBYIOMIMX METOAMK pacueTa MapaMeTpoB MPOKATKU: Je(OpMaIlHOHHOTO,
TEeMIEePaTypHOT0, CKOPOCTHOTO PEKUMOB, SHEPIOCUIIOBBIX IMapaMeTpoB U T.1. [locTpoena TBepaoTenbHas Mo-
JIeJIb BAJIKOB YHCTOBBIX KJIETEH MPOKATHOTO CTaHa M MPOBEIECHO MOAEIUPOBAHME MpoIlecca MPOKATKU ropsyue-
kataHoro Jincta B cpeae QForm VX. BrinmonHeHo cpaBHEHHE Pe3yabTaTOB MOJEIMPOBAHUS C TEXHUYECKHUMHU
xapakrepuctukamu JITIK «Danieliy.

Xapaxkrepuctuka JIIIK AO «¥Y3meTkoMOuHAT»

Momuraocts JITIK — 1,04 MyTH T B TO/I TOpSYEKATaHOTO JIMCTOBOTO MPOKaTa B pysioHax. [[pokaTHbIN cTaH COCTO-
UT U3 5 IPOKATHBIX KJIETEH KBApTO: 3 KIETH — YePHOBAS TPYTIIa, 2 KJIETH — 9ucToBast. KiteTu kBapTo 000pya0BaHBI
napoit pabounx BaJIKOB TIIAAKOTO MPOGUIISI U TTAPOM OTIOPHBIX BAIKOB JUIS TPUIAHISI JOTIOTHUTEIEHON )KECTKOCTH
10 BCEH MMOBEPXHOCTH BaJika. [[pokaTka MpoOMCXOAUT HETIPEPHIBHO, T.€. pacKaTaHHAs T0J0Ca HAXOAUTCS OHOBpE-
MEHHO BO BceX KIETsIX cTana. OCHOBHBIC TEXHUYECKIE XapaKTEPUCTHUKH KJIETEH MPEICTaBICHbI B Ta0m. 1.

Tab6nauna 1. TexHuyeckne XapaKTepUCTHKH KJeTeil

XapakTepucTuka 3HayeHue

Kners K1 K2 K3 K4 K5
MakcumanbHas
CKOpPOCTh POKATKH, M/C

3,50 | 544 | 10,20 | 14,32 | 18,23

MaxkcumabHOe

38000 | 38000 | 38000 | 32000 | 32000
ycuine npokarku, kH

MaxkcuManbHbIi KpyTAIUT
MOMEHT Ha paboueMm Baike, KHm

Monymsb sxectroctu kirets, KH/mm | 6000 | 6000 | 6000 | 6000 | 5400
OmnopHbIe BaIKH

980,1 | 646,8 | 372,4 | 169,9 | 130,72

JlnuHa 60uKH, MM 1400 | 1400 | 1400 | 1400 | 1400

MaxkcuManbHbBIA AHaMeTp, MM 1350 | 1350 | 1350 | 1350 | 1350

MuHUMaBHBIN JUaMeTp, MM 1230 | 1230 | 1230 | 1230 | 1230
PaGoune Banku

MuHUMAaNBHBIN JHaMeTp, MM 730 730 730 560 560

MaxkcuMalbHbIi quaMeTp, MM 810 810 810 630 630

JlnnHa 60uKH, MM 1600 | 1600 | 1600 | 1600 | 1600

IIporpamma pacyera mapaMeTpoB MPOKATKHU ropsiyeKaTaHoil MOI0CHI

Ha ocHoBe MeTOMKH pacueTa napaMeTpoB MPOKATKH [2] Ha arperare Mpou3BOACTBA ropsiueKaTaHo! MoJIo-
ChI pa3paboTaHa KOMITBIOTEpHAs IporpamMma ¢ ucroiibzoBanneM Microsoft Office Excel. MaTepdetic mporpam-
MBI TIOKa3aH Ha puc. 1.

MopneaupoBaHue U pacueT npouecca ropsiuei npokarku B cpege QForm VX

AHanu3 TPOU3BOACTBA TOPAYEKATAHOHN ITOJIOCHI MTPOBOIMIIA MyTEM MOIEITUPOBAHUS IpoIecca MPOKATKH
B cpene QForm VX [3, 4].

