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Semiriahin S.V., Smirnov 0.M., Skorobahatko Yu.P., Semenko A.Yu.
Production of chromium concentrate from press-filtration residue

by means of heat treatment

Cemipseiu C.B., CmipHnoeg 0.M., Ckopo6azambuko I0.11., Cemenko A.IO.

Onep:xkaHHA KOHIEHTPATY XPOMY 3 npec-PijibTPAliHHOTr0 3aJUIIKY

3a JOMOMOI 00 TePMIYHOI 00POOKH

Abstract. The production of leather goods is an important industry that generates significant amounts of waste, including
solid residues containing chromium compounds. Solid residues of leather production containing chromium are a valuable
source for the production of chromium alloys, in particular chromium-based alloys used in metallurgy, as well as in various
industries to create stainless steels and corrosion-resistant materials. The goal is to integrate the process of industrial
waste recycling into production, which will reduce not only the environmental footprint but also create materials with high
technological properties for further use in various industries. The methodology for producing chromium alloys from the
solid residue of leather goods production is a complex and multi-stage process that includes preparation, heat treatment,
chromium recovery, alloy manufacturing, and waste disposal. This approach not only reduces the environmental footprint,
but also allows for the efficient use of secondary resources to produce high-quality metals and alloys. As a result of such
production, significant environmental and economic benefits can be achieved, which will not only reduce costs but also
ensure sustainable industrial development with minimal environmental impact. The scientific novelty of this methodology
is the integration of modern technologies for processing leather waste to produce high-quality metal alloys that meet the
requirements of modern industrial development. The practical significance of this method for the production of chromium
alloys from the solid residue of leather products production is to save natural resources, improve the environmental situ-
ation, increase economic efficiency and promote sustainable development of both the metallurgical and leather industries.
This allows us to make a significant contribution to sustainable economic growth with minimal environmental impact.
Key words: filter cake, heat treatment, diffractography, chromium oxide, halite.

AHomauis. BupobHUUME0 WKIipsiHUX 8Upobig € 8aXIUBOI0 2arly33t0 MPOMUCIIO80CTI, WO CYnpO8OOXKYEMbCS YMBOPEH-
HSIM 3Ha4HUX obcsieie 8idxodie, 30kpema meepdoi hpakuil, sika 8KIIKYaE 3anuULWKU, WO MiCmsimb XpoMosi crionyku. Teepoi
3anuwKu 8UpobHUYUMEa WKipu, Wo Micmsimb XpOoM, € UiHHUM Oxeperiom 0151 00epKaHHSI XPOMOBUX Crifiasie, 30Kpema
crisiagie Ha OCHOBI XPOMY, SIKi BUKOPUCMOBYOMbLCS 8 Memariypeil, a makoxX 6 pi3HuUX 2asy3six 07151 CMEOPEHHS HepKasito-
4ux cmarnetli ma Kopo3siliHocmitikux Mmamepiarnie. Mema pob6omu nonsizae 8 iHmezpauii npoyecy nepepobku npomuciosux
8i0x00i8 y 8UpobHUYMEo, wo 00380/1UMb 3HU3UMU HE MINbKU eKoo2iyHul cnid, a makox oOHoYacHO cmeoprosamu
Mamepianu 3 BUCOKUMU MeXHOI02iYHUMU 8riacmueocmsamu 07151 1odanblio20 8UKOPUCMaHHS 8 pisHuX 2any3sax. Memo-
duka supobHuUumea crinasie xpomy 3 meepdoeo 3anuluKy 8upobHuymea WKipsiHUx supobis € cknadHum i bazamocmyre-
HesuM MpouecoM, W0 8KrrYae nid2omoskKy, mepmiyHy o6pobKy, 8i0HOB/IEHHST XPOMY, 8U20MOBIIEHHST Crl/lagie ma ymu-
nizauito 8ioxodis. B pe3ynbmami makoeo nidxody MOXHa He flulie 3MeHWUMU eKOJoeiHHe Ha8aHMaXeHHS Ha HasKou-
wHe cepedosuuye, a U echekmusHO 8UKOPUCMO8Y8amu 8MOpPUHHI pecypcu Onsi UpObHUYMEa 8UCOKOSIKICHUX Memarnie i
crinasis. B pe3synbsmami makozao eupobHuymea MoxHa 00Csi2Hymu 3Ha4YHUX eKOTo2iHHUX ma eKOHOMIYHUX repeesae, wo
0o3e801uMb He nuwe 3HUXyeamu eumpamu, a U 3abesnedysamu cmarsnull po38UMOK MPOMUCIIO80CMI 3 MiHIMarbHUM
8r1/1UBOM Ha HasKoNUWHe cepedosulye. Haykosa HosudHa daHoi MemodOuKuU nossizae 8 iHmezpauii cydacHUx mexHosoeil
rnepepobKu WKipsHUX 8idxodig 051 8UPObHUYMEa 8UCOKOSIKICHUX Memarsesux crisiasis, wo eidrnosidaoms umMo2am Cy-
4acHo20 po38umky rpomucsogocmi. lMpakmuyHa 3Hadywicmbs daHo20 Memody 8upobHUYmMea crisiagie Xxpomy 3 meep-
0020 3anuwiKy supobHuUUmMea WKIpsHUX 8upobig rosnsiecac 8 eKOHOMII IPUPOOHUX pecypcis, MOKpau,eHHi eKomoaidHol cu-
myauji, nid8uweHHi eKOHOMIYHOI eghbeKmuUBHOCMI ma CrpusiHHI cmasnoMy po38UMKY SIK MemarypaitiHoi, mak i WKipsHOI
npomucniogocmi. Lle dossonsie 3pobumu 3HayHULl 8HECOK y 3abesrneyqyeHHs1 cmano20 eKOHOMIYHO20 POCmy 3 MiHIManbHUM
8r11u8oM Ha O0BKIfsisi.

Knro4doei cnoea: ¢inbmpokek, mepmiyHa obpobka, dughpakmozpacbisi, oOKcud xpomy, 2asnim.

Introduction. Chromium is an important metal
used to make alloys that have high corrosion re-
sistance, strength and heat resistance. The most com-
mon applications for chromium alloys are in the steel,
chemical, automotive and aerospace industries. Since
chromium is a scarce metal, the production of chro-
mium alloys containing waste from other industries,

such as leather goods, is becoming a promising area
in metallurgy. Recycling of leather waste, especially
those containing chromium, is an important issue for
the leather industry, as improper waste management
can lead to serious environmental pollution. Waste
from leather production includes leather residues, trim-
mings, leather scraps, as well as waste containing
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chromium compounds (as part of the tanning process),
which can be toxic. Therefore, the development and
implementation of efficient recycling methods is not
only economically important, but also environmentally
necessary.

Literature review and problem statement. The
problem of utilization of chromium-containing leather
goods production waste is one of the most pressing in
the world. Taking into account the toxicity of chromium
compounds and their ability to accumulate in ecosys-
tems, it is necessary to develop effective and econom-
ically feasible methods for processing such waste [1],
[2]. The main problems include the imperfection of ex-
isting technologies, environmental risks, economic
constraints, and the need to develop innovative tech-
nologies.

The production of chromium alloys from solid tan-
nery waste is based on the utilization of chromium
components contained in tannery waste, such as
chrome-plated leather trimmings or sludge from incin-
eration. The main stages of the process include: tan-
ning of leather waste, which involves fixing the protein
structure of collagen to prevent decay and provide
strength and elasticity, and obtaining filter cake after
tanning, which is a dense precipitate consisting mainly
of insoluble chromium complexes associated with or-
ganic residues. This precipitate can accumulate in
sludge or be present as residues on the processed ma-
terials. Filter cake is characterized by a high content of
Cr(1ll) in the form of oxides or coordination compounds,
which makes it a potential raw material for further chro-
mium recovery in production. To isolate filter cake from
leather waste, mechanical methods (filtration or centrif-
ugation) are used to separate the dense precipitate
from the liquid phase containing dissolved chromium
compounds. The resulting precipitate (filter cake) can
be subjected to additional heat treatment (e.g., drying)
to remove residual moisture and reduce organic impu-
rities. This improves the quality of the filter cake, which
contains a high percentage of Cr(lll) in the form of ox-
ides. Pure filter cake can serve as a valuable raw ma-
terial for further chromium recovery, for example, it can
be used to produce high-carbon ferrochromium alloys
or as a component for the manufacture of other chem-
icals used in the tanning of new raw materials. Data on
similar technologies for extracting chromium from
leather waste confirm the effectiveness of thermal and
chemical methods for producing filter cake [3]. Thus,
the process of producing filter cake includes the prep-
aration of waste after tanning, separation of dense pre-
cipitate and its further processing to obtain a product
that can be effectively used for chromium processing
and alloy production.

Objective. To obtain a powder, which is considered
to be a chromium concentrate (yield by weight 15-
18%), from press-filiration residue (filter cake) by
means of heat treatment.
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Methods. To evaluate the effectiveness of the de-
veloped technological process in terms of the yield of
8% chromium oxide by weight after firing and obtaining
chromium concentrate in the form of a finely dispersed
powder by heat treatment.

Results. The production of chromium alloys from
the solid residue of leather goods production is an im-
portant component of environmentally friendly and ef-
ficient waste management in modern metallurgy. The
residues generated during leather processing, particu-
larly after tanning, contain a significant amount of chro-
mium in the form of various chromium compounds that
require processing to reduce their toxicity and efficient
use in industrial production. Recycling this waste to
make chromium alloys not only reduces the negative
impact on the environment, but also creates additional
economic opportunities, as the resulting chromium
compounds can be used in metallurgy, including for the
production of stainless steel.

The first stage of processing involves the collection
and preparation of solid waste containing chromium,
such as solid tannery residues containing tanning
agent residues, as well as liquid waste with chromium
salts. In this study, the press-filtration residue (filter
cake) of the water purification process of the tanning
cycle was selected as the basic raw material contain-
ing chromium (Fig. 1). Due to the use of the basic chro-
mium sulfate crystallohydrate compound Cr2(SO4)3)-
nH20 (n = 3, 6, 9, 12, 14, 15, 17, 18) in the solution,
the filtrate has a sufficiently high concentration of chro-
mium. Table 1 shows the chemical composition (on a
dry weight basis), and Table 2 shows the results of the
calorific value of the filter cake.

Fig. 1. Press-filter residue from the water treatment of
the leather tanning process.
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Table 1 - Chemical composition of press filter cake (filter cake).

Na20 MgO Al203 SiO2 P20s

SO2 CaO Cr203 Fe203 LE*

0.6-1.0 |0.5-0.8 |0.5-09 |0.4-0.8 |0.1-0.4

14-1.8 |2.8-5.0 |9-36 1.5-2.0 |55-85

*The LE designation indicates the content of organic compounds and substances.

The total humidity of the filter cake is 25-30%.

Due to the presence of organic substances (animal
fat residues, epithelium, tissues, etc.), filter cake has
calorific properties that should be taken into account in
the overall heat balance of thermal firing processes.

The data on the calorific value of filter cake are given
in Table 2 (the studies were conducted using a calori-
metric bomb).

Table 2 - Results of the study of the calorific value of the cake.

Name of the characteristic Meaning

Heat of combustion MJ/kg kcal/kg
Higher calorific value of the analytical sample 2.21 527
Higher calorific value in dry condition 2.53 605
Lower calorific value of the analytical sample 1.27 302
Lower calorific value in dry condition 1.82 434

At the first stage of the process firing, the filter cake
solid waste is cleaned of contaminants and foreign ma-
terials, and then crushed to a fine state, which in-
creases the efficiency of further processing stages.
Mechanical methods, such as grinding or fractionation,
can be used to prepare the material for the next ther-
mal processing process.

Fig. 2. Complex for firing leather production waste.

Table 3 shows the mode and results of laboratory
firing with the determination of temperatures and spe-
cific mass loss. The resulting fired material is a crumbly

Table 3 - Firing modes of the studied raw materials.

Rotary kilns are one of the key types of equipment
for the heat treatment of solid tannery residues con-
taining chromium compounds, which ensure efficient
burning, conversion of chromium into a form suitable
for metallurgical processing (Cr,O) and removal of or-
ganic impurities (Fig. 2).

e

i
— Vi,
\» N D .
< —N— 3

powdery material of dark green color. Fig. 3 shows a
photo of the appearance of the fired material, and Ta-
ble 4 shows the chemical composition.

Sample Temperature. Crucible weight, g Weight loss

number exposure time, °C to after g %

1 200 79.00 78.18 0.82 4.00
2 300 76.74 75.10 1.64 8.00
3 400 80.67 77.73 2.94 15.00
4 500 80.96 77.73 4.92 25.00
5 600 77.79 71.38 6.41 32.00
6 700 81.12 72.88 8.24 41.00
7 800 81.61 70.84 10.77 54.00
8 900 77.42 65.45 11.97 60.00
9 1000 77.34 64.60 12.74 64.00
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Fig. 3. Annealed chromium concentrate.

Table 4 - Generalized chemical composition of roasted chrome concentrate.

Na20

MgO

Al2O3

SiO2

P20

SOe

CaO

Cr203

Fe203

others

2.0-3.0

1.5-2.5

1.3-1.8

0.5-0.9

0.4-0.7

2.5-3.5

6.0-9.0

78-83

2.0-3.5

0.1-0.5

The fired material was also examined to determine
the list of inorganic compounds, crystalline phases de-
tected in the bulk of the sample, by powder X-ray dif-
fraction. The X-ray diffraction patterns were recorded

in the range of 26=5-70°

Irel
1000

using a DRON 3M

diffractometer (Burevestnik, St. Petersburg) with CuKa
and CoKa radiation (A=0.15418 nm and A=0.1789 nm,
respectively) and a Ni filter. The recorded diffracto-
grams are shown in Figs. 4-6.
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Fig. 4. Powder X-ray diffractogram, registered on CuKa radiation, of the main part of the sample (gray-green
granules) with the results of comparison of signals with the crystallographic database.
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(gray-green granules).

Powder X-ray diffractography revealed that the
bulk of the sample consists mainly of substances that
have a disordered structure or are composed of very
small crystallites.

In addition, the main part of the sample contains
crystalline phases of chromium oxide Cr203 and halite
NaCl, the crystalline phase of halite is expressed by
intense signals, and the crystalline phase of chro-
mium oxide is expressed by less intense and slightly
larger signals, indicating a small amount of crystalline
oxide and relatively small sizes of its particles or crys-
tallites.

85.00

5. Powder X-ray diffractogram, which is registered on CoKa radiation, of the main part of the sample

Conclusions. In this work, the materials studied
were the residues of press-filtration (filter cake) pulp
from the tanning cycle in the technology of leather
products production, due to the use of basic chromium
sulfate, which is a valuable raw material for the isola-
tion of chromium-containing compounds. Heat treat-
ment is the main technological method for enriching
the material in terms of chromium content. The pro-
cessing temperature of the raw filter cake should be at
least 700 °C. The powder yield, which can be consid-
ered a chromium oxide concentrate (COC), is in the
range of 15-18% with a chromium oxide 7 Cr203 con-
tent of 0-80%.
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Abstract. The analysis of regulatory documents on the chemical composition and level of mechanical properties of aus-
tenitic high-manganese steel 110G13L for turnouts is performed. Using mathematical methods of statistics, correlation
dependencies of the influence of impact toughness values on the strength characteristics of the metal are obtained. It is
established that the values of tensile strength o, and impact toughness ay are decisive factors for a set of strength-viscosity
properties of castings made of steel 110G13L. The rational composition of the metal is substantiated, taking into account
the manganese content (=12%) and the ratio of manganese to carbon (10.56-13.60) for the production of metal castings
of group | according to GOST 7370-98.

Key words: turnouts, steel 110G13L, chemical composition, mechanical characteristics.

The publication is prepared based on the results of the project 2023.04/0037, "Development of a technology for remelting
scrap military equipment in order to preserve valuable alloying elements in the smelting of special functional steels,"
funded by the National Research Foundation of Ukraine from the state budget.

AHomauisi. BukoHaHO aHaniz HopmamugHux 00KymeHmie 00 XiMiyHO20 ckrady ma pieHsi MexaHiYHUx eracmusocmel
aycmeHimHoi sucokomapaaHuyesoi cmari 11013/1 dna cmpino4yHux nepeknadie . 3 suKOpucmMaHHsIM MameMamu4yHUX
mMemodie cmamucmuKu, ompuMaHi KopensyilHi 3anexHocmi ernnusy 3Ha4eHb yOapHOI 8'a3Kocmi Ha xapakmepucmuku
MiyHocmi memarny. BcmaHoeneHo | o 3HadYeHHs1 Mexi MiuHoCmi O, ma ydapHOi 8'a3kocmi a, € supiwanbHUMU ¢hakmo-
pamu Orisi KOMIIeKkcy MIUHO8’I3KOCmHuUX ernacmueocmeli sunuekig i3 cmani 110M13/1. O6rpyHmosaHo pauioHanbHull
cknad memarty 3 ypaxyeaHHsIM emicmy mMapaaHuyto (=12%) ma siOHoweHHs emicmy MapaaHuto 0o syaneyto (10,56-13,60)
Ons1 supobHuymea memary susnuskig | epynu 3a FOCT 7370-98.

Knroyoei cnoea: cmpinouHi nepeknadu, cmanpe 110 13/1, ximiyHul cknad, MexaHiuyHi xapakmepucmuku.

My6nikauis nigrotoBneHa 3a pesynbtatamu npoekTy 2023.04/0037 “Po3pobka TexHonorii nepennaBy 6pyxTy BiNCbKOBOT
TEXHIKN 3 MeTOoto 36epexXeHHs1 LOPOroBapTICHUX NErYUNX eNnemMeHTIB Npy BUNMaBLi cTanen cnewiansHoro dyHKuioHanb-
HOro Npu3HayeHHs”, npodiHaHcoBaHUM HaujioHanbHUM hoHAOM AochimxeHb YKpaiHM 3a KOLWTU AepXXaBHOro BoaxeTy.

Introduction. The main operating conditions of rail-
way transportation, characterized by a rapid increase
in load stresses, dynamic loads, and train speeds, im-
pose high demands on the metal quality of the upper
track structure elements, especially on railway turn-
outs. One of the methods for improving the metallo-
physical properties of railway turnouts is the optimiza-
tion of the metal’'s chemical composition to enhance its
mechanical strength.

Therefore, research aimed at stabilizing the metal’s
chemical composition by regulating the ratio of the
main alloying elements has significant practical value
for the production of railway metals.

