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COMPUTER MODELLING OF THE STRIPS ROLLING PROCESS
IN THE LONGITUDINAL-WEDGE MILL AND CALCULATION
OF IT HEAVY-DUTY ELEMENTS DURABILITY

Abstract. A multifunctional longitudinal-wedge mill (LWM) of new design is presented. Analysis of the results
of mathematical modeling of stress-strain state (SSS) ofthe rolling workpiece and stands of new mill is shown. The
mathematical modelling was conducted by the finite element method and by the deformational model of the metal
durability. The effect of the multifunctional LWM working rollsdiameterchangeson the SSS of the rolling strips and
heavy duty elements of the mill stands was defined. It is shown that new mill has a sufficiently high rigidity of stands
design and satisfy the strength requirements. It is noted that rolling strips on the proposed mill does not lead to the
longitudinal and transverse gages interference of the finished steel. As a result of SSS modelling of heavy-duty
elements of new mill stands the measures for their modernization have been developed.

Keywords: mill; rolls; strain-stress state; gage interference; flatness.

Introduction. Current development of the rolling production is mainly aimed to improve quality of
the rolling strips by assimilation and adaptation of new technique and technology into the production,
which provide minimal transverse gage interference and flatness [1]. This is due to the fact that at the
moment the production of high-quality copper strips and sheets with a thickness of less than 1 mm,
aluminum stripes less than 0.5 mm thick, rolling of precious metals for obtaining billets of the jewelry and
electrical industries, etc. is in demand [2].

In recent years, to produce strips with a given thickness, profile, flatness the modern rolling
equipment or new designs of the standsare used [1, 3]. Therefore, leading metallurgical and engineering
companies modernize and create new rolling equipment, at the same time they improve technological
process of rolling. For example, new by design six-roll stands, quarto stands with intermediate rolls, multi-
roll stands, etc. allow to regulate the profiles of the roll gap. However, many mills have not found wide
application in the production, because of their complexity.

It is well known [4-8] that widely developed methods for regulating the transversal thickness and
flatness of the rolled strips are: profiling of the rolls body, regulating thermal convexity, roll-bending of
working and supporting rolls, reducing vibration during rolling, regulating the drafting regime of rolling
strips, etc. However, the methods listed have drawbacks [4]. For example, the profiling of rolls is appli-
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cable only for bands of a certain size. Thermal regulation has a significant inertia. The use of working and
supporting rolls bending results in increase of the load on the bearings of the rolls unit and intensive wear
of the rolls body.

Besides current trends in the development of specialized equipment for cold rolling sheets and tapes
suggest the maximum possible simplification of the structure of rolling mills with simultaneous impro-
vement of the quality of finished metal products [2].In this case, it is necessary to ensure the maximum
flexibility of rolling process setup. One of the main requirements for the development of new equipment is
the possibility of upgrading existing rolling mills stands to minimize costs.

On the other hand, at the moment many enterprises, that produce thin bands of metals and alloys, tend
to purchase new equipment with a specific design [2, 5]. Consequently, due to very high complexity or the
impossibility of their manufacture by third parties, spare parts and component sare purchased from the
same manufacturer at a relatively high price. Therefore, in this aspect, development of the specialized cold
and hot rolling mills is very rampant.

The main technological scheme for the industrial production of cold-rolled or hot-rolled sheets is the
process of individual coils rolling of relatively thin strands and strips on the continuous or reversible mills,
with the following their slitting along the length and width by the aggregate of longitudinal and transverse
cutting [2].

However, in most cases, when rolling strips of non-ferrous, precious and precious metals, specialized
mills are used [2]. These mills are limited by the volume of production of finished metal. Therefore, when
rolling in these mills, it is difficult to use the original individual coils rolling. Whereas, individual coils
rolling has a higher degree of adaptability when producing small batches of bands of different sizes for
thickness, length and width. It can be concluded that this method effective for the use in the above-
mentioned mills. At the same time, by eliminating the need to use rather complicated winding-tensioning
devices and systems of kinematic synchronization of their drives, it is possible to simplify the composition
and design of the rolling mill.