Hcrmonp30Basiv clieAyronye mapaMeTpbl BXOJHOW 3aroToBku: TommuHa cisioa 40-60 MM, mupura 800—
1300 MM, MakcuMaabHas JIHHA 59 M, MakCUMabHEINA Bec 30 T.

ITapamMeTpsl BBIXOJHOTO IPOAYKTA: TOIIIMHA ropsiuekaranoro npokara 1,4—12,0 mm, mupuna 800—-1300 mm,
MakcUMaJibHbIN Bec 30 T.

MonenupoBanue poBoauau 1t mpodrrst 2,80x1260. B Tadn. 2 u 3 mpencTaBieHbl OCHOBHBIC pACCUHTAH-
HBIE TTapaMeTPhl TEXHOJIOTHYECKOTO PeXMMa MPOKATKH, Ha PUC. 2 TIOKa3aHO OTHOCHUTEIhHOE 00KaTHE 3aTOTOB-
KH TI0 KJIETSIM Ha CTaHe Topsideil MPOKaTKH.

Ha puc. 3 gan oOmuii Bux pabounx BaJKOB YUCTOBBIX KieTel Ne 1-5.

Hcxomaple ycinoBus, MO KOTOPBIM MMPOBOIMIOCH MozenupoBanue B cpeae QForm VX, ykazansl B Ta0m. 4.
Oneprocunosbie napameTpsl (DCII), momydeHHbIe B pe3yibTaTe MOJACIMPOBAHUS W pacdeTa, OTPaKeHbI Ha
puc. 4 u B Tabm. 5.

ITo pe3ynbraTaM MOJAEIMPOBAHUS U pacyeTa MUHUMAJIbHBIN 3arac NpoYHoCTH cocTaBui 18,5 %.

ITomumo DCII ¥ TEXHOJIOTHYECKUX PEKUMOB MPOKATKH, C TOMOIIbIO MojieiupoBaHus B cpene QForm VX
MTOJTyYeHBI TEOMETPUUYECKHE TTapaMeTphl — TONMIMHA 1osioc (Tabm. 6, puc. 5). ContacHO CpaBHUTEIEHOMY aHa-
JIU3y, OTKJIOHEHHUE MO TOJIIMHE He npeBbiaet 1,5 %.
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FZ_ | 3000 | 590 | &700% 153 405,00 75,57 101,70 26 11,9 109,40 550 205 533
F3 15,90 5,08 43,07% 248 405,00 52,63 1003,07 a7 19,52 994,13 5,50 1.3 5,36
Fi 506 | 543 | W007% 4,48 315,00 EEE] 987,78 65 19,95 578,09 550 069 5,60
F5 5,43 3,06 46,01% 8,00 315,00 21,46 972,66 34,03 30,06 968,69
PACYET 3HEPrOCH/10BbIX NAPAMETPOE
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F2_ | 3000 | 15930 | 4700% 153 405,00 9,51 75,57 016,70 15712 3.29 7184 0,504 5.40 3205 779 | 55388 | 544
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Puc. 1. UaTepodeiic mporpaMMbl pacueTa napaMeTpoB ropsiueii MpoOKaTKu
Tabnumna 2. TexHoJornyeckue pe;xuMbl MPOKATKH Tab6numa 3. JluHaMHYecKHe MapaMeTpPhl MPOKATKH
namerp | Tonumua | Tommuna Yacrora
A P Lll Iu Yron Iupuna Veunue na Basiku | Moment nipokarku | Temneparypa | PaccTosinue
Homep| paGounx Ha Ha Ooxarue, Howmep | Bpamiexus
o 3axBara, | IpoKara, Merainia, MEXITY
KJIeTH | BAaJIKOB, BXOJIE, BBIXOJIC, % anve . KJICTH | BaJKOB, oC ICTAMIL M
MM MM MM pany 006./MUH T MH /M MH/™m ?
K1 810 50,00 | 21,90 | 56,20 | 15,14 |1256,36 K1 13,3 | 2978 | 29,20 | 279,03 | 2,736 996
K2 810 21,90 | 10,00 | 54,34 | 9,83 |1259,05 K2 | 28,2 | 3200 | 31,38 |172,95| 1,696 971
K3 810 10,00 5,70 | 43,00 | 5,91 |1260,02 K3 50,1 | 2630 | 25,79 | 83,91 | 0,823 943 5,5
K4 630 5,70 3,65 | 35,96 | 4,62 |1260,48 K4 | 102,1 | 1788 | 17,53 | 34,42 | 0,337 915
K5 630 3,65 2,80 | 23,29 | 2,98 |1260,67 K5 | 136,6 | 1266 |12,415| 15,44 | 0,151 882
° \
20
0 T T T T 1
K1 K2 K3 K4 K5