Analysis of the operating conditions of the rail-
way'’s upper track structure. Operation of the cross-
shaped element under moving load due to its construc-
tive features has significant differences depended
upon the rail operation and other turnouts elements.
The behavior of the cross-shaped element under

moving loads, due to its structural characteristics, var-
ies significantly depending on the operation of the rail-
way tracks and other turnout components.

The rolling trajectory over the frog has a gradient of
up to 30—40° or more; therefore, even at low travel
speeds (40-50 km/h) and moderate axle loads, the
level of dynamic impact on the frogs is several times
higher than that on the rails.

In the case of high travel speeds the rolling process
from the wing rail to the crossing nose usually accom-
panies of the wheel lifts from the crossing nose and
sequent impact loads which describing of the high level
of dynamic effect. At high travel speeds, the rolling pro-
cess from the wing rail to the crossing nose is usually
accompanied by wheel lifts from the crossing nose and
the resulting impact loads, which reflect the high level
of dynamic effects. As the wheels roll over the frog,
complex contact conditions between these elements
also arise. The width of the contact surfaces averages
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5—7 mm, which is almost 10 times smaller than on the
rails. Therefore, the overall level of contact stress in the
frog rolling area is extremely high. The average value
of tangential stresses at different periods of frog oper-
ation reaches 1715-2254 MPa, while the maximum
value ranges from 2744 to 3626 MPa.

Literature Analysis and Problem Statement. In
recent years, the issue of improving the durability of
railway superstructure elements, particularly railway
turnouts, has attracted considerable attention from re-
searchers in various countries. In modern studies, the
main focus has been on investigating microstructural
changes, wear resistance, and the influence of the
chemical composition of high-manganese steels on
their operational properties.

Let us consider a number of recent investigations.
In study [1], the mechanisms of dynamic recrystalliza-
tion in high-manganese steels of types 70Mn17 and
120Mn13 were examined, and the microstructural
transformations of high-manganese steel under the in-
fluence of friction and wear were analyzed. This made
it possible to determine the effect of friction and tem-
perature on the stability of the austenitic structure.

In study [2], a numerical model of wear in turnout
elements under high-speed train movement was pro-
posed, taking into account normal and tangential con-
tact stresses. This approach enables the modeling of
wear processes in turnout zones using contact models
that consider both normal and tangential interactions,
as well as train dynamics and rail profile renewal. The
results demonstrate that stress-based models allow
more accurate prediction of wear in turnout compo-
nents.

Particular attention has also been paid to the issues
of detecting structural defects and residual stresses.
Thus, in study [3], modern non-destructive testing
methods—specifically X-ray diffraction—were applied
to analyze the stress—strain state of high-manganese
railway crossings after service. Important data were
obtained for assessing material degradation, crack ini-
tiation mechanisms, and the influence of residual
stresses on durability.

In addition, studies [4] and [5] investigated the ef-
fect of manganese content on the microstructure and
plastic properties of U71Mn-type steels, as well as
models of plastic deformation and wear of the nose
section of crossings. Publication [4] examines the influ-
ence of manganese concentration on the microstruc-
ture and mechanical properties of welded U71Mn rail
joints, with particular attention to the role of MnS inclu-
sions in crack initiation and the long-term performance
of welds. This provides a valuable analogy regarding
the influence of alloying and impurities on structural
and mechanical properties.

In study [5], a semi-physical model was proposed
to predict deformation and wear of the turnout nose
without complete finite element modeling. Such a
model is useful for engineering assessment and long-
term performance analysis of turnout components.
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Consequently, studies [4-5] confirm the importance of
optimizing the ratio of basic alloying elements (Mn/C)
to ensure high strength and impact toughness.

The study conducted at Sheffield Hallam University
[6] analyzes the mechanisms of spalling formation on
high-manganese railway crossings under cyclic wheel
loading, revealing typical failure mechanisms closely
related to the subject of this work.

Thus, the results of recent research are consistent
with the objective of the present study — optimization
of the chemical composition of 110G13L steel to im-
prove the metallophysical characteristics of cast com-
ponents used in railway turnouts.

Aim and Objectives of the Study. To determine
the influence of variations in the chemical composition
of turnout metal on the mechanical properties of metal
products and to optimize the ratios of the main alloying
elements in high-manganese steel in order to enhance
the metallophysical properties of the elements of the
upper track structure.

Research Methods. Analytical studies were con-
ducted using statistical methods to process the me-
chanical property data of castings made from 110G13L
steel, depending on variations in the chemical compo-
sition of the metal.

Scientific Significance. The influence of each me-
chanical property indicator on the strength and plastic-
ity of high-manganese steel castings has been deter-
mined.

Practical Significance. Rational alloying of the
metal within the grade composition of 110G13L steel
ensures a high level of mechanical properties of the
upper track structure metal in railway transport.

The high level of dynamic effects and the small size
of the contact surfaces in the wheel rolling area over
the frog lead to a relatively rapid loss of serviceability,
which occurs as a result of the formation of contact-
fatigue damage, unacceptable from the perspective of
train operation safety. In domestic practice, monolithic
railway frogs and turnout crossing noses are manufac-
tured from austenitic high-manganese steel of grade
110G13L, the chemical composition of which, accord-
ing to the requirements of the interstate standard
GOST 7370-98 [7] and the regulatory documents of
several countries, is presented in the table.

According to the data presented in Table 1, steel
produced in foreign countries is characterized by nar-
rower ranges of both main (Mn, C, Si) and impurity (P,
S) elements. In foreign grades of steel, the manganese
content varies within narrower limits — from 11.0% to
14.5%. In domestically produced high-manganese
steel, silicon content ranges from 0.30% to 0.90%. Sil-
icon displaces carbon from the solid solution and pro-
motes the formation of large iron—manganese carbides
inside the austenitic grains and, which is particularly
dangerous, along their boundaries. An increased con-
centration of silicon in steel with average carbon and
manganese content leads to the formation of a den-
dritic structure in the castings.

11



ISSN 1028-2335 (Print)
Teopis i npakmuka memanypeii, 2025, Ne 2
Theory and Practice of Metallurgy, 2025, No. 2

Table 1. Chemical Composition of High-Manganese Steel 110G13L [7, 8].

State/standard Mass fraction of the chemical element
C Mn Si S P

GOST 7370-98 1,0-1,30 11,50-16,50 0,50-0,90 0,02 0,09
Czech Republic /CSN 422920 1,1-1,5 12,0-14,0 <0,7 <0,005 <0,1
Germany/SEW 395* 1,1-1,3 11,5-13,5 <0,5 <0,003 <0,06
Romania/STAS 3718 1,25-1,4 12,5-14,5 <1,0 <0,005 <0,11
Poland /PN/H83160** 1,0-1,4 12,0-14,0 0,3-1,0 <0,003 <0,1
Finland/SFS 380 1,05-1,35 11,0 <1,0 <0,003 <0,07
Japan, JLS G 5131(81) 0,9-1,3 11,0-14,0 <0,05 <0,10
Sweden/SS 1,0-1,35 11,0-14,0 <1,0 <0,06 <0,08
Spain/UNE 36253-71 1,0-1,4 11,5-14,0 <1,0 <0,06 <0,1
Great Britain/ /BS3100(91) 1,0-1,35 11,0 <1,0 <0,05 <0,06
Italy/ 3160(83) 1,0-1,4 10,0-14,0 <1,0 <0,05 <0,1
China/5680-85 1,1-1,5 11,0-14,0 <1,0 <0,05 <0,1
USA (ASTM A 128-64) 1,05-1,35 11,5-14,0 0,3-1,0 <0,050 <0,09

*Germany/SEW 395 Al cont. 0,055%, ** Poland/PN/H83160 cont. Cr < 1,0,

*** Romania/STAS 3718 cont. Ni <0,88

The strength level and plastic properties, as well as
their correlation - including the wear resistance—of
high-manganese steel are determined by its chemical
composition, the steelmaking method, heat treatment,
and a number of other uncontrolled factors (such as
the content of non-ferrous metal impurities, gases,
etc.). The technical specifications of manufacturing
plants allow fairly wide ranges in the content of basic

manganese, silicon, sulfur, and phosphorus), which in
most cases is not entirely justified and is one of the
causes of instability in the mechanical property values.

The physicomechanical characteristics of cast
metal made of steel grade 110G13L, depending on the
indicators of mechanical properties according to GOST
7370-98, determine its classification into one of three
quality groups (Table 2).

and impurity elements in

the metal

(carbon,

Table 2. Mechanical Properties of 110G13L Steel [7]

Name of the Indicator

Mechanical Properties of Grouped Metals

Tensile strength, o»,, H/mm?

(kgf/mm?)

more 880 (90)

From 780 (80) to 880 (90)
inclusive

From 690 (70) to 780 (80)
inclusive

Mexa nnuHHOCTI, O o2, H/mm?

(kgf/mm?) no less 355 (36) 355 (36) 355 (36)
Yield strength, 8,% More 30 More 25 to 30 inclusive From 16 to 25 inclusive
Elongation, y,% More 27 More 22 to 27 inclusive From 16 to 22 inclusive

Impact toughness, KCU , J/sm?
(kgf-m / sm?)

More. 2,5 (25)

More 2,0 (20) go 2,5 (25)
inclusive

From 1,7(17) to 2,0(20) in-
clusive

Frogs with cast components made of high-manganese steel of Group 1 are used on main railway tracks in
sections with the highest traffic load. To determine the influence of each mechanical property parameter on the
strength and plastic characteristics of the metal, a correlation analysis of the physicomechanical properties of
110G13L steel was carried out. For this purpose, based on industrial data (200 heats), the coefficients of pairwise
correlation were calculated (Table 3). The analysis of the statistical significance of the correlation coefficients
showed that there are strong linear relationships between the parameters (ob, 0o.2, 8, Y, KCU).

Table 3. Pairwise Correlation Coefficients of the Mechanical Properties of Currently Produced 110G13L Steel.

Pairwise

correlation Rank of
Mechanical coefficient ob 002 5 v KCU Importance
properties
Ob 1 0,95 0,89 0,94 0,98 2
00,2 0,95 1 0,58 0,48 0,93 5
0 0,89 0,58 1 0,96 0,91 3
V)] 0,24 0,48 0,96 1 0,94 4
KCU 0,98 0,93 0,91 0,94 1 1
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Since impact toughness ranks first in the order of
significance, the KCU indicator is a general property
that makes it possible to calculate ob, 002, 6, and g
based on the KCU value using the following expres-
sions:

Ob - 334,25 KCU + 20,5 1)
002= 201,60 KCU 18,7 )
5=7,1KCU+6,38 3)
y = 7,645 KCU + 7,01 (4)

In addition to the chemical composition and physi-
comechanical properties of 110G13L steel, one of the
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most important acceptance characteristics is the met-
allophysical structure of the metal — a homogeneous
austenitic structure without the formation of iron—-man-
ganese carbides [Mn, Fe];C and carbophosphides.
The presence of residual carbides (carbophosphides)
in the structure of 110G13L steel leads to casting fail-
ures due to chipping. The metallophysical structure of
austenitic manganese steel is determined by the tem-
perature—time conditions of the steel’s structural trans-
formations (Fig. 1).
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Fig. 1. Thermokinetic diagram of austenitic manganese steel (C — 1.29%, Mn — 13.3%). Austenitization at
1050°C for 15 minutes [9]: C — grain boundary carbide; H — needle-shaped carbide; P — pearlite

Reducing the carbon and manganese content to
their minimum values within the grade chemical com-
position leads to an increase in the critical points Acs,
A3, and Ar; by 10-30°C. Conversely, increasing the C
and Mn concentrations up to the grade limits lowers
these temperatures by 10-30°C.

At PJSC Dniprovskyi Switch Plant [10], heat treat-
ment is carried out according to the following regime:
heating and prolonged isothermal holding at 1050—
1100°C for 4—6 hours, depending on the weight of the
product, followed by water quenching to obtain a ho-
mogeneous austenitic structure. During very slow cool-
ing of the steel, precipitates of [Mn, Fe];C carbide are
formed.

Since manganese and carbon are the primary ele-
ments in the grade composition of the steel, determin-
ing the phase structure of the metal and its associated
mechanical properties, the primary objective of the
steelmaking process for frogs is to maintain a con-
trolled content and ratio of these elements to produce
castings with enhanced mechanical properties of
Group 1 according to GOST 737.

A statistical analysis was performed on a dataset of
the chemical composition and mechanical properties

of industrial steel melts, with a sample size of 300
heats. It was determined that steel with a manganese
content of 15.5% could belong to the third quality group
based on mechanical property indicators, while steel
with a manganese content of 12.1% corresponds to
the first group. As a result of the statistical processing,
frequency distribution characteristics of manganese
content and the Mn/C ratio were constructed. The re-
sults are presented in Table 3, from which it follows that
the frequency distributions of Mn and the Mn/C ratio
are close to a normal distribution of a random variable.

The data presented in Table 4 show that the largest
number of melts (42.12%) in the studied dataset have
manganese content limits of 13—14%.

Statistical processing of the data showed that the
majority of melts in the sample (=89%) have a
[%Mn])/[%C] ratio within the range of 10-13, with
45.99% of melts falling within the ratio 11.0 <
[%Mn]/[%C] < 12.0. The least common ratios are 9.0 <
[%Mn]/[%C] < 10.0, accounting for only 4.33%, and
13.0 < [%Mn]/[%C] < 14.0, accounting for 5.99% (Ta-
ble 4). It should be noted that the [%Mn]/[%C] ratio for
the first quality group lies within 10.56—13.50; for the
second group, within 9.74—-14.63; and for melts of the
third quality group, it ranges from 9.30 to 13.45.
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Table 4. Specific Fraction of Steel 110G13L Melt Groups Depending on [Mn] Content, % and the Mn/C Indicator.

Grouping of Melts |Number | Specific Fraction of the | Grouping of Melts [Number | Specific Fraction of the
by Manganese | of Melts, | Melt Group of the Total |with Respect to|of Melts, |Melt Group of the Total
Content, wt.% pcs Number of Melts, % [%Mn]/[%C] pcs Number of Melts, %
11,0 <X<12,0 18 5,99 9,0<X<10,0 13 4.33

12,0 <X=<13,0 86 29,67 10,0<X<10,0 61 20,33

13,0 <X<14,0 134 42,12 11,0 <X<12,0 138 45,99

14,0 <X<15,0 50 16,67 12,0 <X<13,0 68 22,66

15,0 <X<16,0 8 2,67 13,0 <X<14,0 18 5,99

16,0 <X<17,0 4 1,33 14,0 <X<15,0 2 0,7

Total 300 100 Total 300 100

When selecting the chemical composition of
110G13L steel for specific groups of castings, it is nec-
essary to take into account the influence of carbon and
manganese content within the grade composition on
the mechanical property indicators. With a rational al-
loying regime, a significant reduction in manganese
consumption is possible while maintaining or even im-
proving the mechanical properties of the steel.

Conclusions. An analysis of regulatory documents
concerning the chemical composition and mechanical
property levels of austenitic high-manganese steel
110G13L for railway turnouts has been performed.

Using mathematical methods of statistics, correla-
tion dependencies describing the influence of impact
toughness values on the strength characteristics of the

metal were obtained. It was established that the tensile
strength (ov) and impact toughness (ax) values are the
determining factors for the complex of strength and
toughness properties of castings made of 110G13L
steel.

A rational metal composition has been substanti-
ated, taking into account the manganese content
(=12%) and the manganese-to-carbon ratio (10.56—
13.60), for the production of cast steel components of
Group | according to GOST 7370-98.
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Preparation of rolled products for processing at a pipe rolling unit

Yepiwomos 10.., Jo6psk B./., Ma3yp LA., Yepromos /1.10.
ITlinroroBka po3kary no nepeaijiax TpyoonpoKaTHOro arperara

Abstract. Purpose. The aim of this work is to examine rolling processes with variable deformation modes by transferring
part of this deformation from the mill under consideration to the preceding mill, as well as to develop a process for pre-
paring the billet ends by transverse planetary burnishing with idle rolls. Methodology. Using the slip-line method, the
forces acting on the idle rolls during transverse planetary burnishing of the billet end, as well as the torque and power of
the burnishing process, were determined. The thinning of the wall at the front end of the billet during its preparation by
transverse planetary burnishing with idle rolls was analytically established. Findings. One of the main reserves for further
increasing productivity, saving metal, and improving geometric dimensions in the production of hot-rolled seamless pipes
is the use of variable deformation modes across the wall thickness. Examples of additional operations carried out on
various pipe-rolling mills are considered, demonstrating their high efficiency. For the design of a method for preparing the
front ends of billets, planetary rolling processes applied in pipe-rolling production were analyzed. Originality. The method
of transferring part of the deformation from the main mill to the preceding mill has been further developed, which signifi-
cantly improves rolling conditions in the main mill and enhances its performance indicators. Practical value. The process
of transverse planetary burnishing of billet ends appears highly promising and warrants further research and development.
The results of this work can be applied in selecting the most rational method of metal preparation for rolling, taking into
account the specific technology of a given pipe-rolling mill.

Key words: hot-rolled pipe, pipe-rolling mill, billet, mandrel, plug, end preparation, skew rolling piercer, transverse plan-
etary burnishing, slip-line method, rolling force, rolling torque, rolling power, productivity.