The simplest way to improve the quality of the rolled metal is to reduce the diameter of the working
rolls, which leads to a reduction in the rolling force, which has a favorable effect on the final product
[2,5]. But, often, the diameter reduction of the working rolls is impossible or limited due to the structural
features of the frame of the rolling mill stand, also diameter reduction of the rolls leads to increase of roll
deflection and decrease of rolling nodes strength. Small diameter of the working rolls can be achieved by
using large diameter of the supporting rolls. Such way was exploited in the design of quarto and multi-roll
stands of cold rolling mills. However, there are some reasons to study, when the size of the working roll
decreased till the values that do not allow using working rolls as driving wheel sand the drive is organized
on the supporting rolls.

One of the reason is the lack of the support of the working rolls along the rolling axis. For example,
in the multi-rolls stands, and this is the reason of rolls bending in the horizontal plane, which negatively
affects the quality of the finished product [2]. Another reason is the presence of a buoyancy force due to
the fact that the circumferential force directed along the rolling line acts on the working roll from the
transmitted moment. In addition, in interest the process of transferring the torque through friction between
the rolls, which leads to loss of torque to friction and thus imposes a certain limitation on the possibility of
organizing rolling with drive on the support rolls.

In order to eliminate the above problems and obtain high-quality sheets, as well as to reduce the
energy-strength parameters, we propose a multifunctional LWM of a new design for rolling thin strips of
steels and alloys (Figure 1) [9].

The aim of the work is to consider the possibility of calculating the SSS of the rolls, as one of the
heavy-duty parts of multifunctional LWM by the use of developed algorithms.

Equipment, materials and method of the experiment. For rolling thin strips with accurate geo-
metrical dimensions, we developed a new multifunctional five-stand LWM with simple design (Figure 1).

Multifunctional LWM for rolling sheets of steel and alloy contains: motors, gearboxes, gear cage,
universal spindles, couplings, stands with working and back-up rolls (Figure 1). At this there are two and
four back up rolls in the first three stands and in the last two stands respectively. Rotation of the working
rolls, which are decreased in the rolling direction, is carried out through the bearing cages by the five gear
motors with angular velocity @ = v-R (where v- the rolling speed in each mill stand; R — the radius of the
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work rolls in each mill stand). The distance between the stands are increased by the amount of forward
flow, and distance adjustment between the work rolls is made by the uniform worm push mechanisms
located above and below of the mill frame assembly and bearing cages.

a b

Figure 1 — Multifunctional longitudinal-wedge mill (¢) and construction of its working stands (5):
1 — gear motor; 2 — gear; 3 — lay shaft; 4 — pinion stand;5 and 6 — spindles; 7 — bearing stand; 8 — working rolls;
9 (first three stands) and 10 (last two stands, not shown) — support rolls; 11 — frame; 12 — shoe plate; 13 and 14 — push mechanism

It should be noted that working rolls in each stand have a constant diameter, and the diameter of the
rolls in the sequentially arranged stands is reduced in the rolling direction. In output the thin strip is cut or
reeled.

In the work MSC Nastran and MSC Super Forgesoftware packages are used to solve the problem of
clastoplastic by the finite element method in 3D formulation.

MSC.Super Forgesoftware package was used to calculate SSS of the work picce and energy-strength
parameters of rolling thin strips. The proposed strips rolling process is complicated enough. It is connected
with the fact, that during rolling the workpiece is deformed continuously in all 5 stands with the rolls,
which have decreasing diameters in the direction of rolling.

Following steps were stuck to for modelling the research process by using MSC.SuperForge software
package [10, 11]:

1) depending on the processing conditions, the type of finite-element analysis was chosen;

2) geometrical model of original workpiece, rolls and mills were created,

3) rheological properties of the workpiece were defined either by database of «MSC.SuperForge»
software, or by thermomechanical properties of the workpiece material,

4) initial temperature of the rolling workpiece, as well as workpiece and rollcontact conditions on the
surface, in other words, friction coefficient, the law of movement of the kinetic tool, were setup.