Puc. 2. OTHOCHTENBHOE 00XKATHE MO KJIETSAM Ha CTaHEe Topsiaeil mpokaTku, %

Puc. 3. Paboune Banmku cTaHa ropsiueil MpoKaTKH:
a —xnetu Ne 1-3: mupuna 1600 mm, guametp 810 Mmm; 6 — ket Ne 4, 5: mupuna 1600 mm, guamerp 630 Mm

7
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Ta6nuuna 4. Yeaousi MmoneaupoBanusi B cpere QForm VX
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Puc. 4. I'paduk 3aBucuMOCTH ycuaus npokaTku oT Bpemenn: a — DCII kmetn Ne 1; 6 — Ne 2; 6 — Ne 3; 2 — Ne 4; 0 — OCII xmetn Ne 5

Ta6nuuna 5. CpaBHHTEIBHBI aHAJIN3 JHEPTOCUIOBBIX IIAPAMETPOB

Homep | Yeunme npokatku Jomycrumoe 3amac
KJIETH B QForm, MH ycunue, MH TIPOYHOCTH, %o
K1 20,06 29,20 31,2
K2 22,06 31,38 29,7
K3 19,53 25,79 24,3
K4 14,29 17,53 18,5
K5 6,74 12,42 45,7

Tab6nuna 6. CpaBHUTEIbHBIN AHAIN3 reOMeTPHYECKUX NAPAMeTPOB MOJIOCHI

Homep | Tommuua Ha Beixoze o | Toumuuna, TpeGyemas Oroncime. %
KIIETH pesynsratam QForm, Mm Ha BBIXOJIC, MM ’
K1 21,92 21,90 0,11
K2 10,11 10,00 1,15
K3 5,79 5,70 1,50
K4 3,68 3,65 0,82
K5 2,84 2,80 1,42
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Puc. 5. Pesynbrat MonenupoBanus ropsdeid mpokaTku B cpepe QForm VX — reomerpruyeckue mapaMeTpsl MOJIy4aeMoro mpoKara:
a — TIEPBBIU MPOXOJ; O — BTOPOIL; 8 — TPETHUH; & — YETBEPTHIH; O — IIATHIA TPOXOT

BpIBOABI

1. IlpoBexeH aHamu3 METOIWKH pacdeTa IMapaMeTpoB ropsueKaTaHol IMOJIOCH], a TAKXKe aHaJIu3 U pacyeT
OCHOBHBIX TEXHOJOTMYECKHX MAPaMETPOB MPOKATKHU: JePOPMAIIMOHHOTO, TEMIIEPATyPHOTO U CKOPOCTHOTO pe-
skumoB, DCIT u T.11.

2. PazpaboTtaHa KOMIIbIOTEpHAsl IporpaMMa JJisi OBICTPOrO pacdera mapameTrpoB mpokarku. [ToctpoeHa
TBEPIOTEIbHAS MOJIENIb U BBIITOJHEHO MOAETUpOBaHKE Mporecca nmpokatku B cpeae QForm. Ilo pesynsratam
MOJICITUPOBAHUSI TPOBEJICH CPABHUTEINHHBII aHAIIN3 C MACTIOPTHBIMH JaHHBIMU arperara «Danieli».

3. YcraHOBIEHO, YTO OTKJIOHEHHS IO TOJIIMHE MpoKara He mpeBbimaioT 1,5%, a MUHUMabHBIA 3amac
ycunust coctaBui 18,5 %.

4. TlpoBenen cpaBuutenbHBIA aHanmm3 DCII ropsueil MTHCTOBOW TPOKATKH. Pe3ynasTaThl MOIETUpPOBAHUS
COOTBETCTBYIOT MACIOPTHBIM JAHHBIM W HE MPEBBIIIAIOT MPEAETHHO JOMYCTUMBIX 3HAYSHNUH 110 YCHIIHIO TIPO-
KaTKH, 3armacy MPOYHOCTH ¥ TEOMETPHIECKIM MTapaMeTpam ropsiaeKaTaHoi MOIO0CHI.
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