AHomauis. Mema. Memoto ujiei pobomu € A0CniOXKeHHs Mpouecie npokamku 3i 3MiHHUMU pexxumamu degbopmauii winsi-
Xxom nepedayi yacmuHu uiei 0egpopmauii 3 po3arssHymoao cmaHy Ha nonepeoHit, a makox po3pobka rpouecy nid2omo-
8KU Mopuie 3a20moe8oK MONepeyYHUM rniiaHemapHUM euariadxysaHHsIM xornocmumu eankamu. Memoduka. 3a doromo-
2010 MemoOy Ko83aHHS 8U3Ha4asnucs cunu, wo Oiromb Ha X0rl0cmi 8anku nid Yac rornepeyHo2o rniaHemapHo20 euena-
OKysaHHsI MOPUS 3a20MO8KU, @ MakoX KpymHUl MOMEeHm i MomyXHicmb rpouecy guanadxysaHHs. AHanimu4Ho ecma-
HOB/1EHO CMOHWEeHHS1 CMIHKU Ha nepedHbOMY KiHUj 3a20moeKu ri0 yac ii nid2omoeskKu rnornepeyHuM riaHemapHUM guana-
OXysaHHsIM xornocmumu eankamu. Pesynsmamu. OOHUM 3 OCHOBHUX pe3epsig nodanbuwio2o rnid8uLeHHs npodykmue-
Hocmi, eKoHOMIT Memarsy ma MoKpauw,eHHs1 2eoMempuYHUX po3mipie y 8upobHUUMBsi eapsiyekamaHux 6e3wosHuUxX mpyb e
8UKOpUCMAaHHS 3MIHHUX pexxumie deghopmauii Mo mosuwuHi cmiHku. PosansHymo npuknadu dodamkosux onepauil, wo
BUKOHYHOMbCS Ha Pi3HUX MpPybornpokamHux cmaHax, wo 0eMOHCMPYomb iX 8UCOKY echekmusHicmb. [ris po3pobku me-
mody nid2omosKu rnepedHiXx mopuyie 3a20moeoK MpoaHai3o8aHo Mpouecu nnaHemapHoi Npokamku, Wo 3acmocosy-
tombcsi 8 mpybornpokamHomy eupobHuumsi. OpuziHanbHicmb. Po3pobneHo memod nepedayi yacmuHu deghopmauii 3
OCHOBHO20 cmaHy Ha rornepedHil, W0 3Ha4HO MOKpaulye yMo8U MpoKamku 8 OCHOBHOMY cmaHi ma nidsuwye tio2o npo-
OykmueHi nokasHuku. lMpakmuyHa yiHHicms. [pouec nonepe4yHo2o nnaHemapHoOeo 8uanadxyeaHHs1 mopuie 3a2omo-
80K € Oy»xe nepcriekmusHuM i mompebye nodanbuwux 0ocnidxeHsb i po3pobok. Pesynbmamu uiei pobomu Moxyms 6ymu
3acmocosani npu subopi Halbinbw payioHarbHO20 Memody nid2omoeku memariy 00 MPoKamkKu 3 ypaxyeaHHsIM crieyu-
piku mexHornoeii daHo2o0 mpybonpokamHo2o cmakHy.

Knroyoei cnosa: 2apsisekamaHa mpyba, mpybornpokamHull cmaH, 3a2omoeka, onpaska, rnpobka, nideomoska mopujis,
KoconpokamHut npobusHuli cmaH, nornepeyvHe raHemapHe guanadxysaHHsi, Memod KO83aHHSI, cuna rnpoKamku, Kpym-
HUl MOMEeHM MPOKamKuU, cura npokamku, npodyKmMuUeHICMkb.

Introduction. The production of hot-rolled seam-
less pipes of a wide dimensional and grade range is
carried out on various pipe-rolling mills (PRMs), the
characteristics of which are defined by the main rolling
mill, which deforms the billet on a mandrel into a rough
pipe. Different types of rolling mills are known, includ-
ing pilger mills, continuous mills, automatic mills, Assel
three-roll mills, rail mills, Disher mills, and others [1].
The bulk of hot-rolled pipe production is performed on
PRMs equipped with pilger, continuous, automatic,
and Assel three-roll mills.

One of the principal directions in the advancement
of metallurgy worldwide is resource conservation and

environmental protection [1], which necessitates the
improvement of existing technological processes as
well as the creation of new ones, in line with scientific
and technological progress. Due to intense competi-
tion in global pipe markets, the key indicators of pro-
duction efficiency are competitive cost and product
quality.

Studies conducted in [2] have shown that one of the
main reserves for further increasing productivity, sav-
ing metal, and improving dimensional accuracy in the
production of hot-rolled seamless pipes is the use of
variable deformation regimes across the wall thick-
ness. In particular, variation of wall thickness along the
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pipe length in mills incorporated into PRMs of different
types can be realized either by adjusting the roll gap or
by shifting the mandrel during rolling. The method of
transferring part of the deformation from the main mill
to the preceding mill has been further developed,
which significantly improves rolling conditions in the
main mill and enhances its performance indicators. Ex-
amples of such technology include various operations
for preparing the front and rear ends of billets and
shells prior to pipe rolling.

In general, the technological process in a PRM con-
sists of four production modules (fig. 1): module 1 —
metal preparation for rolling; module 2 — billet piercing
to obtain a hollow shell; module 3 — rolling of the rough
pipe; module 4 — production of the finished pipe.

Each module includes the following main opera-
tions:
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Module 1: 1.1 — division of the billet into measured
sections; 1.2 — heating of the billet to the hot defor-
mation temperature; 1.3 — hydraulic scale removal;

Module 2: 2.1 — piercing of the billet into a shell on
a skew-roll mill; 2.2 — piercing of the billet into a cup on
a press and subsequent elongation; 2.3 — preheating
of the hollow billet (cup);

Module 3: 3.1 — rolling of pipes on various mills of
periodic (pilger) and longitudinal (automatic, continu-
ous, etc.) rolling; 3.2 — rolling of pipes on screw rolling
mills (Assel, Diescher, and planetary mills); 3.3 — addi-
tional reeling of pipes;

Module 4: 4.1 — heating of pipes; 4.2 — calibration
(reducing, reducing with stretching); 4.3 — hot and cold
straightening of pipes.

S 4

/ /
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Figure 1 — Generalized technological scheme of pipe production on PRM of various types.

Features of pipe production on different PRMs [1].
The process of producing pipes on PRMs with pilger
mills has gained widespread use worldwide for manu-
facturing pipes with outer diameters ranging from 60
mm to 800 mm, which is determined by the roll diame-
ters of the pilger mill. These units allow the production
of pipes from various types of initial billets, including
ingots from stationary casting, continuously cast billets
(CCB), as well as centrifugally cast, rolled, forged, and
other billets. One of the advantages of producing pipes
on these PRMs is the possibility of obtaining thick-

walled pipes of considerable length, as well as profiled
pipes made from various steels and alloys. On PRMs
with pilger mills, it is economically feasible to produce
both small and large batches of pipes. At the same
time, this process is characterized by increased metal
consumption due to technologically unavoidable
losses in the final trim: the starter and pilger head.

The average value of the metal consumption coef-
ficient (MCC) for hot-rolled oil pipelines and general-
purpose pipes, according to SE “UkrDIPROMEZ’ is
presented in table 1.

Table 1 — MCC (t/t) for hot-rolled oil pipeline and general-purpose pipes on different types of PRMs
. With automatic mill . . . With three-roll roll- | With continuous mill
Type of pipes «140» With Pilger mill ing mill «30-102»
Carbon 1,067-1,083 1,20 1,060 1,066-1,077
Alloyed 1,087-1,103 1,24 1,080 1,087-1,091
High-alloy 1,107 1,32 1,100 -

According to the data presented in table 1, the high-
est metal losses are observed on PRMs with pilger
mills, which is associated with the presence of the
starter and pilger head, which are removed during roll-
ing. In this case, metal losses in the starter account for
20-25%, and in the pilger head 75-80% of the total
technological trim on the pilger mill. The main metal

loss in the trim occurs during the rolling of thin-walled

g = 12,5 + 40,0 and extra-thin-walled % > 40,0 pipes.
On PRMs with Assel three-roll mills, pipes are ob-

tained with a ratio §< 11,0, that results in an MCC

value significantly lower than on PRMs with pilger mills.
These pipes are mainly used as billets for the produc-
tion of ball bearings.
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PRMs with automatic mills have gained the widest
global use due to their versatility in producing pipes of
a wide range of sizes and grades. They are economi-
cally feasible for rolling both large and small batches of
pipes. The MCC values on these PRMs are compara-
ble to those on continuous mills and three-roll mills.

Over the last 50 years, PRMs with continuous mills
have experienced the greatest development worldwide
due to their high productivity, high pipe quality, and de-
gree of automation. They are used to produce high-
precision pipes with diameters up to 426 mm.

Increased metal losses during pipe production on
PRMs with automatic and continuous mills occur when
using the pipe reducing technology with stretching,
which leads to increased trimming of thickened pipe
ends.



Problem statement. Further improvement of the
hot-rolled seamless pipe production process to en-
hance its technical and economic performance is as-
sociated with the use of variable deformation modes
by adjusting the main rolling parameters, as well as by
transferring part of the deformation from the main mill
to the preceding mill.

Aim and objectives of the research. The aim of this
work is to consider the second approach, analyze so-
lutions for preparing the ends of the billet on different
PRM mills, and develop a process for preparing billet
ends using planetary rolling with idle rolls.

Research results. To improve the hot-rolled pipe
production process on different types of PRMs, it is ad-
visable to perform additional operations on the
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preceding mill to reduce deformations on the mill under
consideration. A structural diagram of the main opera-
tions on the PRM is shown in fig. 2. The main opera-
tions include the following: 1 — preparation of the billet
for piercing on a skew-roll mill; 2 — piercing of the billet
into a shell on the skew-roll mill; 3 — rolling of the shell
into a rough pipe (first pass); 4 — rolling of the rough
pipe (second pass); 5 — production of the finished pipe.

Let us consider the use of additional operations per-
formed on the preceding mill to improve the rolling pro-
cess on the main (subsequent) mill. The additional op-
erations listed are not exhaustive, as the number of
such operations is quite large. New additional opera-
tions allow the expansion of the structural diagram pre-
sented in fig. 2.

\ij
|
EAN

Figure 2 — Structural diagram of the main operations on the PRM with metal preparation in preceding opera-

tions

Preparation of the billet for piercing on the skew-roll
mill: 1.1 — profiling of the ends and centering of the bil-
let faces; 1.2 — preliminary upsetting of the CCB on the
radial-shear rolling mill (RSR); 1.3 — profiling of the cy-
lindrical surface of the billet.

Piercing of the billet into a shell on the skew-roll mill:
2.1 — preparation (profiling) of the shell ends; 2.2 —
preparation of the rear ends of the shells; 2.3 — obtain-
ing shells with longitudinal wall thickness variation.

Rolling of the shell into a rough pipe (first pass):
3.1 —rolling of the pipe with thinned ends on the pilger
mill; 3.2 — thinning of the front ends of the pipes on the
automatic mill; 3.3 — thinning of the pipe ends on the
continuous mill.

Rolling of the rough pipe (second pass): 4.1 —
changing the roll gap of the rolling mill along the pipe
length.

Let us consider examples of performing additional
operations (positions 1.1-1.3, fig. 2) to improve the
piercing of the billet on the skew-roll mill.

The process of filling and releasing the deformation
zone during skew-roll piercing is accompanied by in-
tensive transverse deformation of the front and rear
ends of the billet. This is explained by the absence,
during these periods of the process, of so-called «rigid
ends» that restrain transverse deformation. As a result,
axial drawing occurs at the front and rear faces, the
magnitude of which depends on the upsetting and the
number of deformation cycles. At the end of the pierc-
ing process, the number of deformation cycles of the

metal in front of the mandrel tip increases, raising the
likelihood of opening the axial cavity. The formation of
such a cavity leads to internal defects at the ends of
the shells and pipes.

Studies [3, 4] have shown that profiling the front and
rear ends of billets with a spherical convex surface al-
lows the introduction of the necessary metal volume for
the mandrel tip, which acts as a «rigid end» and re-
strains transverse metal deformation. This improves
gripping conditions, reduces the number of defor-
mation cycles, decreases axial drawing, increases the
accuracy of the shell and pipe ends, and reduces the
number of internal end laps [5]. It should be noted that
such preparation of billet ends in the PRM line is prob-
lematic without introducing an additional operation and
installing the corresponding equipment. This can be
considered a factor limiting the implementation of such
a billet-end preparation process in production. A known
proposal for preparing the rear ends of billets during
piercing on the skew-roll mill [6] involves initially cen-
tering the front end of the billet while supporting the
rear end with an additional centering head, and center-
ing the rear end of the billet at the moment it enters the
piercing roll gap. This method of billet preparation al-
lows increasing the processing accuracy of the result-
ing products by eliminating misalignment between the
billet and the piercing axis. To center the axial drawing
at the rear end, the centering head is pressed with a
force that prevents it from pushing out of the drawing
and moves at the same speed as the billet end. This
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method improves the accuracy of the pierced product
ends and, consequently, reduces metal consumption
due to technological trimming.

At «UraINDTl», it was proposed to pierce billets
with a wavy profile on the lateral surface [7]. The inter-
mittent contact of the metal with the rolls and the fine
deformation significantly reduce the negative influence
of frictional backing forces, creating conditions for pre-
dominant metal flow in the axial direction. Experimental
studies on piercing billets with a wavy profile demon-
strated an increase in the critical upsetting by 2,8+4,0
times and a reduction of the energy-force parameters
of the piercing process by 18+30% compared to the
existing parameters for piercing cylindrical billets [7].

Let us consider examples of performing additional
operations (positions 2.1-2.3, fig. 2) to improve the roll-
ing of the rough pipe (first pass). To enhance hot pilger
pipe rolling in the unstable «starter» mode, the prepa-
ration of the front ends of shells is known to be applied
[8]. Improvement of the starter mode conditions occurs
due to the transfer of part of the metal deformation to
the preceding mill, for example, the piercing mill. This
allows reducing metal losses in the trim at the front
(starter) end of the pipe and shortening the duration of
the starter mode, thereby increasing the productivity of
the pilger mill.

Expansion of the size range at the stage of increas-
ing % the pipes rolled on PRMs with Assel three-roll

mills is achieved by thinning the rear end of the shell
during its piercing on the skew-roll mill. Reducing de-
formation when rolling the rear ends of shells on the
Assel three-roll mill decreases transverse deformation,
which allows rolling the main part of the pipe with a
thinner wall [9].

On PRMs with the automatic mill 350, a new rolling
technology has been developed and implemented,
which reduces longitudinal wall thickness variation of
pipes, averaging 0,2+0,5 mm. This variation is primar-
ily caused by temperature differences along the length
of the shell formed during billet piercing, which induces
changes in the elastic deformation of the automatic mill
working stand. The new technology [10] involves roll-
ing shells on the piercing mill with wall thickness in-
creasing from the front to the rear end by expanding
the rolls during piercing. During subsequent rolling of
these shells on the automatic mill, increasing billet
compression compensates for the temperature gradi-
ent along the shell, stabilizing roll forces and the gap
between them.

To implement the piercing process, a tensioning
device equipped with a program-controlled automatic
system was developed. The system ensures the spec-
ified radial displacement of the rolls. Reducing longitu-
dinal wall thickness variation allowed a decrease in av-
erage wall thickness by 0,044 mm, correspondingly re-
ducing metal consumption by 5 kg per ton of finished
pipe.

Let us consider examples of performing additional
operations (positions 3.1-3.3, fig. 2) to improve the
rough pipe rolling (second pass).
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A known technology [11] involves rolling pipes on
the pilger mill with thickened ends corresponding to the
starter end and the pilger head. By reducing metal de-
formation, metal losses in the starter end and pilger
head are significantly reduced. In addition, this ensures
the removal of the pipe from the mandrel during rolling
of thin-walled pipes with g =12,5 = 40,0.

The preparation of pipe billets for reducing on the
preceding stages of the technological process has
been considered in works [12, 13] and others. One of
the main approaches to reducing metal waste during
hot pipe reducing is to vary the deformation along the
pipe length. In this case, deformation is redistributed
between two stages of the technological process: in
the part of the pipe where the required degree of de-
formation cannot be achieved in the reducing mill, it is
increased at the preceding PRM stage.

The most effective method realizing this approach
is to change the deformation zone by converging or di-
verging the working rolls directly during pipe rolling.
Two methods of implementing this approach are
known: on existing equipment outside or in addition to
the main technological process, and on existing equip-
ment within the normal technological flow.

On PRMs with the automatic mill 140, when rolling
rough pipes with diameters of 84+118 mm and wall
thicknesses of 3,4+12 mm, their ends were thinned
over a length of 600+1800 mm, with additional wall
compression at the ends of 0,25+1,0 mm. During sub-
sequent reducing with stretching into pipes with diam-
eters of 28+76 mm and wall thicknesses of 3,2+12 mm,
a metal saving of 900 t/year was achieved. The in-
crease in length of the reduced and calibrated pipes
was within 2,7+5,4% and 2,8+4,6%, respectively, and
metal savings were also achieved due to reducing the
billet length when rolling pipes of measured length by
5% [14].

Let us consider an example of performing an addi-
tional operation (position 4.1, fig. 2).

On PRMs with the automatic mill 350, the trans-
verse wall thickness variation of the pipe A4S, end sec-
tions is 1,5+2,0 times greater than the variation in their
middle section. M.I. Khanin proposed that, to utilize the
tolerance range of thickened pipe ends on PRMs with
automatic mill 350, the wall thickness of the pipe
should be adjusted at the final stage of its shaping on
the rolling mill [15].

For this purpose, during the rolling of the pipe end
sections, it is necessary to change the distance be-
tween the rolls: the rolls are converged at the front end
of the pipe and diverged at the rear end. It is advisable
to implement roll displacement during rolling using the
pressure device of the rolling mill. The rolling technol-
ogy on the rolling mill is as follows [15]. After the front
end of the pipe exits the rolls by 0,4+0,6 m, the rolls are
converged by a specified amount using the mill’s pres-
sure device, increasing wall compression by 4 = 0,1 +
0,3 mm. The middle section of the pipe is rolled at a
constant distance between the rolls, which differs from
the initial distance by the amount of their convergence.



As the rear end of the pipe approaches the deformation
zone, the rolls are diverged back to their original posi-
tion. The completion of roll divergence should corre-
spond to a distance of 0,4+0,6 m from the rear pipe
end to the deformation zone. The rear end of the pipe
is rolled according to the mill setting specified in the
rolling schedule. Roll movement during rolling should
be performed in automatic mode.

Methods for preparing the front ends of shells be-
fore rolling. These methods are discussed in detail in
[8]. Preparation of the front ends of shells is known pri-
marily on the skew-roll piercing mill and in the off-line
charging section of the pilger mill. The most rational
method for preparing shell ends on the piercing mill is
compression using idle rolls at the exit side of the stand
on the mandrel, utilizing the forces of the piercing pro-
cess. Studies of this process on PRMs with pilger mills
at 6—12" i 5—12" and at PJSC «Interpipe-NTZ»
showed its high efficiency, increasing the productivity
of the pilger mill by 3+4% and reducing metal con-
sumption by 1,5+2,5%. Examples of preparing the
front ends of shells in the off-line charging section of
the pilger mill include deformation of the shell front end
on a temporary mandrel using a four-ram hydraulic
press and on a planetary-type rolling machine. The
most promising direction is the use of planetary skew-
roll (transverse) mills. In planetary skew-roll mills, the
rolls rotate planetarily around a stationary billet, contin-
uously deforming it in a steady-state mode. Further re-
search on the process of skew-roll (transverse) plane-
tary rolling is necessary for the preparation of the front
ends of shells.