Further, components of the strain tensore, components of strain rate tensoré, components of the stress
tensoro, intensity of deformation, stress intensity, power of a normal pressure, temperature distribution
over the volume of the workpiece were calculated with a fairly rigid precision.

Results of calculations are presented in the form of field distribution of corresponding parameters
along the volume of the deformed bode or in the form of numerical values of the studied parameters in the
nodes of the deformed mesh.

In the work a 3Dgeometric model of the workpiece and of the rolls was constructed in the CAD
Inventor program and then imported into CAE of MSC.SuperForge software. Volume element CTETRA
(four nodes tetrahedron) was used to create a 3Dfinite element model of the workpiece and rolls. Time of
calculation of the process was 30-40 minutes on a computer Pentium Duo with frequency of 3.4 GHz and
2 GB RAM.

For the research a rectangular billet of AD31 alloy in 3.5 mm thick and 400 mm wide was used.
Rolling was carried out at a temperature of 250 °C on the LWM to a thickness of 0.7 mm. To simulate the
plasticity of the workpiece material, elastoplastic model of Johnson-Cook was chosen. Rheological
properties were set from MSC.SuperForge software system database.
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Technical description of the proposed LWM working stands was used to calculate SSS. Material of
the tool was 9X1 steel, which was assigned from a database. To do this, the density of the material and the
thermal propertics was set by the program as default. Contact between the roll and sheet was modeled by
Coulomb friction. From the handbook [12] the coefficient of friction as 0.3 was appointed.

Temperature conditions during rolling consists of heat exchange between the roll, sheet and the
environment, as well as a thermal effect due to metal deformation. Rolling process takes place at room
temperature, so the start roll point taken equal to 20°C.

PATRAN NASTRAN software of finite-clement analysis was exploited for SSS and elastic
deformation of the stands elements calculations [13, 14]. System of computer modelling PATRAN
NASTRAN allows to study kinematics, dynamics of mechanisms with the possibility of calculating the
stress-strain and thermal states as individual units, and the mill as a whole.

Following operations were made for construction of the working stands in PATRAN NASTRAN
software [13, 14]: 1) creation of a 3D geometric model of every detail and assembling nodes of the
working stands; 2) selection of the materials for the details, their mechanical and physical properties
(modulus of elasticity, mass density, Poisson's ratio, tensile strength, etc.); 3) formation of the kinetically
and statically boundary conditions; 4) SSS definition of the stands mill elements; 5) assessment of the
level of obtained elastic deformations and stresses in the volume of each part of the stands on the required
stiffness and strength criteria and introduction of relevant amendments to the mill construction (solid
model of the mill).

The solid geometric shape of new mill design, the forces applied to them and the fixing conditions, as
well as the conjugation conditions of the kinematic pairs of the stands construction are the initial data for
the calculation.

The assembly 3D geometric model of the mill was developed in the CAD of COMPASS software,
and by the means of built-in translator it was imported into the PATRAN NASTRAN with the adopted
kinematic connections. This approach allows improving the connection between the stages of automated
design of complex mechanisms. In order to automatically correct the geometry of the mill model, the
method of parameterization of the geometric dimensions of the structure was used. This method allows to
make appropriate changes in the construction of the stands of the new multifunction mill based on the
results of strength calculation.

Six- and eight-nodes dimensional finite elements were exploited to simulate construction of new mill.
In addition, twelve types of the stiffness were considered to define the main characteristics of the stiffness
of the mill stands.

It has to be noted that the backup of the roll node of the stands was modelled in more detail. The
computational model of each spherical roller bearing includes three types of components: an outer, an
inner ring and two rows of rollers by 18 in each.

