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V. BizomocTi npo gucepraniio
MoBga guceprariii:
Koau TemMaTHYHHUX PYOPHK: 53.43.35

Tema gucepranii:
1. Po3BuTOK Teopii, po3pobKa i peasizallis aBTOMaTH30BaHUX METAJIOP30epiralourx TEXHOJIOTIH rapsiioi NpoKaTKu

rtab i IucCTiB

2. Development of the theory, designing and realization of metal saving robotized technologies of strips and sheets
hot rolling

Pedepar:

1. O'eKT - mpo1jec MpOKaTKX TOBCTUX JIUCTIB i mTab. MeTa - BUSBJIE€HHSI OCHOBHUX 3aKOHOMIPHOCTEN MOCi0OBHO]
(OopMO3MiHM PO3KATIiB y BEPTUKAJIBHUX i FOPU3OHTAJIBHUX BaJIKaX, pO3pOOKa Ha 1iill OCHOBI 3aCO6iB KEPYBaHHS
($opMOI0 PO3KaTIB y MJIaHI i TEXHOJIOTIH raps4oi NpOKaTKU TOBCTUX JIMCTIB i 1Ta0, s1Ki 3a6e31e4yi0Th MiHiMaJIbHY
BUTpaTy MeTajy Ha TOHHY IPUAATHOro. MeTony - MeTo U Teopii 06poOKM MeTasliB TUCKOM, (Pi3MYHOTO

MO EIOBaHHA. AllapaTypa - TEH30CTaHLif, IHCTPYMEHTAJIILHUI MIKPOCKOII, BUMIpIOIOUHY Npuiaau. B nepiie
OZlep>KaHo i MaTeMaTUYHO ONKMCAHO OCHOBHI 3aKOHOMIPHOCTI 3MiHM IMPUHH, (POPMU [IONIEPEYHOTO I1epepisy i
KiHLIiB PO3KATiB y I1JIaHi IpU OOTHUCKY Y TOPU3OHTAJILHUX i BEPTUKAJIPHUX BaJIKaX YOPHOBUX KJIiTEN
IIMPOKOIITAO00BYUX i TOBCTOJIMCTOBUX CTaHIB 3 ypaxyBaHHSM IOCJIiOBHOCTI Ta 6araTOKPaTHOCTI ITPOXOIiB Y Pi3HUX
CXeMax IIPOKaTKU. Po3po6IieHi, JOCiIpKeHi i BTiJIeHi TEXHOJIOTIYHI i TeXHiYHi pillleHHs I IPUCTPOi KEPyBaHHSL, SIKi

3a0€31e4y0Th MiHiMajIbHy BUTPATy MeTajly IIpU BUPOOHUIITBI IITA0 Ta JIUCTIB.



2. Object - of thick sheets and strips rolling process. The purpose - revealing of the basic laws consecutive of metal
forming in vertical and horizontal rolling shaft, development - on their basis of ways of management of the roll
form. The plan and technologies hot rolling of thick sheets and strips ensuring the minimal charge metal on ton
suitable. Methods - methods processing's of metals by pressure physical modelling. The equipment - tensors, tool
microscope, measuring devices. For the first time are established and mathematics the laws of change of width,
form are described. Cross section and ends roll in the plan at compress in horizontal and vertical rolling shaft.
Draft crate broadband and of thick sheets rolling-mashing in view of a sequence and recurrence of passes in the
various circuits rolling process. Are developed, are investigated and are introduced technological of the decision
and device management's, which provided minimal charge of metal by manufacture of strips and sheets. Object -of
thick sheets and strips rolling process. The purpose - revealing of the basic laws consecutive of metal and
horizontal rolling shaft, development - forming in vertical on their basis of ways of management of the roll form.
The plan and technologies hot rolling of thick sheets and strips ensuring the minimal charge metal on ton suitable.
Methods - methods processing's of metals by pressure physical modelling. The equipment - tensors, tool
microscope, measuring devices. For the first time are, established and mathematics the laws of change of width
form are described. Cross section and ends roll in the plan at compress in horizontal and vertical rolling shaft.
Draft crate broadband and of thick sheets rolling-mashing in view of a sequence and recurrence of passes in the
vari ous circuits rolling process. Are developed, are investi gated and are introduced technological of the decision
and device management's, which provided minimal charge of metal by manufacture of strips and sheets.
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