Planetary rolling processes in pipe production. Let
us consider the main directions of using the planetary
rolling process by deforming metal in idle rolls located
in a cassette that rotates.

Rolling in three-roll (PSW) and four-roll (KRM) plan-
etary mills [1]. Planetary skew-roll mills differ from tra-
ditional screw rolling mills in that the work stand with
rolls rotates around the pipe, rather than the pipe itself
rotating. Rolling in a rotating stand was first used to
produce rods and pipes of a wide range of grades from
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non-ferrous metals. The production of seamless pipes
was initiated on the PSW millin 1974. On the PSW mill,
pipes with an outer diameter of 70-219 mm and wall
thickness of 4,5-6,0 mm are produced, with a ratio of

%z 8 + 35. The elongation coefficient can reach p =

15.

The company «kKOCKS» developed a «new» tech-
nology for producing seamless pipes through a contin-
uous process of transforming a hollow billet into a hot-
rolled pipe (STP process), which uses a four-roll elon-
gator (KRM) whose rolls rotate around the billet. As a
result, the KRM mill is capable of rolling shells (rough
pipes) up to 50 m in length. While the rear part of the
hollow billet is transformed into a shell on the KRM mill,
the front part begins forming into the finished pipe in
the reducing-elongation mill. The reducing-elongation
mill, equipped with adjustable stands, is a continuation
of developments of traditional PPC mills, based on the
positive experience of three-roll reducing and calibrat-
ing mills used for rolling wire and rods, and meets the
requirements of the pipe market.

Elongation in the KRM mill, reduction in the reduc-
ing-elongation mill, and cutting of pipes on a flying saw
occur simultaneously on the same billet, eliminating
additional heating. This technology increases profita-
bility and productivity while also expanding the pipe as-
sortment.

1. The use of planetary skew-roll mills as expansion
stands is known [16].

2. The principle of planetary rolling was applied in
[17] for developing a method for preparing the front
ends of shells before pilger rolling. In the proposed pro-
cess (fig. 3), preparation of the shell end is performed
on a temporary short cylindrical mandrel, which is re-
moved after preparing the front end of the shell and
charging it with the mandrel. The installation for plane-
tary rolling of shell ends is located in the off-line charg-
ing section and serves both pilger mills, reducing capi-
tal costs.

Figure 3 — Preparation of the front end of the shell on a planetary-type rolling machine:
1 — shell; 2 — shell clamp; 3 — idle compression rolls; 4 — die plate; 5 — mandrel; 6 — mandrel hydraulic drive;

3. Preparation of the front ends of billets before the
skew-roll piercing PRM with a three-roll mill using a
planetary rolling device was proposed by G.M. Kush-
chinsky in the late 1960s [18]. A feature of this installa-
tion is the simultaneous centering of the billet’s front

end during its preparation. G.M. Kushchinsky’s re-
search demonstrated the feasibility, possibility, and ef-
fectiveness of such billet preparation.

4. Several processes for using planetary rolling in
cold deformation of pipes are known. At SE «NDTI»
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and NMetAU, in order to expand the assortment in the
production of bearing pipes with diameters less than
50 mm, a new process of mandrel-less cold trans-
verse-helix rolling was proposed, performed in a plan-
etary stand with a differential drive. Works [19, 20] in
the field of screw rolling on planetary hot- or cold-rolling
pipe mills demonstrated the effectiveness of this new
production method. The main technological feature of
planetary screw rolling mills is the ability to deform the
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metal gradually. This is achieved through a special
drive arrangement of the mill: the use of a differential
gearbox and two main motors (one motor for roll rota-
tion and one for stand rotation). Cold screw rolling was
performed on a three-roll planetary mill installed at SE
«NDTI» with roll feed a angles of 3°30" and 7°, and a
stand rotation speed of n,,, —5s~*and 10 s~1.

The scheme of the planetary mill is shown in fig. 4.
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Figure 4 — Planetary screw rolling mill: 1 — central gear of the differential gearbox; 2 — working stand; 3 — roll
motor (central gear); 4 — stand motor; 5 — pipe being rolled; 6 — working roll

Pipes with dimensions 32x3,0 mm, 32x4,0 mm,
and 36,6x4,7 mm were rolled in a single pass with the
following deformation degrees: 32x3,0 mm — 4-18%
relative deformation (&) and 1,0-5,8 mm absolute de-
formation (4d); 32x4,0 mm — 3-22% relative defor-
mation (&) and 1,0—7,0 mm absolute deformation (4d);
36,6x4,7 mm — 4-18% relative deformation (€) and
1,5-6,6 mm absolute deformation (4d).

The productivity of the cold mandrel-less screw roll-
ing process depends on the rotational speed of the
planetary stand, the feed angle of the working rolls,
and the degree of pipe deformation by diameter, and
ranges from 100 to 250 m/h at a total power of 24 kW.
The dimensional accuracy of finished bearing pipes is
0,1-0,3 mm by diameter and 4—5% by wall thickness,
meeting the requirements of standards for bearing
pipes. The surface finish of pipes after cold planetary
rolling can reach Ra = 1 + 2 um. The quality of the in-
ternal surface is not deteriorated.

In Japan, rotational pipe calibration has been devel-
oped, which provides increased dimensional accuracy,
surface quality, and is characterized by low capital and
operating costs [21]. The device for rotational calibra-
tion contains a housing with rollers that roll along the
pipe surface, being installed at a certain angle to the
pipe axis. The rollers rotate freely on their axes and are
equipped with drives — the rotation of the housing itself
provides the drive. The housing moves along the pipe
similarly to a nut moving along a thread, as it slides
onto the pipe and moves along a spiral trajectory. This
ensures that the entire pipe surface is uniformly pro-
cessed.

By changing the relative angular position of the roll-
ers, the gauge diameter can be adjusted. Each of the
two roller housings is mounted on separate carriages.
In the second housing, the rollers are installed at an
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angle of opposite sign relative to the rollers of the first
housing. Both housings rotate in mutually opposite di-
rections, which is necessary to prevent twisting of the
pipe in the section between the calibration mill and the
welding position. Both carriages are rigidly connected
to each other and mounted on guides. The entire as-
sembly of carriages, roller housings, electric motors,
and gearboxes can freely move along the guides par-
allel to the pipe axis (fig. 5). One feature of the rota-
tional calibration method is that the gauge diameter,
formed inside the roller housing, is continuously adjust-
able within the range between the upper and lower lim-
its inherent to that housing. Figure 6 shows the change
in diameter corresponding to the variation of the roller
installation angle relative to the pipe axis. This allows
for a reduction in the tool inventory, as a single pair of
roller housings can calibrate several pipe diameters.

The pipe passing through the RSM calibration mill
is processed uniformly along its entire length.

Currently, the range of pipes suitable for calibration
on the RSM mill is limited to an outer diameter of
30+650 mm and a wall thickness of 0,8+16 mm. The
RSM calibration mill has the following advantages:
high-precision adjustment of pipe tension between the
welding machine and the calibration mill; on-the-fly
gauge adjustment; the possibility of producing shaped
pipes; improved surface roughness of pipes by approx-
imately 30%; quick tool replacement without additional
costs; gradual and uniform deformation of the pipe ma-
terial; a 50% reduction in energy consumption; the pos-
sibility of use outside the PRM line; and others.

A known method of continuous cold pipe rolling [22]
involves deforming the hollow billet 1 in a gauge
formed by grooved rolls 2 on a mandrel 3, and in a con-
secutively arranged housing 4 that rotates around the
rolling axis, where planetary rolling of the billet with idle
rolls is carried out (fig. 7).
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Figure 5 — General view of the installation for rotational pipe calibration

o
)

\

Figure 7 — Scheme of continuous cold pipe rolling [23]:
a) general view; b and c) cross-sections A—A and B-B, respectively;
1 — hollow billet; 2 — grooved roll; 3 — mandrel; 4 — housing with idle rolls

Each cross-section of the billet is compressed in
both diameter and wall thickness first by the longitudi-
nal rolling rolls, then by the transverse rolling rolls, fol-
lowed again by the longitudinal rolling rolls, and so on.
In this process, the ratio of relative deformations in wall
thickness in consecutively arranged gauges — formed
by the grooved rolls of the longitudinal rolling and in the
planetary housing with idle rolls rotating around the

rolling axis — is 0,5+0,9. This ensures a reduction in the
degree of work hardening and mitigates the higher
plastic properties of the metal, i.e., it increases the de-
formability of the metal and the productivity of the pro-
cess due to significantly higher elongation coefficients
(3,0+3,8).

Selection of the planetary scheme for rolling the
front ends of billets and the parameters of the rollers.
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Planetary rolling of the front ends of billets (shells) with
rollers can be carried out according to several
schemes. Combined rolling with radial feed of the roll-
ers is fairly complex, as it requires an adjustable stop
for axial fixation of the billet relative to the rollers. In
addition, for radial feed of the rollers during rotation of
the roller cassette around the billet, either a collector
device or flexible hoses for fluid supply are needed.
Therefore, the second rolling scheme is considered
more practical, in which the roller cassette moves axi-
ally along the billet to deform its front end.

Furthermore, planetary rolling of the billet end can
be performed with a varying number of rollers. The
number of rollers determines the rotation angle of the
cassette, in which the rollers are positioned with the
ability to move radially from the initial position to form
a conical shape at the billet end.

If one roller is used, then to form the cone it must
make one full rotation around the billet plus an addi-
tional rotation corresponding to the indentation depth
Ah. If two rollers are used in the cassette, positioned
diametrically, the cassette must make one full rotation
to form the cone. If three rollers are used, positioned at
an angle of 120° o each other, the cassette must rotate
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by 240°. If four rollers are used, positioned at an angle
of 90° to each other, the cassette must rotate by 180°,
i.e., half a turn, to form the cone. We adopt a cassette
with four rollers.

Determination of deformation tool parameters.
These parameters include the diameter and width of
the rollers.

The roller diameter is selected by analogy with the
selection of rolling roll diameters. As is known, the
working diameter of rolling rolls is determined taking
into account the allowable bite angle according to the
formula

Ah

D= 1)

1-cos a;’

where Ah — is the absolute indentation; a, — is the
bite angle, which should not exceed 30°, we adopt a
bite angle of 15°.

The absolute indentation for the minimum billet di-
ameter of @110 mm, as shown in fig. 8, is A4h =L, -
tg5° =50-0,0875 = 4,4 mm.

The absolute indentation for the maximum billet di-
ameter of @230 mm, as shown in fig. 8, is Ah =L, -
tg5° =70-0,0875 = 6,1 mm.

Figure 8 — Billets with profiled front ends:
a) diameter @110 mm; b) diameter @230 mm

Then, according to formula (1), the roller diameter
should be:

— for the minimum Dbillet @110 mm
4,4 .

10,9659 Mmin,

— for the maximum  Dbillet @230 mm
6,1

1-0,9659 MMyngy -

We adopt the roller diameter at the billet end face
plane as D = 200 mm.

When determining the roller width, it should be
taken into account that the end of the cylindrical billet
takes a conical shape and elongates in the axial direc-
tion during rolling with conical rollers (fig. 9). Let us de-
termine the length L, of the billet end, which transitions
into the specified cone length L,. We consider the vol-
umes of two bodies: a cylinder with a diameter of D,
and a height of L, and a truncated cone with a base of
D, and a height of L,; From this, we obtain the ratio

LEt Li-tg?
Ly=L,—2 %% 413. 297
Ds D3
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The calculation showed that the third term can be
neglected with an error of less than 1%. Based on this,
we obtain the formula

212
“:”__iﬂ )
From expression (2), the length L, for the minimum

billet with the initial data: D, = 110 mm; L, = 50 mm,;
.502. °
y =5° will be equal to L, =50 —2 5011295
From expression (2), the length L, for the maximum

billet with the initial data:D, = 110 mm; L, = 70 mm;

. 2~ °
y =5 will also be equal toL,=50—% 7011395 =

66,3 mm. Then, the roller width is taken from the ex-
pression b, = L, + Ab, + Ab,. Where Ab, is used to
position the billet relative to the rollers before the start
of rolling. We adopt initial approximate values A4b,
and4b, as 15 mm. Consequently, the roller width will
be b, = L, + 30.

= 46 mm.
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Figure 9 — Diagram of roller contact with the billet at the moment of indentation completion:

1 —billet; 2 — roller

Determination of the forces acting on the roller dur-
ing the rolling process. The forces acting during the
planetary rolling process are determined at the mo-
ment of maximum roller penetration into the billet. Fig.
10 shows the force diagram acting on a stationary billet
from the idle roller when it is inserted by a distance 4h
and the roller cassette is rotated by an angle of 90°
counterclockwise. The diagram shows the minimum
billet with a diameter of @110 mm and a roller of @200
mm. The magnitude Ak is maximal at the billet’'s end
face and decreases to zero at the point where the billet
first contacts the roller. The action of the billet on the
roller can be represented as a single resultant force P,

applied at point A, in the middle of the contact arc CD.
If the friction forces in the roller trunnions are ne-
glected, this resultant must pass through the roller
axis — point 0,. When friction in the roller trunnions is
considered, the direction of the resultant force P
changes so that it passes along the tangent to the fric-
tion circle. Then, the torque required to rotate the roller
is

da
Mp=P'.U';=P',D» (3)
where: p = ”Z;d — radius of the friction circle; u — co-

efficient of friction in the roller trunnions; d — diameter
of the roller trunnions.

Figure 10 — Diagram of the force interaction between the roller and the billet at the moment of indentation

completion: 1 — billet; 2 — roller.
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The force exerted by the roller on the billet, based
on equilibrium conditions, lies on the same line as force
P and generates a torque that tends to rotate the billet
counterclockwise.

M,=P-aq, (4)

where a = BO, — p; BO, = (R, + R; — Ah) - sin 6.
From triangle ACO, it follows that 6 = 8 + ¢. The
angle B is determined by the point A of application of
the resultant P on the roller, and the angle (p can be

found from the relation sin ¢ = ZD'—p. The lever arm a of
(]

the force P can now be determined from the equation:
a= (Rp + R, — Ah) - sin(B + @) — p. (5)

Substituting this value of p into expression (4), we
obtain the moment acting on the billet taking into ac-
count the frictional forces in the roller trunnions.
We estimate the magnitude of the force P as the re-
sultant of the normal pressure forces acting over the
contact arc CD of the roller with the billet when the roller
is inserted by an amount4h. We assume that the mean

20002pag weudkocmei
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value of the normal pressure equals p and is uniformly
distributed over the contact arc €D and over the con-
tact patch between the roller and the billet. The contact
patch is represented as an isosceles triangle whose
base is the chord of the contact arc CD and whose
height is L,. We use the slip-line method and consider
a plane problem. We choose the indentation speed of
the rollers such that indentation by the prescribed
amount 4h occurs during one quarter turn of the roller
cassette around the billet. Obviously, in this position
the indentation force of the rollers reaches its maxi-
mum. This position is shown in Fig. 11, where a simpli-
fied slip-line field is adopted consisting of two straight
lines AC and A'C. On the contact surfaces AB and AB’
a constant average pressure p, directed perpendicular
to the billet axis and parallel to the roller velocity vp',

directed along the radius 0,4 (fig. 11). The velocity vp'
is determined from the relation

v, =1, sinfp,
where v, — the tangential velocity of the center of

the roller axis 0, during the cassette’s rotation about
the workpiece.

0Cb poJjuKd

Figure 11 — Slip-line field at maximum indentation of two diametrically opposed rollers and velocity hodograph:

1 —roller; 2 — billet

The error §, which arises from replacing the pres-
sure normal to the surfaceAB with the pressure p, per-
pendicular to the workpiece axis, is estimated as neg-
ligibly small (at y = 5°), namely:

5 =22 .100% = Pn—Py-cosy 100% = 0,38%.
Py Pn
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The construction of the slip velocity hodograph is
carried out as follows. From the pole O (fig. 11) to an
arbitrary scale, we lay off the velocities vp' of the rollers
relative to the center of the workpiece (more precisely,
to points A and A") OP andOR. In each deformation
zone ABC and AB'C these velocities have two



components: 0Q along AC and 0Q along A'C, as well
as PQ and RQ — he velocities of the metal exiting the
deformation zone. The upper-limit specific load p is cal-
culated according to Johnson’s method [23, p. 218] us-
ing the equation

2:0g Vek _ 205 AC-0
pP -AB = 7 SZ;: S = NG Up' . (6)
From where, we get
_ 205 AC-0Q (7)
T V3 ABoOP’

The measurements of the segments included in for-
mula (7) on the drawing (Fig. 11) yielded the following
values: AC =37 mm; 0Q = 26,5 mm; AB = 26 mm,
OP = 20 mm. Substituting the obtained values into for-
mula (7), we get

2 37265
P=7" %620

-og = 2,18 - o;.

To determine the yield strength o, of the steel, it is
necessary to know the degree and rate of deformation.
The degree of deformation ¢ is estimated by analogy
with cylinder upsetting. In our case, it is not upsetting,
but the elongation of the workpiece end from length L,
to length L,.

Thus, the degree of deformation during rolling is de-
termined as follows:

— for the minimum workpiece @110 mm ¢ =
100% = 22 100% = 8,7%;

— for the maximum workpiece @230 mm ¢ =

__70-66,3

100% = W 100% = 5,6%.

Ly—Lg

3

Ly—Lg

3

The deformation rate U = S/t, where t —is the

deformation time, depends on the angular velocity ®
of the roller cassette. Thus, if the cassette rotates at a
speed of n = 60 min~! (w = ’;—: = 6,28 s71), the time
for the cassette to turn through an angle of 90° wil
bet = 0,25 s.

Therefore, the deformation rate of the workpiece
end during roller finishing will be:

0,087

— for the minimum workpiece @110 mm u = —

0,25
0,35s7L;
— for the maximum workpiece @230 mm u = 000—25: =

0,22 s71L.

As an example, we consider a workpiece made of
steel 45 at a temperature of1200°C.