Stress state of heavy duty components of the stands was calculated by applying the rolling force and
the effects of thermal stresses. Initial temperature of the rolls was equal to 20 °C.

Kinematic connection between the heavily loaded elements was simulated by the rotating and sliding
kinematic pairs for the common surfaces of interface. At the same time the collision and friction in the
rolls, pads, bearings, ctc. was taken into account.

The interaction between the rigid supporting, working rolls and deformable workpiece material is
simulated by means of contact surfaces that describe the contact conditions between the surfaces of the
support and working rolls and also the surface of the thin sheet. In the process of modelling the contact
conditions are constantly updated to reflect the rotation of the rolls, and the deformation of the material,
which allows to simulate the sliding between the back-up and working rolls, as well as between workpiece
material. At this in the analytical model linear contacts between the working and back up rolls were taken
into account. Contact between the working rolls and a thin sheet is modelled by Coulomb friction with the
coefficient of 0.5. In this case, the friction force between rolls taken equal to 0.0868.

It should be noted that the rolls were assembled on the supporting necks of the bearing box by three
degrees of freedom T, 7y, 73,. The material of the rolls has been accepted 9X1 steel with the following
mechanical properties: modulus of elasticity - 2.1+11 Pa; Poisson's ratio - 0.283; shear modulus -
8.1839+10 Pa. The materials for the other elements of the millare 40HS, St45, etc. with the respective
mechanical properties.



Hseecmua Hayuonanenoti akademuu Hayk Pecny6auxu Kasaxcman

Elastic constraints between the stand nodes were modeled by the spring — damper function CBUSH
with the following properties: stiffness in movements - T, 7}, 7, - 1,LE+10 N/m; stiffness in rotations - R,,
Ry, R. - 1,E+8 N/m; coefficient of structural damping 0.04.

For calculations, the load schemes pointed in Table 1 were used.

The strength and rigidity of the working and supporting rolls of the multifunctional mill were
investigated during strips hot rolling (rolling temperature 250 °C). Strips have been made from alloy
AD31 with the size of 0.7 x 400 mm. As a starting stock, a tackle of thickness 4, = 3.5 mm was used.
Rolling was conducted by the rational regimes.

Table 1 — Load schemes

Contact pressure of the rolled strip on the working The tension pressure, acting in the Deformation

Stand roll, acting in the direction of roll rotation axis, direction of motion of the rolling strip, zone length,
MPa MPa mm
1 119.701 16.5 8.992
2 134.555 17.6 8.07
3 115.304 17.42 5.92
4 148.501 16.35 3.93
5 122.421 1425 23

Results and discussion

Calculation and analysis of the SSS show, that:

1) During rolling in the first stand of LWM the stress and strain intensity localize in the areas of
metals capture by the rolls;

2) Increase of the draft leads to increase of the value of the stress and strain intensity in the center and
along the edges of the deformed workpiece;

3) Deformation in the next stands of the LWM allow to gradually transfer zones of deformation
massing from the surface areas to the central layers of the workpiece, and after uniformly deform the strip
along the whole its length;

4) Uniform distribution of the stress and strain intensity by the mill stands leads to uniform distri-
bution of shear strain intensity along the deformation zone;

5) The most uniform distribution of the cumulative distribution along the high and length of the rolled
strip was got during rolling with the draft of 20% in the first stand, 20% in the second stand, 20% in the
third stand, 15% in the fourth stand, 10% in the fifth stand;

6) During rolling in the stands of LWM the temperature rises in the zones of deformation locali-
zation, at this the metals parts with relatively high temperature move together with the deformation zone;

7) The maximum value of the contact pressure concentrates in the middle of the body roll length.

Conducted research showed, that during hot rolling of the strips made of AD31 alloy with the width
of 400 mm, big values of equivalent stresses did not occur along the cross section of the strip (Figure 2).
The maximum von Mises value equals to 127.3 MPa for the first stand, 211.9 MPa for the second stand,
106.6 MPa for the third stand, 124.9 MPa for the fourth stand, 123.6 MPa for the fifth stand. Meanwhile
the maximum vales occur in the rolls necks of the mill. Calculated maximum values of the equivalent
stresses do not exceed maximum allowed value of the stress limit for the 9X1 steel (880 MPa).