We determine the yield strength of this steel using
the method of thermomechanical coefficients [24, p.
212

0s =06 ke ky - kr (8)
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where g5 = 86 Mlla — the baseline value of defor-
mation resistance [24, p. 212];k, = 0,93 — the step co-
efficient for the minimum workpiece; k. = 0,95 — the
step coefficient for the maximum workpiece; k,, = 0,62
the velocity coefficient for the minimum workpiece;
k, = 0,57 the velocity coefficient for the maximum
workpiece; k; = 0,58 the temperature coefficient for
the workpieces.

Then, the yield strength will be:

— for the minimum workpiece @110 mmag, = 86 -
0,93-0,62 0,58 = 28,76 MPa;

—for the maximum workpiece @230 mm o, = 86 -
0,95-0,57 - 0,58 = 27 MPa

The value of the specific pressure p on sectionsAB
and AB' (fig. 11):

— for the minimum workpiece @110 mm p = 2,18 -
28,76 = 62,7 MPa,

— for the maximum workpiece @230 mm p = 2,18 -
27 = 60 MPa.

For the maximum workpiece, the specific pressure
p on sections ABi A'B has also been determined using
Johnson’s method in the form p = 2,22 - g;. Due to its
identity with the minimum workpiece, the determination
itself is not presented here.
To determine the force P it is necessary to know the
contact area of the roller with the workpiece, which is
calculated using the formula:

1
FK:Z'LKD'LK’ 9)

where Ly, — the length of the common chord at the
intersection of the workpiece and roller circles.

Let us determine the chord length Lg,. According
to fig. 12, we have two equations for the chord:

Lyp =2-R,-sinyy;

Lyp = 2R, siny,. (10)
From where, we have one equation: R, - siny; —

R, - siny, = 0. The second equation is obtained by ex-
pressing the distance between the axes of the roller
and the workpiece as R, - cosy; + R;-cosy, = R, +
R, — Ah. We thus have a system of two equations with

two unknowns Y{ and Y5 :

R, - siny; — R, - siny, = 0;

R,-cosy,+R;-cosy, =R, + R;— Ah. (11)

Solving this system of equations leads to the follow-
ing expression:

RNZ  /RA\Z R R Ah
R R e
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Figure 12 — Diagram for determining the length of the common chord of the roller and workpiece:

1 —roller; 2 — workpiece

We solve equation (12) for the minimum workpiece
with respect to y, using the following values of the pa-

2
rameters involved: % 100 1,818; (&) =1,818% =
Rj 55 Ry
3,305; Ah = 4,4 mm; i—h = % = 0,08. As a result of
3

solving equation (12), we obtain co s y; = 0,984, from
which y; = 10°20" follows.
We solve equation (12) for the maximum workpiece

with respect to Y using the following values of the pa-

2
rameters involved: 2 =219 _ 0,87; (?) =0,87% =

R; 115 3
0,756; Ah = 6,1 mm; i—h = % = 0,053. As a result of
3

solving equation (12), we obtain co sy; = 0,967, from
which y; = 14°44 follows.

Thus, the chord length according to equation (10)
is:

— for the minimum workpiece @110 mm Ly, =2 -
100 - sin10°20 ~ 36 mm;

— for the maximum workpiece @230 mm Ly, = 2 -
100 - sin 14°44" ~ 51 mm.

Then, the contact area of the roller with the work-
piece, according to formula (9), will be:

— for the minimum workpiece @110 mm F, = 0,25 -
36 - 50 = 450 mm?;

— for the maximum workpiece @230 mm F, = 0,25 -
51-70 = 892,5 mm?.

The force F will be:

—for the minimum workpiece 3110 mmP =p - F, =
=62,7-10°-450-107% = 28215 N=28,2 kN;

— for the maximum workpiece @230 mm P=p-
F,==60-10°-892,5-107% = 53550 N=53,55 kN.

The torque required to rotate the roller during finish-
ing is determined using formula (3) atu = 0,1and d =
0,1 m:
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— for the minimum workpiece @110 mm M, =
28215-0,1- 2 = 141,07 N - m;

— for the maximum workpiece @230 mm M, =
28215-0,1- 2 = 267,75 N - m.

We determine the angle:

.2 . 25 ,
Q= arcsin=£ = arcsin=> = arcsin 0 ,05,
Dp 200
wd _ 01100

= 5 mm - the radius of the

where p =—=
friction circle.

Thus, the angle ¢ = 2°50'.

From Fig. 10, it can be seen that the angle g = %

Therefore, for the minimum workpiece @110 mm, the
angle g =5°10, and for the maximum workpiece
@230 mm, the angle § = 7°22".

Next, using formula (5), we determine the lever arm
of the force P:

— for the minimum workpiece @110 mm a =
(100 + 55 — 4,4) x sin(5°10' + 2°50") — 5 = 16 mm;

— for the maximum workpiece @230 mm a =
(100 + 115 — 6,1) x sin(7°22"+ 2°50) — 5 = 32 mm.

Using formula (4), we calculate the torque tending
to rotate the workpiece counterclockwise:

— for the minimum workpiece @110 mm M, =
28215-16-1073 = 451,44 N - m;

— for the maximum workpiece @230 mm M, =
53550-32-1073 = 1713,6 N - m.

Thus, the total torque acting on the stationary work-
piece from the four rollers is:

— for the minimum workpiece @110 mm > M, = 4 -
451,44 = 1806 N - m;

— for the maximum workpiece @230 mm > M, = 4 -
1713,6 = 6854 N - m.

2



To rotate the cassette with four rollers, without ac-
counting for friction losses in the drive, the previously
found total torque on the rollers is required. Then, the
power needed to rotate the rollers (also without consid-
ering the drive efficiency) will be:

— for the minimum workpiece @110 mm N =Y M, -
w, = 1806 - 6,28 = 11342 W = 11,34 kW;

— for the maximum workpiece @230 mm N = ), M, -
w, = 6854 - 6,28 = 43043 W = 43,04 kIV.

Preparation of the front ends of shells on a finishing
(rolling) machine. The schematic of the planetary fin-
ishing of the front end of a shell on a mandrel is shown
in fig. 13. In this process, the shell 1 is stationary and
secured against rotation. Four cylindrical rollers 2 are
positioned in diametrically opposite planes in pairs,
with the ability to move along the radii of the shell
cross-section. Thus, the axes of the forming rollers are
parallel to the axis of the shell. The movement of each
roller is driven by a hydraulic cylinder 3, mounted in the
housing 4. The housing can rotate on a bearing sup-

port 5 and has a gear wheel 6, which receives rotation
3

Figure 13 -
a) main

Diagram  of
view; b)

planetary

finishing of the
cross-section
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from the drive pinion 7. The shell 1 is mounted on the
mandrel 8 to a specified distance corresponding to the
length of the deforming rollers 2. The mandrel is se-
cured against axial displacement. A hydraulic manifold
9 is installed on the mandrel, which conveys working
fluid from the stationary mandrel to the rotating housing
4, and then to each hydraulic cylinder and back to the
drain.

The force of the rollers’ penetration into the shell
wall, as well as the torque applied to housing 4, can be
varied over a wide range depending on the radial feed
of the rollers per one rotation of the housing 4. By anal-
ogy with the cutting force on lathes, this force can be
determined experimentally. Synchronization of the
gradual movement of the rollers toward the shell center
can be achieved by known hydraulic methods (adjust-
able throttles, use of false rods, discrete hydraulic
drives, etc.).

The penetration of the rollers into the shell wall can
be limited by displacement sensors on the rods, force
sensors, or torque sensors.

shell:
view;

end of a
main

front
A-A in the

1 — shell; 2 — forming roller; 3 — hydraulic cylinder; 4 — housing; 5 — bearing support; 6 — gear wheel; 7 — drive
pinion; 8 — mandrel; 9 — hydraulic manifold; 10 — support; 11 — rotation drive

The rollers are cylindrical in shape and move syn-
chronously toward the center of the shell. There is a
radial clearance between the shell and the mandrel

(fig. 14) 4r = %), Fig_ 14 shows the front end of

the shell in a diametral section at the moment of com-
pletion of reduction, when the chosen radial clearance
Ar, is set, the deforming rollers have penetrated the
shell wall by AR, and the contact length [ of the rollers
with the shell has increased byAl. The dashed line in
fig. 14 shows the initial position of the shell end relative
to the rollers and mandrel.

As a result of the reduction, the volume of metal in
a ring with cross-section ABCD s deformed into a ring
with cross-sectionAB'C'D. The volume of the
ringABCD can be determined using the expression:

VABCD:Fm'l:%'(DeZ_dg)'l’ (13)

where F,, — the area of the flat annular cross-section
AD; D, —the outer diameter of the shell; d, —theinner
diameter of the shell.

The volume of the ring AB'C'D’ can be determined
using the expression:

Vigep = Fm- (L+ 4D =
T

==-[(D, =2 AR)? = D] - (L + AD), (14)

where F,, — the area of the flat annular cross-section
AD'.

Equating expression (13) and expression (14), and
dividing by 1, we obtain:

D3 —d2 = [(D,— 2 AR)? = D3] - (1+5).  (15)

We have one equation with two unknowns, AR and
Al

27
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Figure 14 — Finishing of the shell end with rollers on a mélnfcrlrrrélh(rlangitudinal section):

1 — shell; 2 — forming roller; 3 — mandrel

The second equation is obtained from the incom-
pressibility condition:

g+eg+e, =0,

where g, = ATI — relative elongation of the shell end

_24R
&=

(positive sign); — relative reduction of the
2
shell radius (negative sign);e, = T2 Pem24R)] _ 24R

(m-Dz) De
— relative deformation in the tangential direction (neg-
ative sign).
Thus, the second equation is:
Al 4-AR _
T, T 0. (16)

Solving equations (15) and (16) simultaneously
with respect to 4R, we obtain:

4-AR

D3 — d? = [(D, — 2+ AR)? = D] - (1+25). (17)

Equation (17) is cubic with respect to 4AR. There-
fore, it is expedient to proceed to a numerical solution.
Substituting the following initial data into equation
(17):D, = 320 mm, d, = 170 mm, D, = 164 mm, [ =
140 mm.

We obtain the cubic expression:

0,05-AR® —12- AR* —336,2 - AR + 2004 = 0.

By substituting values of AR we find the value of
AR = 5,06 mm, that satisfies this equation.

From equation (16), we obtain 4l = 8,86 mm.

The thinning of the shell wall occurs by an amount
of

28

AS = AR — Ar = 5,06 — 3 = 2,06 MMm.

Conclusions.

1. One of the main reserves for further increasing
productivity, saving material, and improving the accu-
racy of geometric dimensions in the production of hot-
rolled seamless pipes is the use of variable defor-
mation modes across the wall thickness.

2. The method of transferring part of the defor-
mation from the main pass to the preceding pass has
been developed, which significantly improves rolling
conditions in the main pass and enhances its perfor-
mance indicators.

3. Examples of performing additional operations on
different passes of the rolling stand have been consid-
ered, demonstrating their high efficiency.

4. Planetary rolling processes used in pipe rolling
production for designing the method of preparing the
front ends of shells have been examined.

5. Using the slip-line method, the forces acting on
idle rolls during transverse planetary finishing of the
shell end, as well as the torque and power of finishing,
have been determined.

6. The process of preparing the front end of the
shell by reducing it without wall-thickness compression
through transverse planetary finishing with idle rolls
has been analyzed, and the thinning of the shell wall at
the front end has been determined analytically.

7. The process of transverse planetary finishing for
preparing the ends of billets, shells, and pipes is prom-
ising and requires further research and development.

8. The results of this work can be used when se-
lecting a rational method for preparing metal for rolling,
taking into account the technology at a specific rolling
stand.
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Influence of physicochemical melt treatment on structure and
properties of AK7ch alloy microalloyed with Sr-Sc and Ti-B-Sr
complexes

Awnoesa T.A., €aaczin A.C., Koe3ik A.M., biaa A.B., [lozcpe6Ha H.E.
BB ¢iznko-xiMivHOI 00p00KH PO3IJIABY HA CTPYKTYPY
Ta BJACTUBOCTI cuiryMminyAK74 npu MikpoJieryBaHHi
komIuiekcamu Sr-Sc ta Ti-B-Sr

Abstract. Purpose. The aim of research is to determine the features of structure formation and property enhancement in
the AK7ch alloy under the influence of microalloying with complex modifiers Sr-Sc and Ti-B-Sr, as well as physicochemical
treatment in the liquid state. Methodology. The object of study was the AK7ch alloy of the base composition and micro-
alloyed with Sr-Sc and Ti-B-Sr complexes in both the as-cast state and after hydrogen and thermotemporal melt treat-
ments. Structural formation was investigated using metallographic analysis. The ultimate deformability was determined
by an improved method for assessing the limiting deformation degree during rolling of wedge-shaped samples. Corrosion
resistance, including general and intergranular corrosion susceptibility, was assessed using standard testing methods.
Results. It was found that the combined physicochemical effect of microalloying with Sr-Sc and 20-minute hydrogen melt
treatment increased the deformability of the AISi7 alloy by 60%. Ti-B-Sr addition and 30-minute thermotemporal melt
treatment increased deformability by 46% compared to the original as-cast alloy. It was also established that microalloying
with Ti-Sr-B and isothermal treatment for 30 minutes significantly enhance the corrosion resistance of the AK7ch alloy.
Scientific novelty. The study proves the effectiveness of microalloying with Sr-Sc and Ti-B—Sr complexes in combination
with hydrogen and thermotemporal melt treatments for improving the deformability of AK7ch alloy compared to the base
composition. The positive effect of such treatments on the alloy’s general corrosion resistance was also confirmed. Prac-
tical significance. The research provides effective methods for enhancing the technological deformability and corrosion
resistance of AK7ch aluminum alloy through microalloying with Sr—Sc and Ti-B—Sr complexes in combination with hydro-
gen or thermotemporal melt treatment. The proposed approaches significantly improve the alloy’s structure, which pro-
motes increased corrosion resistance and overall reliability of finished products, especially in critical components used in
mechanical engineering, aviation, and transport industries.

Key words: silumin, microalloying, hydrogen treatment, thermotemporal treatment, deformability, corrosion properties.

Anomauis. Mema. Memoro docnidxeHHs1 € 8usHa4YeHHs1 ocobriueocmell ¢hopMysaHHsI CmMpykmypu ma eracmusocmel
8 crinasi AK74, npu Oif MikponeaygsaHHs1 KoMrekcHUM moougbikamopamu Sr-Sc i Ti-B-Sr ma ¢pisuko-ximidHoi o6pobku
pidkomy cmani. Memoduka. O6’ekmom docnidxeHHs criyxue crinas AK74 suxiOHo2o cknady ma Mikpone2osaHull KOM-
rnnekcHumu modughbikamopamu Sr-Sc ma Ti-B-Sr 8 numomy cmati ma nicrnisi 800Hegoi ma mepmoyacos8oi 06pobok 8 pid-
KoMy cmadi. [JocnidxeHHs1 ocobriugocmeli hopMysaHHs cmpyKkmypu rnpoeoduru 3a 00rmoMo20K MemasoepaghivHoO20,
aHarnisy, epaHu4Hy 0eghopmigHicmb criniagie eudHayvasnu 3a 800CKOHaIEHOK MEMOOUKOK BU3HAYEHHS 2paHUYHO20 cmy-
neHto Oeghopmauyii Memariie npu npokamuji KITUHOBUOHUX 3pa3kKie, KOPO3iliHi 8UnNpobysaHHs Ha 3azallbHy KOPO3ito ma cxu-
JibHicmb 00 MiXKpUcmarnimHoi koposii nposodusnu 3a cmaHOapmHuUMu memodukamu. Pe3ynbmamu. BcmaHoeneHo, wo
KOMIMIIEKCHUU Di3UKO-XiMiYHUU 811U MiKporeayeaHHs1 KoMriniekcom Sr-Sc ma 20-xsurnuHHe 800Hege 06pobrieHHs1 po3ri-
nasy AK74 nidsuwye tioeo deghopmisHicmb Ha 60%, a dodasaHHs1 komrnekcy Ti-B-Sr ma mepmoyvacosa 06pobka poasri-
nasy npumsizom 30 X8UIUH Cripusitomb NiO8UWEHHIO tio2o dechopmieHoCmi Ha 46 % MOpPiBHAHO 3 BUXIOHUM fIUMUM crina-
8om. BcmaHoerneHo, wo mikponeaysaHHs Ti-Sr-B ma mepmovacosa 06pobka poannasgy npomsieom 30 x8. nidsuwyroms
Kopog3iliHy cmitikicms crinasy AK74. Haykoea Hogu3Ha. [JosedeHo eghekmuesHiCmb MiKposieaysaHHs1 KOMIIEKCHUMU MO-
ducgpikamopamu Sr-Sc ma Ti—B—Sr y noedHaHHi 3 600HE800 Mma mepmoyacosor 0bpobkamu posmnnasy Onsi MosULEHHS
degpopmisHocmi crinasy AK74 y nopieHsiHHI 3 suxiOHUM cknadoM. BcmaHoeneHo no3umueHuUl 8rnnue MikporneayesaHHs ma
mepmoyacosoi 06pobKu posrnasy Ha Mid8uWEeHHs 3a2arbHoi Kopo3itiHoi cmilikocmi crinagy AK74. [pakmuyHa 3Ha4y-
wiicmb nposedeHo20 00CiOXeHHs norsizae 8 po3pobui eghekmusHUX memodie nid8uLEHHST MexHOo2iYHoi deghopmis-
Hocmi ma Kopog3iliHoi cmitikocmi amomiHiegozo crinagy mury AK74 wisixom MikporneayeaHHs Komrnekcamu Sr—Sc ma
Ti-B—Sr y noedHaHHi 3 600He80 abo mepmoyacosoto 06pobkoro po3rnnasy. 3anpornoHosaHi mexHooaiyHi nioxodu 3a-
6e3neqyroms cymmese MoKpalieHHs1 CmpyKkmypu crnasy, Wo crpusimume nidsulleHHIo Kopo3iliHoi cmilikocmi ma 3aza-
TbHOI HaditiHocmi 2omoeux eupobie, 0cobnueo y 8idnogidansHUX KOHCMPYKYisX MawuHobyO0yeaHHs, asiauii ma mpaHc-
1OPMHO20 MPU3HAYEHHS].

Knroyoei cnoea: cunymiHu, mMikponeaysaHHsl, B00He8a obpobka, mepmodyacosa obpobka, dechopmigHicmpb, KOPO3iliHi
enacmueocmi.
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Analysis of Literature Data and Problem State-
ment

Aluminum alloys based on the Al-Si system, partic-
ularly alloys of the AK7ch type (analogue of Aluminum
Alloy A356 (AISi7Mg0.3) according to the ASTM clas-
sification, and EN AC-42000 (AISi7Mg0.3) according
to the European standard EN 1706), are widely used
in mechanical engineering, aviation, and transportation
industries due to the combination of such properties as
low density, good casting properties, sufficient corro-
sion resistance, and acceptable mechanical character-
istics. However, the as-cast state of alloys of this type
is characterized by increased brittleness, limited de-
formability, and structure heterogeneity, which signifi-
cantly restrict their application in plastic forming pro-
cesses such as rolling or drawing [1].

One of the approaches to improving the properties
of silumins is microalloying—the addition of small
amounts of active elements or their compounds (Sr,
Sc, Ti, B, etc.) into the melt, which are capable of mod-
ifying the structure by changing the morphology of eu-
tectic silicon and intermetallic inclusions. Recent stud-
ies confirm the effectiveness of complex modifiers [2—
3], in particular Sr—Sc and Ti—B-Sr, in improving me-
chanical and performance properties, including de-
formability, strength, and corrosion resistance [4—6].

In addition, a promising direction is the physico-
chemical treatment of the melt—specifically, hydrogen
and thermotemporal treatments—which ensures struc-
tural homogenization and intermetallics refinement.
The combined use of microalloying and liquid-state
treatment makes it possible to achieve a synergistic ef-
fect of property improvement; however, in the context
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of AK7ch-type alloys, these aspects remain insuffi-
ciently studied [7—10].

It should be noted that in Ukraine, there is a lack of
industrial production of primary aluminum and wrought
aluminum alloys. The closure of the electrolysis work-
shop at the Zaporizhzhia Aluminum Plant in 2011 de-
prived the country of the status of a primary aluminum
producer. Existing enterprises, such as the Brovary
Aluminum Plant, are mainly engaged in secondary raw
material processing and profile production, which does
not meet the demand for high-quality wrought alloys for
critical industrial sectors.

Thus, the relevance of research aimed at improving
the technological properties of the AK7ch alloy through
microalloying and physico-chemical treatment is increas-
ing. The results of such work may serve as a foundation
for the restoration and development of domestic produc-
tion of wrought aluminum alloys, which is strategically im-
portant for meeting the needs of Ukraine’s mechanical
engineering and aviation industries.

Purpose and Objectives of the Study

The purpose of this study is to determine the fea-
tures of structure formation and properties in the
AK7ch alloy under the influence of microalloying with
complex modifiers Sr—Sc and Ti-B-Sr, as well as
physico-chemical treatment in the liquid state.

Materials and Methods of Research

The object of the study was samples of the AK7ch
alloy microalloyed with the Sr—Sc complex after melt
hydrogen treatment, and with the Ti—-B—Sr complex af-
ter melt thermotemporal treatment under different re-
gimes (Table 1).

Table 1 — Chemical composition of the experimental alloys

Allo Chemical element, %mass.
y Al Si Fe Mg Mn Zn Cu Modifier
0,
AK7ch Base | 7,05-7,20 | 0,4-0,6 0,30-0,35 | 0,02-0,03 | 0,09-0,1 | 0,02-0,04 8;0222
0,
AK7ch(Sr,Sc) | Base 7,01-7,18 | 0,4-0,6 0,29-0,33 | 0,02-0,03 | 0,09-0,1 | 0,02-0,04 8;02‘322
AK7ch 0,21-0,25%Ti
(TiB-Sr) Base | 7,9-8,1 0,05-0,07 | 1,03-1,07 | 0,02-0,03 | 0,09-0,1 | 0,02-0,04 | 0,004-0,006%Sr
0,01-0,04% B

The alloys were melted under laboratory conditions
in an CLUOJ1-12.6/12-M3 laboratory furnace. The fur-
nace temperature was measured using a chromel-al-
umel thermocouple, with a measurement accuracy of
+0.5 °C. Microalloying complexes Sr—Sc and Ti—-B-Sr
were introduced into the melt at 750-780 °C in the form
of Al-5%Sr, Al-2%Sc, and Al-Ti—-B-Sr master alloys,
respectively. After the master alloy introduction, the
melt was held for 30 minutes with active stirring and
then poured into sand—clay molds.

Hydrogen treatment of the AK7ch(Sr-Sc) alloy was
carried out at the equipment of the Institute of Prob-
lems of Materials Science of NAS of Ukraine according
to the method developed by Corresponding Member of
NASU H.P. Borysov at 760-770 °C for 20, 40, 60, and
90 minutes. The principle of the thermotemporal treat-
ment of the AK7ch (Ti-B-Sr) alloy consisted in

superheating the melt in the range of 720-900 °C, stir-
ring the melt, holding it isothermally for 30 minutes, and
cooling from the specified temperatures in a sand
mold.

The ultimate degree of deformability of the experi-
mental alloys was evaluated by the method [11] during
the rolling of wedge-shaped specimens. Rolling was
performed at a speed of 0.3 m/s on a laboratory duo -
180 mill. The dimensions of the initial specimens ac-
cording to [11] were: hos = 3 mm, ho2 =11 mm, bo =10
mm, lp = 46 mm. Each experiment was repeated three
times.

The microstructure of the studied alloys was exam-
ined using a NEOPHOT-21 optical microscope.

Tests for general corrosion were carried out on flat
specimens 50x50x3 mm (three specimens). The tests
were conducted in a -4 humidity chamber according
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to a two-stage cycle: stage 1 — relative humidity ~98%,
t=4012 °C, 8 hours; stage 2 — relative humidity ~98%,
t = 18-20 °C, 16 hours. A total of 30 cycles were per-
formed.

Tests for susceptibility to intergranular corrosion
were performed on three specimens per variant. Spec-
imens of 20x10x3 mm were prepared for testing. The
tests were carried out by immersion in solution (1):
30 g/L NaCl + 10 mL/L HCI (d = 1.19 g/cm?), at a solu-
tion temperature of 18—20 °C. The duration of the tests
was 24 hours. For testing, the electrochemical method
of accelerated corrosion tests was used by recording
the anodic polarization curve, which reflects the

ISSN 1028-2335 (Print)
Teopis i npakmuka memanypeii, 2025, Ne 2
Theory and Practice of Metallurgy, 2025, No. 2

corrosion resistance of alloys in a medium containing
CI” ions.

Polarization curves were obtained on an installation
including a MI-50-1 potentiostat with a NP-8 program-
mer in potentiostatic mode, holding the metal potential
until the anodic current stabilized. A silver—chloride
electrode was used as the reference electrode, and a
platinum electrode as the auxiliary one. Potential val-
ues were given relative to the normal hydrogen scale.

Results and Discussion

The appearance of characteristic specimens before
and after rolling is presented in Figures 1-2.

=%

a b

ey
e W

d

a, b — AK7ch of the initial composition; ¢, d — AK7¢ch(Sr-Sc); a, ¢ — cast state; b, d — after hydrogen treatment

of the melt for 20 min.

Figure 1 — Samples of AK7ch and AK7ch(Sr-Sc) alloys in the initial state and after technological deformability

tests

C

a, b — AK7ch alloy of the initial composition; ¢, d — AK7ch(Ti-B-Sr) alloy; a, ¢ — casting from 720°C; b, d —

thermotemporal treatment (T=800°C, t=30 min)

Figure 2 — Samples of AK7ch and AK7ch(Ti-B-Sr) alloys before and after technological deformability tests

The results of the deformability limiting degree cal-
culations of the investigated samples are presented in
Figure 3.

Hydrogen melt treatment by 9% increases the de-
formability of the AK7ch alloy of the initial composition.
The maximum effect is produced by complex

physicochemical melt treatment— microalloying with the
“Sr-Sc” complex and hydrogen treatment for 20
minutes. In this case, the deformability of the alloy in-
creases by 60% compared with the as-cast alloy of the
initial composition (Figure 3a).

1
0,95 09
0,9 /
0,85 08 /
0,8
50,75 E o7 et
L e W 06 —
0,65
05 . . . . x
o8 700 720 740 760 780 800 820
0,55
0,5 tuc
Cast H2 20min  40min 60min 90min
— AKTY —m AK74 (Sr-Sc) . AK7Y — AK74(Ti-B-Sr)
a b

a — AK7ch and AK7ch(Sr-Sc) after hydrogen melt treatment
b — AK7ch and AK7ch(Ti-B-Sr) after thermotemporal melt treatment
Figure 3 — Dependences of technological deformability of the experimental alloys
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During thermotemporal treatment of the AK7ch al-
loy of the initial composition, an increase in the ultimate
degree of deformability by 10% is observed; compari-
son of deformability data of the AK7ch alloy of the initial
composition and the AK7ch(Ti-B-Sr) alloy confirms the
fact of increased plasticity in the as-cast state when in-
troducing the (Ti-B-Sr) complex by 25%; the maximum
increase in deformability is obtained with complex
treatment, which includes microalloying (Ti-B-Sr) —
thermotemporal treatment (T=800°C, =30 min); the
deformability of the alloy increases by 46% compared
with the as-cast alloy of the initial composition.

Microstructures of AK7ch-type alloys — of the initial
composition, and AK7ch(Sr—Sc) in the as-cast state
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and after hydrogen treatment are presented in Figure
4, and of the AK7ch and AK7ch(Ti-B-Sr) alloys after
thermotemporal treatment — in Figure 5.

The Figures 4 and 5 demonstrate the a-Al grains
geometric orientation along the main deformation axis
and eutectic silicon and intermetallics partial refine-
ment.

To establish the regularities of the melt treatment
influence (Ti-Sr-B complex microalloying and ther-
motemporal melt treatment) on the AK7ch alloy corro-
sion properties, comparative corrosion tests were car-
ried out in a humid atmosphere. The corrosion rate
data are presented in Figure 6.

a, b — AK7ch, ¢, d — AK7ch(Sr-Sc)

L ok TS _
- .-2'_ £ ._v.,\ :‘“"U""‘ Lot &
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L %

j ),47»"‘¢ vl
X5 ;
ol
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VoS

a, ¢ — without treatment, b, d — hydrogen treatment for 20 min
Figure 4 — Structure of AK7ch and AK7ch(Sr—Sc) alloys, x500

a, b — AK7ch, ¢, d — AK7¢ch(Ti-B-Sr)
a, ¢ — casting at 720°C; b, d — casting at 800°C

Figure 5 — Structure of AK7ch and AK7ch(Ti-B-Sr) alloys, x500

The most intensive and fastest corrosion occurs in
the AK7ch alloy crystallized from 720°C, both in the as-
cast and heat-treated states. A significant reduction in
the corrosion rate is achieved with TTO (thermotem-
poral treatment) at 800°C — by 84.3% in the as-cast
state and by 91.5% in the heat-treated state. A similar
decrease in the corrosion rate is observed during mod-
ification with the Ti-B-Sr complex. In this case, solidifi-
cation from 800°C shows good results.

The highest corrosion resistance is demonstrated
by the modified alloy in the as-cast state. Analysis of
polarization curves (Figure 7) indicates that maximum
resistance, similar to samples after heat treatment at
720°C, is exhibited by modified alloy samples after
heat treatment at 800°C. The most corrosion-resistant

alloy is AK7ch(Ti-B-Sr), which underwent additional
solid-state heat treatment under the T6 regime. Slightly
lower resistance was observed in the modified alloy in
the as-cast state. In contrast, the initial (unmodified) al-
loy showed noticeably poorer anticorrosion properties,
particularly in the heat-treated state, where its re-
sistance was the lowest among the tested samples.

Analysis of the influence of thermotemporal treat-
ment (TTO) on the corrosion resistance of the experi-
mental alloys shows that, according to the position of
the polarization curves, samples treated at 800°C have
higher corrosion resistance compared with samples af-
ter TTO at 720°C. The application of solid-state heat
treatment under the T6 regime further improves the an-
ticorrosion properties of silumins.

33



ISSN 1028-2335 (Print)
Teopis i npakmuka memanypeii, 2025, Ne 2
Theory and Practice of Metallurgy, 2025, No. 2

1 (AK7q, TTO=720°C)

2 (AK74, TTO=720°C, T6)

4 (AK74, TTO=800°C)

6 (AK74, TTO=800°C, T6)

7 (AK7u (Ti-B-Sr), TTO=720°C)

9 (AK7u (Ti-B-Sr), TTO=720°C, T6)
10 (AK7q (Ti-B-Sr), TTO=800°C)

12 (AK74 (T1-B-Sr), TTO=800°C, T6)
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Figure 6 — Corrosion rate
treatment regimes
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Figure 7 — Polarization curves of AK7ch and AK7ch(Ti-Sr-B) alloys in the additionally heat-treated state after

testing in 0.1 M NaCl solution

The results of tests in an acidic environment (Figure 8) confirm this trend. In particular, AK7ch(Ti-Sr-B) alloys
treated at 720°C exhibited higher corrosion resistance than the unmodified AK7ch alloy.
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Figure 8 — Polarization curves of AK7ch and AK7ch(Ti-Sr-B) alloys in the additionally heat-treated state after

testing in an aqueous solution of 3% NaCl + 1% HCI
The lowest corrosion resistance, according to po-

larization characteristics, is demonstrated by the
AK7ch sample in the as-cast state. Application of T6
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heat treatment slightly improves its anticorrosion prop-
erties. The highest corrosion resistance was shown by
the sample subjected to TTO at 800°C in the as-cast



state, while the AK7ch(Ti-Sr-B) sample after T6 treat-
ment showed slightly lower resistance.

The data on general corrosion studies indicate that
both microalloying of the AK7ch alloy with the Ti-Sr-B
complex and thermotemporal treatment (T=800°C,
t=30 min) increase overall corrosion resistance.

Conclusions

Using the improved methodology for determining
the limiting degree of metals deformation during
wedge-shaped samples rolling, the dependences of
technological deformability of AK7ch and AK7ch(Sr—
Sc) alloys on hydrogen melt treatment regimes were
obtained, indicating a 60% increase in deformability
compared with the as-cast alloy of the initial composi-
tion. The dependences of technological deformability
of AK7ch and AK7ch(Ti-Sr-B) alloys on thermotem-
poral melt treatment regimes were obtained, showing
that deformability increases by 46% with microalloying
by the Ti-Sr-B complex and thermotemporal treatment
(T=800°C, t=30 min) compared with the as-cast alloy
of the initial composition.
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The structures of AK7ch and AK7ch(Sr-Sc) alloys
in the as-cast state and after hydrogen treatment (20
min), as well as AK7ch and AK7ch(Ti-Sr-B) alloys in
the as-cast state and after thermotemporal treatment
(T=800°C, t=30 min) after rolling to the limiting degree
of deformation, were studied. In all investigated sam-
ples, a pronounced geometric orientation of a-Al solid-
solution grains along the main deformation axis was
observed. Partial fragmentation of eutectic silicon and
intermetallic phases was also recorded, which poten-
tially improves the performance properties of the al-
loys.

The application of thermotemporal treatment at
800°C and the Ti—-Sr—B complex microalloying of the
AK7ch alloy significantly increases its corrosion re-
sistance. The lowest resistance is exhibited by the ini-
tial alloy in the as-cast and heat-treated states after
crystallization from 720°C. A significant decrease in the
corrosion rate — up to 91.5% — was determined as a
result of complex treatment.
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IlepuyHn I'.L, Isuenko A.0., Amé6padiceii M.I0., Isuenko O.B.
Bukopucransus xoJ01H0i AedopManii po3TAry ajs mNiABUILEHHS
MIITHOCTI apMATYPHOI0 MPOKATY B TEXHOJIOTISIX BUPOOHUIITBA rOTOBOIL
NPOAYKIIii B MOTKaX
Perchun H.L, Ivchenko A.0., Ambrazhei M.Y., Ivchenko O.V.

Using cold stretching deformation to increase the strength of rebars
in coiled product manufacturing technologies

AHomauis. Mema. AHaniz cmaHy eupobHuuymea apmamypHoeo rpokamy (All) ons 6ydisHuumea, a makoxX iCHyrHoi
iHbopmaujii No3umueHo20 ma HeeamugHO20 8UKOpUCMaHHs echekmy deghopmauiliHo20 3MIUHEHHST 3a paxyHOK XOrT0OHOI
degpopmauii poamsiey cmanesoeo cmpuXXHs 0151 3acmocy8aHHs Uux pe3yrbmamig y nodanblux po3pobkax echekmusHoi
mexHornoeii gupobHuymea apmamypHo20 rpokamy 8 momkax. Memoduka. AHanimu4Hi docnidxeHHs w000 8uKopuc-
maHHs1 X0r100HOI Oechopmauii po3msicy cmanego2o cmpuxHs 01151 Mid8UWEHHST Lio20 MIUHOCMI, @ MaKOoX MOPIBHSIHHS 8-
domux mexHoroeili eupobHULMea apMamypHO20 fpoKamy 8 Momkax Knacy miyuHocmi 500 H/mm?, siki 3axuuieHi namen-
mamu Ha 8uHaxo0u Ha nocmpadsHcbKOMY npocmopi. Pesynbmamu. [poaHanizosaHo mpu HalinowupeHiwux criocobu,
SKi suKkopucmosytombcsi 051 nidsuueHHs MiuHocmi All — neaysaHHsi cmari, mepmiyHa 0bpobka ma xonodHa dechopma-
uiss. lNMokasaHo, W0 neaysaHHsi cmarii, iIke Macoso 8ukKopucmosysarnocs 3 60-x pokie MUHyfI020 cmoimms fnpu eupob-
HUUMeI 2apsiuekamaHo20 rpokamy, cmae MeHW ehekmusHUM MemoOOM 8HaCTIOOK Cymmego20 MoOOPOXYaHHS Mpody-
Kuii yepes 3HauyHy eapmicmb ¢hepocninasis. [ns supobHuymea All knacy miyHocmi A500C malixe He sukopucmosy-
embcs. TepmiyHa 06pobka € HalMoWUPEeHIWUM cydyacHUM MemoOoM, SIKUU 3aCmoco8yembCsl Y NPOUECi 8U20MOBNEHHS
Al no [JCTY 3760:2019 knacie miuyHocmi A500C, A600C, A800 ma A1000. Memod 3miuHeHHst Al no CTY EN 10080
wnsxom xonodHoi deghopmauii (XL) e YkpaiHi Mae MeHWwe MowupeHHs, xo4a 3acmocosyemscs y caimi noHad 60 pokis.
Lum memodom e CPCP ompumysarnu apmamypy knacy A-llle, siky suzomoensnu 3 apmamypu A-Ill (FOCT 5781) wnsxom
Oeghopmauii sumsizyeaHHsM (poamsizom) Ha 3,5- 4,5%. BoHa mana HopMogaHy epaHuuto mekydocmi 2540 H/mm?, wo
gidrosidae knacy A500 3eidHo cyyacHoeo [CTY 3760:2019. Po3enssHymo cyms sguwja nidsuuwjeHHs MiyHocmi cmarni
winsixom xonnoOHoi deghopmauii poamsiey, cydacHuli cmaH supobHuumea All 8 Momkax ma HeobXxiOHicmb 3acmocy8aHHs
depopmauii poamsizy Onsi 3abesneyeHHs pigHs Knacy miuHocmi 500H/mm?. MposedeHo 062080peHHS 8I0OMUX pilieHb 10
supobHuymey All 8 Momkax 3 aukopucmaHHsM X0ro0HoI Oeghopmauii posmsay, AKi 3axuweHi nameHmamu. [pu ysomy
Ha pearsibHUX rpukiadax HageOeHo, SK Mo3umueHe, mak i HezamueHe 3acmocy8aHHs X0ro0HoI Oeghopmauii posmsizy 8
mexHosoeaisix supobHuymea eomoeoi npodykuii 8 Momkax. Haykoea Hoeu3Ha. 3anpornoHogaHa mexHosoeis ma obnad-
HaHHs1 0151 8U20MOBJIeHHST X0II00HO0ehopMO8aHO20 apMamypHO20 MpoKamy 8 MomkKax 3 8UKOPUCMAaHHSIM XOT00HOI
Odegpopmauii poamszom, Oe sci 100% sidcomkie npodykuii niddaromscs 3miyHeHHr0. Ocobrusicmio 3anpornoHo8aHoi me-
XHosoeii € noedHaHHs1 Xono0Hoi deghopmauiii poamsizom ma ¢hiHiluHoOT onepauii MexaHo-UuKiyHoi 06pobku, wo dodam-
K080 3abe3srneydye sucokuli piseHb 0eghopmamueHocmi (nnacmu4yHocmi) 20moegoi npodykujii. MpakmuyHa 3HaYywicme.
BukopucmaHHs 3anpornoHogaHoi mexHomnoeil ma obrnadHaHHs (niHii 0ris sueomoeneHHs Xxono00HodeghopMos8aHo20 apma-
mypHOE20 rpokamy 8 Momkax) 00380/1UMb Hanazo0umu 8upobHUUMEOo Ho8oeo npodykmy (Alle Momkax Knacy miyHocmi
500 H/mm? dnist 3amizo6emoHy) 3 8UKOPUCMaHHSIM X0n00Hoi deghopmauii poamsizom, sika 6yde mMacoso 3ampebysaHa y
108O€EHHIU 8i06ydosi YKpaiHu.