It has to be noted, that the proposed mill is supposed to use for hot rolling strips with the width of 600
mm (maximum) made of different steels, and also non-ferrous metals. This may lead to some decrease or
increase of equivalent stresses along the cross-section of the rolls of multifunctional mill.

It has to be noted that the calculated values of the von Mises equivalent stresses do no exceed the
upper level of the allowed contact-fatigue stresses. This means, that even small deviation of the techno-
logical process will not lead to the defects on the rolls surface: cracks, chipping, spalls.

The rotation of the working stands rolls through the bearing stand allows to position the spindles
precisely horizontally, and the use of special design spindles made it possible to eliminate the horizontal
displacement of working rolls. The above features of the projected mill enabled a low vibrational load to
transmit the torques to the working rolls of mill stands. All this should contribute to obtaining bands with
exact geometric dimensions.
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Figure 2 — The picture of von Mises stress distribution in the backup and working rolls
in the first (a), second (), third (¢), fourth (d) and fifth (e) stands of the multifunctional mill

Under the action of the applied vertical forces (along the Y axis), the rolls bend in the direction of the
force action. In other words, the maximum forces occurring in the Y-axis direction lead to the appearance
of maximum deflections in the same rolling direction. Therefore, the body and the neck of the rolls are
clastically deformed in the vertical direction.

When rolling in the stands of LWM in the middle of the backup rolls body in the direction of the
Y axis the maximum displacement occurs. The values are indicated in table 2.

Table 2 — The maximum values of displacement

Stands 1 2 3 4 5
In the middle of the backup rolls body, mm 0.000106 0.0002792 0.00006738 0.00003579 | 0.00006721
In the neck of the backup rolls, mm 0.00005351 | 0.0001275 0.00002573 0.00003161 | 0.00004161
In the body of the working rolls, mm 0.00009316 | 0.0002064 0.00005269 0.0002035 0.0001711
In the neck of the working rolls, mm 0.00006158 | 0.0001327 0.0000246 0.00009611 | 0.0001125

— 103 =——
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Small forces that occur in the direction of the rolling axis, i.e. X axis, lead to the appearance of small
clastic movements of the rolls material in the same direction. Moreover, when rolling in the first, second,
third stands of the proposed mill from the opposite side of the stands drive, the maximum displacement
values appear at the edges of the backup rolls body, which are equal to 0.00002788 mm; 0.00006604 mm;
0.00001945 mm, respectively, while the same displacements occur in the necks of the corresponding
backup rolls. The results of the calculation showed that when rolling in the first, second, third stands, the
maximum value of lifts in the working rolls also arise from the opposite side of the stands drive of the
mill. Their values for the body and neck of the working rolls of the first, second, third stands are respec-
tively: 0.00002555 mm; 0.00006126 mm; 0.00002087 mm. It should be noted that when rolling in the
fourth and fifth stands of the new mill, the maximum displacement occurs in the middle of the backup and
working rolls body. In this case, the maximum displacement values for the working rolls body are:
0.0001251 mm; 0.00005497 mm, and for the neck of these rolls - 0.00008638 mm; 0.00004047 mm,
respectively. The results of the calculation showed that the following maximum values of displacements
appear in the supporting rolls body of the last marked stands, correspondingly: 0.00006695 mm;
0.00009568 mm. In this case, the following maximum values of displacements appear in the necks of the
backup rolls of these stands, correspondingly: 0.00005204 mm; 0.00006797 mm.