Knroyoei cnoea: apmamypHull npokam, cmaresuli CmpuXeHb, X0r00Ha 0eghopmauiss po3msicoM, MeXaHiyHi ernacmuego-
cmi, 2paHuys meKy4ocmi, Knac MiyHocmi, MexaHo-UukiriyHa obpobka.

Abstract. Purpose. To analyze the current state-of-the-art reinforcing bar (rebar) production for the construction industry,
review existing data on the effects of strain hardening through cold stretching of steel rods, and apply these findings to
the development of an effective technology for producing high-strength coiled rebar. Methodology. The research is based
on an analytical study of using cold stretching deformation to increase the strength of steel rods. A comparative analysis
of known patented technologies for producing 500 N/mm? strength class rebar in coils, particularly those developed in
post-Soviet countries, was also conducted. Findings. The study analyzed three primary methods for strengthening rebar:
alloying, heat treatment, and cold deformation. Alloying has become less cost-effective due to the high price of ferroalloys.
Heat treatment is currently the most widespread method for producing high-strength rebar (grades A500C, A600C, etc.)
according to DSTU 3760:2019. Cold deformation, while used globally for over 60 years and historically in the USSR to
produce grade A-lll, rebar (equivalent to modern A500), is underutilized in Ukraine. The paper examines the principles of
strengthening via cold stretching and reviews patented solutions for its application in coiled rebar production, presenting
both positive and negative real-world examples. The necessity of applying stretch deformation to reliably achieve the
500 N/mm? strength class is established. Originality. The originality lies in the proposed technology and equipment for
manufacturing cold-deformed coiled rebar. This process uniquely combines cold stretching deformation, which strength-
ens 100% of the product, with a final mechano-cyclical treatment. This combination not only increases strength but also
ensures a high level of ductility in the finished product. Practical value. The implementation of the proposed technology
will enable the domestic production of a new product: 500 N/mm? strength class coiled rebar for reinforced concrete. This
product is poised to be in high demand and will play a significant role in the post-war reconstruction of Ukraine.
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Beryn. ApmatypHun npokat (All) B cyyacHin Tep-
MIHOMOTIT Lie cTanesi CTPWXHI NepiognyHoOro npodinto
Pi3HOro Knacy MiLHOCTI, L0 9BMsoTb CODOK0 CKNnagoBy
3anizobeToHy. Yum Bue knac migHocTi All, Tum me-
HWa BuTpaTa cTani B 6yaiBHMUTBI. [Ans nigBuLLEHHS
MILHOCTi apmaTypHOro npokaTty BWKOPUCTOBYETHCS
TPUY HANMOLIMPEHILLIMX cnocobu — neryBaHHA cTani, Te-
pmiyHa obpobka Ta xonogHa gedopmauis. JleryBaHHs
cTani, sike MacoBO BUKopucToByBarnocsa 3 60-x pokiB
MWHYFIOro CTOMITTS NPY BUPOBHNLTBI rapayekaTaHoro
All, ctae MeHW edeKkTMBHUM METoaOM B Hacnigok
CYTTEBOrO NOAOPOXKYAHHA NPOAYKLT Yepes 3HaYHy Ba-
pTicTb (pepocnnasis. Lium meTogom BUroToBRASIETHCA
Al no ACTY 9130 knacis miuHocTi A400, A600, A800
Ta A1000. Onsa BupobHuuTtBa All knacy MiLHOCTI
A500C maimke He BUKOPUCTOBYETLCA. TepMidyHa obpo-
OKka € HaMMOLUMPEHILLMM Cy4aCHUM MEeTOAOM, SIKUIA 3a-
CTOCOBYETbCA Yy npoueci BurotoBreHHsa All no
OCTY 3760 knaciB mibHocTi AS00C, A600C, A800 Ta
A1000. Metoa 3miuHeHHa Al no OCTY EN 10080
Lwnsxom xonogHoi aedopmadii (XO) B YkpaiHi mae
MEHLLE MOLLUMPEHHSI, XO4a 3aCcTOCOBYETLCA Y CBITi No-
Hag 60 pokis [1]. Uum meTtogom B CPCP otpumysanu
apmartypy knacy A-llle, sy Burotoensnum 3 apmartypu
A400 (A-Ill 3ripHo 3 TOCT 5781) wnsaxom gedopmalii
BUTAryBaHHaM (po3tarom) Ha 3,5-4,5%. BoHa mana
HOPMOBaHyY rpaHuL0 TeKy4ocTi GinbLl Hixx 540 H/mm?,
wo signosigae knacy A500 srigHo OCTY 3760. Ha
OCTaHHbOMY cnocobi B LA aHaniTU4HWA cTaTTi Oyae
30cepekeHa OCHOBHa yBara. [1py upbomy Ha pearb-
HUX nNpuknagax 6yge HaBedeHo, SK NO3UTUMBHE, TaKk i
HeraTuBHe 3aCTOCyBaHHS XonoAHoiI Aedopmauii pos-
TAry B TEXHOMNOTISAX BUPOOHMLTBA NPOAYKLIi B MOTKaX.

MeTa poboTn. AHani3 cTaHy BUpOGHULTBA apMaTy-
pHOro npokaty Ans 6yaiBHMLTBA, @ TAaKOX iCHYIYOT iH-
dopmallii NO3MTUBHOIO Ta HEraTUBHOIO BUKOPUCTAHHS
edekty OedopMauiiHOro 3MiLHEHHS 3a paxyHOK

4

xonoaHoi aedopMallii po3Tary CTtaneBoro CTPUXKHS
ONS 3aCTOCyBaHHSA LMX pe3ynbTaTiB y NoAanbLUmX po-
3pobkax edpeKTMBHOI TeXHOMOrii BUpOBHULTBA apma-
TYPHOrO NPOKaTy B MOTKax.

MeTtoamka. AHaniTUYHI JOCHiIOKEHHS LLoOdO0 BUKO-
pUCTaHHA xoniogHol gedopMalil po3Tary cTaneBoro
CTPWXKHS ANA NigBULLIEHHS MOro MILHOCTI, @ TakoXx no-
PiBHAAHHS BiJOMWX TEXHOIOTIN BUPOOHMLTBA apMmaTyp-
HOro NpokaTty B MOTKax knacy MiyHocTi 500 H/mm2, aki
3axyLeHi NnaTeHTaMmn Ha BUHAXo4W Ha NoCTpagsiHCh-
KOMY MpOCTOpi.

Cymb nidesuuwjeHHs1 MiyHOCMIi WIsiXoM X0s/100-
Hoi deghopmauii poamsi2com. 3MiLIHEHHSI HU3bKOBYT-
neweBoi cTani WAsaxoM XOfoAHOI NnacTuYHoiI aedop-
Mauii (Mpu TemnepaTypi HaBKOMMWLIHBOIO Cepeno-
BMLLa) 3abe3nedyeTbest HaknenomM. 3MiLHEeHHs MpU Xo-
noaHin aedopmadii Hactae BHacnigok piskoro 36inb-
LWEHHSA LWiNbHOCTI OUCIOKaLiA Ta IXHbOro B3aEMHOro
ranbmyBaHHs. Haknen i nos'si3aHe 3 HUM nepemi-
LLEHHA Ta HaKOMWYEHHS OMCIIOKaLUi CynpOBOMKY-
€TbCS NOAPIOHEHHSAM CTPYKTYpH, ApobneHHsM 6rnokis
MO3aiYHOi CTPYKTYpK Ta 36iNbLUEHHAM KyTa pO30pieH-
TYBaHHSI MK HUIMW, CTBOPEHHSAM HEOAHOPIAHUX MIKpO-
HanpyxeHb. .B pesynbraTi nnactuyHin gedopmadit
nepeBaxHo NigaaeTsca hepuTHa cknagosa crani, Le-
MEHTUT NiJAETbCA FONOBHMM YMHOM NPYXHIN gedop-
MalLii Ta YaCTKOBOMY PYMNHYBaHHIO Ta NOAPIGHEHH!IO.

Bigomo kinbka cnocobiB xonogHoro aedopmy-
BaHHA cTanen 3 MeTol 30iNblLUEeHHSA MiLHOCTI: BOMO-
YiHHS, CNIOLLYBaHHS, 3TMHaHHS, CKPyYyBaHHs Ta BUW-
Tshkka (po3Ttar). YacTiwe Bcboro edekt 36inbLUeHHS
MILHOCTi [0CAraeTbCsl, KONM Mno3HayYeHi TeXHOMOriYHi
onepauii HaknagaTb Ha OBrOMIpHY CTanbHy Npoay-
KUit0 Y BArMS4i apMaTypHOro npokary, KaTaHku, Tpyou,
chacoHi Buau npokaty Ta iHwi. Bnnue cnocoby po3tary
Ha XapakTep 3MiHM YMOBHOI rpaHuLji TEKy4OCTi (xapak-
Tep1CTUKa MILHOCTI cTani) npeactaBneHa Ha puc.1.
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Puc. 1. Cxema 3MilUHEHHS po3TAroM HM3bKoBYrMeLeBoi ctani [2]: AC — nonepeaHe HaBaHTaXEHHs! (PO3TAr
00 3anuwKoBoro nodoexeHHs1); CLl — po3saHTaxeHHs1; [1B — noBTopHe HaBaHTaxeHHs1; BK — moxnuneumi npupict
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Y paHomy cnocobi po3TAr CTPUXKHIB 34iNCHIOTbL 40
Hanpyry, WO nepeBULLye rpaHuLlo TekydocTi. [lpu
LbOMY 3a paxyHOK nsfiacTuyHoi gedopmadil nigBuLLy-
€TbCS TpaHMLUA TEeKy4oCTi cTani A0 Hanbinbloi Ha-
npyru, sika CTBOPIKOETLCA MpU NonepeaHbLOMy PO3TAry.
BHacnigok postary y xonogHogedopmMoBaHoOi cTani
3HAYHO MiABULLYETHCS rpaHuLs TekyyocTi (Ha 20-50%)
Npu 3HWKEHHI NnactuyHocTi (Ha 20-50%). 3MiLHeHH0
poO3TAroM 3asBumyan niggaBany apMaTypHi CTPUKHI Y
rapsiyekataHomy ctadi. [lani BOHM 3acTocoByBanucs
ONA apMyBaHHA nonepeaHbo HanpyxeHux 3anizobe-
TOHHUX KOHCTPYKLiN [3] nopsa 3 apmaTypolo i3 rapsaye-
kaTtaHoi ctani knacy A-lV arigHo 3 TOCT 5781.

Cman eupobHuymea All e Momkax ma Heob6-
XiOHicmb 3acmocyeaHHs1 de¢hopmauii poamsey. B
MuHynomy ctonitTi B CPCP, a nisHiwe B kpaiHax CH[
Al B MOTKax BUroTOBNSABCS Ha MeTanyprinHnx nignpu-
EMCTBAX LUIAXOM rapsi4oi NpoKaTKM Ha COPTOBMX Api-
OGHOCOPTHUX CTaHax 3 HU3bKOJIErOBaHWX Mapok cTani
25I2C 1a 35I'C BUKMIOYHO B rapsiiekaTaHOMy CTaHi Ta
3 Byrneuesux mapok ctani Ct3 ta Ct5 B TepMiYHO 3Mmi-
LuHeHoMmy cTani [4-6]. B ocHoBHOMY Ue 6yB All knacy
miuHocTi 400 H/mm?2 (A-111). Mpwr ubomy npoaykuii 6ynu
npuTamaHHi HeJonikM y BUMMsSIAI BENMKOI HEOAHOPIA-
HOCTi MiLHOCTI MO AOBXMHi pO3KaTy 3a paxyHOK Pi3HWLi
LLIBMAKOCTiI OXONOAKEHHS 30BHILLHIX Ta BHYTPILLHIX BU-
TKiB po3KaTy, chopMOBaHOro B MoOToK. TobTo B oa-
HOMY MOTKY BYnu AiNSHKN CTPWXKHS, SIKi Manu pisHy Mi-
LHICTb (OBOX abo TPbOX KNaciB) B 3aNeXHOCTi Big Tuny
MOTKa, CC)OPMOBAHOMO Pi3HUMU TUMAMU MOTaroK,
AkMMK Bynu obnagHaHi npokaTtHi cTaHu. Takox Gyna
BiACYTHA MOXNUMBICTb BUpoGnATK All B MOTKax Knacy
miuHocTi 500 H/MM2, Wwo Habupas nonynsipHicTb B €B-
ponencbkux KpaiHax. 3MiLHEHHS 00 LbOro piBHA He
[03B0oNsANo0 opmMyBaT MOTOK Ha MOTarLi MPOKaTHOro
CTaHy 3a paxyHOK MiABULLEHOI MPY>XHOCTiI CTPWIKHS.
Tomy 3a KOPAOHOM MEPENLLIN Ha TEXHOMOTIi0 BUPOB-
HuuTBa All B MOTKax, KOnu cnoyaTky Ha MeTanyprii-
HOMY nianpuemcTsi BurotoBnsoTs All nepiognyHoro
npodcpinto B MoTkax MiuHocTi 350-450 H/mm2, a gani
LUNAXOM JoaaTKoBOI XosiofHoi Aedhopmalii po3tarom
NpoAyKUito AoBOASATL A0 Kracy MilHocTi 500 H/mm2.

[ocsig macoBoro BMpoGHMLUTBA Ta 3aCTOCYBaHHSA
XONnoAHO4E(OPMOBAHOTO  apMaTypHOro  Mpokaty
(XOATI) B kpainax €sponu Hanivye GinbLu Hix 40 pokiB.
Moro noLIMpeHHIO Crpusie PO3BUTOK iHAYCTPianbHMX
mMeTogiB OyaiBHMUTBA, Ae 3aroToBky All Ta BUPOOHML-
TBO 3ani3ob6eTOHHMX BUPOOIB 34iNCHIOBANM Ha OKpe-
MUX nignpuemcTBax. 3a uen Yyac B GaraTtbox kpaiHax
(HimeuwuwnHa, Itanis, ABcTpis Ta iHWi) 6ynu CTBOpEHi
BUCOKOEEKTMBHI TEXHONOTIYHI MiHiT NO BUFOTOBIIEHHIO
Ta nepepobui XOAI (Ha3Ba B EBPONENCHLKUX HOpMa-
TUBHUX [OKyMeHTax — ApiT) giameTtpom Big 4,0 go
16,0 mm. TexHonoris BUpobHMLTBA Nonsirana B goaa-
TKOBOMY 3MiLHEHI cTani WisxoM gedopmyBaHHS po3-
TArOM Npy TemnepaTypi HaBKOMMULLIHLOIO CepeaoBULLIA
ONst OTPUMaHHS roTOBOI NPOoAyKLii B MpoLeci nepemo-
Tk All MmeTanyprinHoro BMpobHMLTBA i3 MOTKa B MO-
ToK. NMepeBarn BUpoOHULITBA Ta BUKOPUCTaHHS XOAT
y MOTKax nonsirac B TOMYy, LO BUKOPUCTOBYIOYN Cy-
YacHe obnagHaHHA 4N 3aroToBkM Ta nepepobku All
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y BUrMsiAi NpaBUnbHO-BIAPI3HUX BEPCTaTIB, MiHil aBTo-
MaTM30BaHOIO PO3KPOK Ta BUFOTOBMEHHHA apMartyp-
HUX eNEeMEHTIB, a TaKOX NiHil 3 BUTOTOBEHHSA 3BapHOT
ciTkm 3 Al'l giameTpom Big 4,0 4o 16,0 MM y MOTKax Ha
nignpuemcTBax byaiBenbHOI iHAYCTpPIl MOXHA 3aroToB-
NATU LUMPOKNIA CNEKTP eNeMEHTIB ANA apMyBaHHSA KOH-
CTpyKuin. Mpu ubomy Al MOXe 3aCTOCOBYBaTUCS Y BU-
rnani CTPWXKHIB pO3paxyHKOBOI apMaTypu, a Takox y
BUrNaai ckobo-3rmHanbHUX BMpobiB Byab-akoi hopmu,
3 SIKMX HaJani BUroTOBNATUMYTbCS BCiNsiKi kapkacu 3a
POPMOI0  KOHCTPYKLIN, Y TOMY 4YUChi i [OBrOMIpHI.
OcTaHHe nigsuLLye NPOAYKTUBHICTb Ta 3HAYHO CKOPO-
YyE YNCENBHICTb POBITHUKIB, SAKi 3afisHi Y BUPOOHK-
YOMY MPOLIECI.