Small forces, arising perpendicular to the rolling axis, i.. Z axis, lead to the appearance of the elastic
movements of the rolls material in the same direction. Moreover, when rolling in the fourth and fifth
stands of the proposed mill from the opposite side of the stands drive, maximum values of displacements
equal to 0.000003809 mm appear on the edges of the roll of the backup rolls; 0.000008941 mm, respec-
tively, while the same movements occur in the necks of the corresponding backup rolls. The results of the
calculation showed that when rolling in the fourth and fifth stands of the new mill, the maximum value of
the movements in the working rolls also arise from the opposite side of the stands drive of the mill. Their
values for the body and neck of the working rolls of the fourth and fifth stands are respectively:
0.00003221 mm; 0.000026555 mm. It should be noted that when rolling in the first, second and third
stands of the new mill, maximum displacement occurs in the drums of backup and working rolls. In this
case, the maximum displacement values for the backup rolls body are: 0.0004572 mm; 0,00127 mm;
0.0003196 mm, and for the neck of these rolls - 0.0005040 mm; 0.001413 mm; 0.0003587 mm,
respectively. The results of the calculation showed that in the working rolls body of the last marked stands
the following maximum values of displacement occur (correspondingly): 0.0004106 mm; 0.001160 mm,;
0.000363 mm. Moreover, in the necks of working rolls of these stands, the following maximum values of
displacement appear (correspondingly): 0.0003736 mm; 0.001064 mm; 0.0002715 mm. It should be noted
that the elastic movements of the rolls material in the direction of Z axis during rolling in the stands with
two backup rolls are definitely greater, compared to rolling in the stands with four backup rolls.

In general, the magnitude of the total displacement field of the elastic deformations of the backup and
working rolls is small (Figure3). In this case, in the first three stands the maximum total displacement
occurs in the backup rolls (first stand: 0.0005762 mm, second stand: 0.001631 mm, third stand:
0.0004185 mm), and in the last two stands - in the working rolls (fourth stand: 0.0000866 mm, fifth stand:
0.000116 mm). All this testifies to the relatively high rigidity of the working stands rolls node, which
guarantees the transversal thickness and flatness of the rolled strips within the required tolerances.

Thus, the greatest for all working rolls of the mill stands are the movements along the rolling force
action (along the Y axis). The displacements along the X and Z axes are almost equivalent. For backup
rolls deformations along the Y and X axes are essential, whereas for the working rolls and bearings along
the Y and Z axes.

When rolling thin strips in the stands of a new mill, due to the decrease in the length of the capture
arc during the transition from the first to the last stand, the length of the deformation center decreases (see
above). Such a decrease in the length of the deformation center gives an advantage to the proposed rolling
process before the conventional rolling process. Advantages of the rolling process in the new mill are that
the metal pressure on the working rolls significantly (from 2 to 10 times) decreases. This makes it possible
to significantly reduce the elastic deflection, especially of the rolls of the last mill stands and, as a
consequence, reduce the transverse thickness and improve the flatness of the rolled strips, as well as to
reduce the metal capacity of the rolling equipment, when designing and launching rolling mills of a new
design.
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The initial results of the calculation showed that the rolls nodes have low rigidity in the horizontal
plane in the projected LWM. This is due to the deficiency of the support in the mill stands, which excludes
the movement of the working rolls in the horizontal plane, and also not horizontal arrangement of the mill
drive spindles. As a result, even small gaps between bearings, cushions and window frames, caused by
tolerances of landings and wear, lead to horizontal displacements of the vertical axial plane of the working
rolls relative to the backup rolls, i.c. working rolls are in an unstable position, and their axes could be
skewed. This leads to negative consequences: increased vibrations, axial forces arise in the roll node, and
the size of the roll gap is subjected to unpredictable oscillations, which reduces the accuracy of rolling.
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Figure 3 — The picture of the total displacement field of the elastic deformations distribution in the backup and working rolls
in the first (a), second (b), third (¢), fourth (d) and fifth (e) stands of the multifunctional mill

To eliminate these drawbacks, the design of the stands of the projected multifunctional mill has been
adjusted. In the construction of mill stands, bearing stands and spindles of special design were added. The
rotation of the rolls of working stands through bearing stands made it possible to position the spindles
horizontally, and the use of spindles of a special design allows to eliminate the horizontal displacement of
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working rolls. The above-mentioned changes in the design of the projected mill made it possible to
transfer the torques to the working rolls of the mill stands without vibration loading. All this contributed to
obtaining strips with exact geometric dimensions. In addition, it should be noted that the rotation of the
rolls by five AC gear motors through five gear stands allows the rolling strips of steels and alloys with a
minimum value of production noise.

Conclusion.

1. It is shown, that maximum values of the equivalent stress, arised in the rolls of the LWM, do not
exceed the maximum allowed strength limit for the material of the rolls;

2. Based on the obtained results of simulation it was established that the value of the rolls deflection
in each stand do not exceed allowed values;

3. It is defined that the value of elastic deformation of the rolls elements is not great, which certifies
that the rolls node of new mill stands has high rigidity. This ensures that the cross-sectional thickness and
flatness of the rolled strips are obtained within the required tolerances.
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1KA U. Cotbaes arsiHaarst Ka3ak YITTHIK TEXHHKAIBIK YHHBEPCUTET, AnMarel, KazakcraH,
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BOWIBIK-CBIHAJIBI OPHAKTA JKOJAKTAP/BI HJIEMJIEY MPOIECIH KOMITBIO TEPJAE
MOJEJBAEI ACA AYBIP )KYKTEJII'EH 3JIEMEHTEPIHIH BEPIKTII'TH ECEIITEY

AnHoTamust. Makanaza KypbUIBIMBI JKaHA KOIIKBI3METTI OOMIIBIK-CHIHAJBI OPHAK YCBIHBUIFAH. I1IeTki 3neMeHT
SMICTEMECIH JKOHE METaJII OCpIKTIriHiH Ae(hOoPMAIHIIBIK MOAETIH KOJIIAHBII, MATCMATHKAJIBIK MOJCIIICY MCH aJIbIH-
FAH JKaHA OPHAKTHIH aybIp JKYKTCITCH 3JICMCHTCPIHIH JKOHE MICMICICTIH JaHBIHIAMAHBIH KEpHEYIK-meopma-
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INBUTBIK KYHI Makajgana TalAaHbIN, HOTIDKECI KepceTinreH. Kemke3MerTi OOMIbIK-CHIHAIBI OpHAK MiMIiHOLTIKTEPI
JUAMETPJICPIiHIH 63repyi, HIeMACICTIH JAHbIHIAMAHbIH JKOHE OPHAKTHIH aybIp XKYKTEITCH JJIEMEHTTEPIHIH KEPHEY Ji-
nedopmanmsibl KyHiHE Kanmait ocep eTeTiHiri aHbIkTanFaH. JKaHa OPHAKTBIH KAMAChIHIA JKSTKUTIKTI AOpekeae KaT-
TBUIBIK JKOHE aHTBUIFAH KamacTap OEpiKTiK IMAPTHIH KAHAFATTAHIBIPATHIHIBIFB JKYMBICTA KOPCETINreH. ¥ CHIHBUIBII
OTBIPFAH OPHAKTA XKYKA JKOJAKTHI yKaliMaIaraH Ke31e, OJapablH OOMIBIK yKOHE KOJICHEH OaFBITTAPBIHIA ANAKAIBIH-
JBIK Taiima OOMMAHTHIHABIFEI MaKalaga JoienacHreH. JKaHa OpHAK KAamaCTapBIHBIH AyBIP SKYKTEJTCITEH 3JIEMEH-
TEPiH MOJCIIBACY HOTHKCCIHAC, OJAP/IbI )KAHFBIPTY MOCEJICC] IICIIIITCH.
Tyiiin co3aep: OpHAK, MIIIHOUTIK, KEPHEY TIK-AC(POPMALHSIBIK KYH, )KYKA KOJIAK, aTaKATbIHIBIK.
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E. 3. Hyrman', M. JI. Paxmaryumn’, A, . Toaemyk!
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KOMIIBIOTEPHOE MOJEJIHNPOBAHUE IMMPOINECCA MPOKATKH IIOJIOC B TPOJOJBbHO-
KJIMHOBOM CTAHE U PACYET NIPOYHOCTH ET'O TAXKEJOHATPYKEHHBIX 3JIEMEHTOB

Annotamust. [IpennoskeH MHOTO()YHKIIMOHAIBHBIH HPOJOIbHO-KIMHOBBIA CTaH HOBOM KOHCTpyKumu. Ilpex-
CTaBJICH aHAIW3 PE3yJIbTaTOB MATEMATHYCCKOTO MOJCTMPOBAHHSA HANPSLKCHHO-AC(HOPMUPOBAHHOTO COCTOSHY
(HAC) mpoxatsiBacMO#l 3arOTOBKH H KJICTCH HOBOTO CTAHA C HCIOJB30BAHHCM METOJA KOHCYHBIX JJICMCHTOB H
aeopManrOHHOW MOJETH HMPOYHOCTH MeTawia. ONpencicHO BIMSHHE H3MCHEHHSA IUaMeTpa pabovuuX BajKOB
MHOTO()Y HKIHOHATBHOTO NPOA0JBHO-KINHOBOTO craHa HA H/IC mpoKaThIBaGMBIX IHOJIOC M TSDKEIOHATPYIKESHHBIX
3NIEMEHTOB KJIeTeH ctaHa. [1okazaHo, yTo HOBBIH CTAH UMEET JOCTATOYHO BBICOKYIO YKECTKOCTh KOHCTPYKLHUH KIeTEH
U YAOBICTBOPSACT YCIOBHIO MPOYHOCTH. OTMEUCHO, YTO HMPOKATKA IOJOC HA IPEIIaraéMOM CTaHE HE NMPHUBEICT K
MOJIy YCHHIO TOTOBOTO MPOKATa C MPOJOJIbHON U MONMEPEHHON Pa3HOTOIIUHHOCTBIO. B pesyabsraTe MOACIMPOBAHUA
HJC 1soxenoHarpy KeHHBIX 3JEMCHTOB KJIETEH HOBOTO CTaHA Pa3pabOTaHbI MEPONPHATHS MO UX MOJACPHU3ALIIH.

KimoueBple ¢j10Ba: CTaH, BAaNKU, HANPSLKCHHO-AC()OPMUPOBAHHOE COCTOSHHE, PA3HOTOIIMHHOCTD, IUIAHINCT-
HOCTb.

Caenennsi 00 aBTOpax:

Marekos C.A. — IOKTOp TEXHHYCCKHX Hayk, mpodeccop, Kasaxckuil HALMOHANBHBIH HCCIICAOBATCIBCKHUH
texHuueckuii yausepcuret umenn K.M. Carnaesa.

Abcagpikos B.H. moktop texmmueckux Hayk, mpodeccop, Kazaxcrancko-bBpuraHCKui TEXHUYCCKUH YHH-
BCPCHTET.

Hyprazae A.E. xaHaumaT TeXHHUSCKUX HAyK, JOLEHT, Ka3axCkuil HAMOHANBHBIA HCCICIOBATCIbCKUN TEX-
Hideckni yausepcuter umeHu K M. Carmaesa.

Hyrman E.3. kaHmumar TeXHHYECKMX HAyK, AOUCHT, Ka3axCKuii HAOMOHAIBHBIH HMCCICAOBATCILCKUHA TEX-
Hideckni yausepcuter umeHu K M. Carmaesa.

Mamexosa A.C., Paxmarymuma MUJL, IMomemyx AWM. PhD crynentsr, Kazaxckuii HAOMOHANBHBIA HCCTIC-
JOBaTeJIbcKui TexHmueckuil yHuBepcuter mmeHu K .M. Catmaesa.