062080peHHsT 8iI0OMUX piWeHb, sIKi 3axuuieHi
nameHmamu.

Mpuknap 1.

MO3NTMBHUM BUKOPUCTAHHAM XONOAHOT aedopma-
Uii po3tary B BUpoOHMUTBI Al B MOTKax Crig BBaXkaTu
TEXHiYHi piLleHHs, siKi 3anponoHoBaHi B [7-9], ik cnocib
(TexHomorig) Ta NpUCTpin AnA peanisadii (TexHonori-
YHa niHis). 3rigHo [7], cnocib komBiHOBaHOrO BUPOBHM-
LTBa apMaTypHOro NpokaTy nepioguyHoro npodinto B
MOTKaXx, BKIOYa€e rapsdvy gedopmallito ctanesoi 3aro-
TOBKM 3 OTPMMaHHAM CMYrM-po3KaTy y BUrMsgi cTpu-
XHS1, MPUCKOPEHE OXONOMPKEHHS, 3MOTYBaHHS B MOTOK,
HaCTyrnHe OXONOMKEHHSA Ha MOBITPi Ta noganbluy Xo-
nogHy pedopmadito Npyu TemnepaTypi HaBKOMULL-
HbOro cepegosuLia. lNMpu LbOMY B Npoueci rapsyol ae-
dopmalii hopMyOTb KPYrnniA CTpUXEHb C nepioany-
HUM NpodpinemM Ha NOBEPXHI, AKUIA OXONOOXKYIOTb NOTO-
KOM Boau abo BOAO-MOBITPSIHOK CyMiLli O cepeaHbo-
macoBoi Temnepatypu 740...800 °C, a gani BegyTb
OXOIOPKEHHS Ha MOBITPi 4O TeMnepaTypu HaBKOMULL-
HBOro cepefoBuLLa, MiCrA YOro 34INCHIOKTL XONOAHY
AedopmMaLiio LINSXOM po3TAry CTpWkHS Ha 2...12 %
npw TeMneparypi HaBKONMLLHBOTO CEpeAoBuLLA B NPO-
LLleci NnepemMoTKM Moro 3 MoTka B MOTOK. 3rigHo [8, 9]
niHia 4ns BUroTOBMEHHS XonoaHoAehOopMOBaHOro ap-
MaTypHOro MpokaTy B MOTKax MiCTUTb BCTaHOBIEHI B
TEXHOSMOrYHI NOCMIAOBHOCTI PO3MOTYBarbHUIA NPUCT-
pir, NPUCTPIN ANsS MEXAHIYHOro BUAANEHHS OKarnuHW,
NPUCTPIA ANA XOroAHoro AedopmMyBaHHA npokaTy,
NPUBOAHWNIA HaMOTyBarbHUI MeXaHi3aM Ta MNpUCTPIN,
o dopmye MOTOK. [Mpun LbOMY NPUCTPIN ANs xonoga-
Horo AedopMyBaHHA MPOKaTy BMKOHAHO y BUrMsAi
ABOX 00BigHMX 6apabaHiB, NepLIoro i Apyroro no xogy
pyxy npokaTy, ki KiHeMaTU4YHO MOB'A3aHi M coboto
3a [JOMOMOrOK EenekTponpuMBOaHOI 3ybyacToi nepe-
Aadvi-llecTepHi, a cam NPUCTpPIN pO3MilLLEHO Ha OinsaHLUi
MDK MPUCTPOEM ANSA BUAANEHS OKanvHU i NpYBOOHUM
HaMOTyBarnbHUM MNPUCTPOEM. 3a paxyHOK pisHuLI dia-
MeTpiB 00OBigHNX GapabaHis abo pi3HWLL LUBMAKOCTI Ky-
TOBOro obepTaHHs 06BigHMX BapabaHiB peanisyeTbes
gedopmalia po3Tary CTpwxHS Ha 2...12% npu 1ioro
nepemoTui 3 MOTKa B MOTOK.

Ona otpymanHsa XOAI B MOoTKax Knacy MilyHOCTI
500 H/MM?2 BUKOPUCTOBYIOTb 3aroTOBKW MEPIoaNYHOro
npoginto MeTanypriiHoro BupodHuuTea. Lle nowwmpe-
HUA HanNpsiMOK y BMPOBHULITBI xonoaHoaedopmMoBa-
Horo All, a cama TexHonoria € kombiHoBaHotw [10].
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BoHa 3acHoBaHa Ha [oOaTKOBOMY 3MiLHEHHI rapsiye-  ctanen mapok Ct3lnc, 18M'2C, 202 ta 25I'2C i3 BMi-
KaTaHOro npokaty (3aroToBku) 3 rotoBMM nepiogum4-  ctom Byrneuto B Mexax 0,18...0,24% 3 noganblumm
HUM npodinem (knacy 350-450 H/MM?2) pedbopmauieto  oTpuMaHHAM npoaykuii knacy A500C.

po3Tsary (stretching) npu Temnepartypi HaBKONULLHBOTO OnpobyBaHHA TexHonorii 3aiicHioBanu y nabopa-
cepenoBuLa Ta 3abe3neyye OTPMMaHHS Knacy MiLHO-  TOPHMX YyMOBax. B SIKOCTi 3aroToBku BUKOPMCTOBYBANU
cTi 500 H/mm2 npu 36epexeHHi goctatHboro piBHa Al nepiognyHoro npodinto @ 8,0 mm i3 crani 25M2C
NNacTMyYHMX BnacTmBocten. To6To Takmm YmHoMm 3a-  (%C —0,27; %Mn — 1,39; %Si — 0,76), sk gecpopmy-
Be3neuyeTbCca MOXNUBICTE OTPUMYBATU FOTOBUI NPO-  Banu po3TsaryBaHHAM (CTyneHb gedopmadii, €) Ha 2,0
AykT (AlT) Binbw BMLLOroO Knacy MiyHocTi, wo sonogie  Ta 4,0% npu TemnepaTtypi goskinns. Micna usoro 3pa-
OinblU BUCOKMM piBHEM MILHOCTI, Ta BiAMNOBIAAE BUMO-  3KM MigaaBany MexaHo-UukniyHin obpobui (MLIO) yo-
ram HauioHanbHoro [ICTY 9130 a6o [ICTY 3760, Taki  TMpMa BUIMHaMM Ha POSIMKOBOMY MPUCTPOI (aiameTp
cyvacHum 3akopgoHHum ctaHgaptam  (EN 10080, ponukie 90 mm). BunpobyBaHHS 3paskiB Ha po3Tar
BS 4449, DIN 488). [insa peanisauii Takoi TexHonorii B8 npoeoaunu 3rigHo 3 TOCT 12004 Ha mawwuHi FP-
SIKOCTi 3aroTOBKM MOXe 3acTocoByBaTtucs npokat nepi-  100/1. OTpmumaHi pesynbTat NnpeacTaBneHi y Taon. 1.
ogun4dHoro npodinto — knacy A400C 3a ACTY 9130 si

Tabnuus 1. MexaHiyHi BnactusocTi All nicna xonogHoi gecpopmalii po3Tsarom

CrtyneHb pgedpop- | MokasHWKM MEXaHIYHMX BIACTMBOCTEN Knac

maii, % or, H/Mm? e, HiMM? celor Omax, % MiLHoCTi ATl
0 480 695 1,45 16,8 400

2,0 570/ 580% 718 /742 1,26/1,28 10,5/12,0 500 /500
4,0 660 / 650 760/ 765 1,15/1,18 8,5/9,0 600 / 600

*) — y 3HAaMEHHWKY Micns 4OAaTKOBOI MexaHo-LukriyHoT 06pobku (MLIO)

HaBepgeHi pesynbratu cBigyatb Npo Te, WO LWns- [MepeBarn 3anponoHoBaHoi TexHonorii Ta obnag-
XOM XonogHoi gedopmadii po3tsarom 3 Al knacy Mil-  HaHHA 4ns i peanisadii nonaratoTb B TOMY, WO Npw ne-
HocTi A400 moxnueo oTpmumyBaTu Al BinbLu BUCOKOTO  PEMOTL 3 MOTKa B MOTOK, BCA CMyra (CTPWXeHb) nia-
knacy miyHocTi (A500 Ta A600). Lie moBoauTth, Wwo Al gatoTbCHa po3TAry Ha BU3HAYeHy BENUYMHY Aedopma-
knacy miyHocTi 500 H/MM?2 y noBHil BignoBigHOCTI A0 Uii, WO NpM3BOAUTbL A0 NiABULLEHHS PIBHSA rpaHunLi Te-
BMMOT EBPOMNENCHLKUX HOPMATUBHKX JOKYMEHTIB MOX-  Ky4OCTi. TOOTO oTpMMaHHI0 npoaykuii (Al B MoTkax) B
NMBO BUWFOTOBMATM i3 3acToCyBaHHAM TexHororii  06caA3i 100% GinbLu BUCOKOro Kracy MiLHOCTI, KOnu Ha
stretching-npouecy (xonogHa Aedhopmadia WASXOM  pO3MOTyBanbHUI NpUCTpin (Mo3uuis 1 Ha puc. 2) no-
[00aTKOBOro pO3TAryBaHHS) Npy NepemMoTyBaHHi Npo-  AaeTbCcA MOTOK knacy 350-450 H/mm2, a nicna nepe-
KaTy 3 MOTKa B MOTOK. MOTKW Ha NPUCTPOI, WO dopmye MOTOK (Mo3uuis 5 Ha

Cama TexHomorisi peanisyeTbCsi Ha 3anpornoHoBa-  puc. 2) Maemo HoBuin MoTok Al knacy 500 H/mm?2.

Hil TEXHONOrIYHIW NiHiT (pnc.2), AKka 3axuLieHa naTeH-
Tom UA Ne 159101 [9].
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Puc. 2. TexHonoriyHa niHis gns BMpobHMUTBa XonoaHonedopMOBaHOro apMaTypHoro npokaty knacy 500
H/MM?2 LINSIXOM NepeMOTKU i3 MOTKa B MOTOK CTPVIKHS MeTanypriiHoro BupobHuuTea knacy 350-450 H/mm?2, ne
3a3HayeHo: 1 — po3mMoTyBanbHUN NPUCTPIN; 2 — NPUCTPIN ANSA BUAANEHHS OKanuHW; 3 — NPUCTPIN ANs XONo4HOro
AedopmMyBaHHSA NpokKaTy po3TArom; 4 — NPUBOAHUA HAMOTYBaNbHUIN MeXaHi3M; 5 — MPUCTPIN, O POPMYE MOTOK,;
6 — JaTyMK aBapilHOI 3yNMUHKWU NiHil; 7 — HaNpsIMHa y B4 ONoKy Kineub NS BUPIBHIOBaHHS apMaTypHOro
CTPUXHS; 8 — apMaTypHUI CTPUXKEHb

Mpuknap 2. Ha nepwomy etani (meTanypriiHomy) BUPOGHWL-
HeraTvBHMM BMKOPUCTaHHAM XornoaHoi aecopma- T8O All B MOTKax 34INCHIOETLCA 3a TPaaMLIHOW TeX-

il postary B TexHornorii BupobHuutea All cnig BBa-  HOMOTri€t0, LLIO BKMOYAE HarpiBaHHsi 3arotoBku, barato-
XaTn TeXHIYHI pilleHHs, siKi 3anponoHoBaHi B [11]. NpPOXigHy rapsiyy NpPoKaTKy Yy Barkax 3 kaniopamu, oxo-
NOMKEHHA B MPOXIOHMX OXOMNOMKYHOUMX CEeKUisiX,
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3MOTYBaHHSA MpokaTy B MOTOK i nmogarnblle OXOJio-
OKeHHs Ha nosiTpi. Linm gocaraetbca oTpumaHHs ro-
TOBOI npoaykuii (Al B MOTKax) Knacy MilHOCTI
450 H/mm? (A400 3a [ICTY 3760 abo MOCT 34028).

[ani BigOyBatoTbCA Aii, SKi HIIKUM YMHOM HE CTOCY-
IOTbCA MpoayKuii, sika Oyae BignpaBnATUCS CNOXUBa-
YyeBi (cnoyaTky BoHa NONEXWUTb Ha cknagi, a noTiM pa-
30M 3 BiAMOBIAHUMU JOKYMeHTamu byae BignpaeneHa
3aMOBHMKY), 60 NpoBOANTLCS NofarnbLumi BiAbip 3pa-
3kiB, IX NpaBka, NPOBeAEHHS MexaHiYHUX Bunpoby-
BaHb Ans Buaadi ceptucpikaTy skocTi. Lle o cnocoby
BMPOOHMLTBA HE Mae >XOOHOro BiOHOLUEHHS Ta He
BNNMBA€E Ha BNACTMBOCTI NPOAYKLl, WO BUroTOBMNEHA
paHiLue.

Ha etani npaBku BigibpaHMx 3paskiB Ta npoBe-
OEHHS1 MeXaHiYHUX BUNpobyBaHb BigbyBaETbCS ronoB-
HUA oOMaH, Lo MOB’A3aHUA 3 XONoAHOK aedopMa-
uieto poaTtary. [NpaBky 3paskiB 3A4iicHoTL 6e3nocepe-
OHbO nicns Bigbdopy 3pa3kiB Big MOTKIB LLSISIXOM N0340-
BXXHbOr0O PO3TAryBaHHS KOXXHOro 3paska 3 3ycunnsam P,
OOCTaTHbOro AN YCYHEHHS1 KPMBU3HM 3paska nicns
3HATTSA PO3TArYHOHOrO HAaBAHTAXKEHHS, @ BEMNYUHY 3Y-
cunnsg P BU3Ha4atoTh i3 CNiBBiAHOLLIEHHS:

P = k'UO,ZCTaHA F,

ae F — nnowa nonepeyHoro nepepisy 3paska,
MMZ;

00,2 crang — YMOBHa rpaHunusa TEKYy4oCTi, LWo BCTa-
HOBIOETLCA CTaHAAPTOM ANS UbOro Buay npoay-
Kuii, H/mm2;

k — koediuieHT, wo gopisHoe 0,9-1,2.

TobT0, gecdopmauii po3Tary niggoarTb TiNbky
BidibpaHi KOHTPONbHI 3paskn AN BU3HAYEHHS Me-
XaHiYHMX BNacTMBOCTEW MpokaTy Micns 0oXoro-
KeHHs ByHTIB. Mpu ubomy GaxaHHA BMPOOHMKa
peani3zoByBaTu CBOI Npoaykuito, sk All B MoTkax
knacy A500 oOyMOBOE OKPEMUIN PO3TAT KOHTpPO-
nNbHUX 3paskie Ao Hanpyru B 500 H/mm? x (1,0-1,2),
wo 6yne Bignosigatu Hanpysi 500-600 H/mwm2. Ta-
KMM YMHOM MpPU PO3BAHTAXEHI LMUX KOHTPOMbHUX
3paskiB Ta HAacCTYNHOMY iX BUNpoOyBaHHi po3TArom
00 po3puBYy 3rigHo puc. 1 rpaHuusa TekydvocTi byae
Ginbwoto 3a 500 H/mMM2, wo Bignosigae piBHIO
knacy A500. Llen knac miyHocTi 6yge 3a3HavyeHo
B cepTudikaTi SKOCTi BCiel napTii roToBOi NpoaykK-
uii (NpunNuMcaHo HEeiCHYKYUIA Krac MILHOCTI), SKUR
BECb YacC 3HaxXOAUBCS Ha CKnagi Ta He niggaBaBcs
BNNMBY AoAaTKOBOI AedopmalLii po3TArom.

Takox cnig 3a3HauuTy, WO aBTopu nateHTy [11]
BMOIip 3anponoHOBaHOro HMMK cnocoby npaBku 3pas-
KiB Bi npokaTy B MOTKax MOSICHIOTb TUM, LIO BiH
Moxke ByTu OoBINbHUM, 60 He 0OYMOBIIOETLCS B CTaH-
paptax. Hacnpaeai ue He Bignosigae AaincHocTi. B
FOCT 12004 (Ctanb apmaTtypHas. MeTtogbl ucnbita-
HUS Ha pacTshkeHne) B M. 1.2 YiTKO BU3HAYaeTbCH — «
...BunpaeneHHs 3paskiB Big apmaTypHOro npokary B
MOTKax He MOBMHHO BUKNUKaTU AedopMaLiiHoro 3mi-
LIHEHHS1, 30aTHOro0 3MIHUTM MEXaHi4yHi BIacTUBOCTI
npokaTty». Takox, ue He Bianosigae Bumoram po3ainy
4 ctanpapty ISO 15630-1 (Steel for the reinforcement
and prestressing of concrete — Test methods — Part 1:
Reinforcing bars, wire rod and wire), Ae 3a3HadqeHo, Wwo
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BUPIBHIOBAHHS KPUTMYHO BaXknuee NS NPOBEAEHHS
BUNpoOyBaHb Ha PO3TAr Ta Ha BTOMHY MIiLHICTb. Y
ISO 15630-1 cneuianbHO 3a3HaYeHO, L0 3pasku ans
NpoBefeHH MexaHiYHMX BunpoOyBaHb MigaalTbCs
MiHiIManbHin NnacTu4YHin gedopmaldii i3 4OKyMeHTanb-
HoO (hikcaLielo MeToaa BUPIBHIOBaAHHA Ta YMOB TEPMI-
YHOrO CTapiHHSA [12].

B HasiBHOCTI MaemMo noABiiHUA 0OMaH Ta panbcu-
dikaLito NoHATTA Woao0 BNnuBY Aedhopmalii postsary
Ha xapakTep 3MiHW MiUHOCTI cTani (nigBuLEeHHs rpa-
HULi TEKYYOCTi).

3asHaueHuii aBTopamu nateHTy [11] TexHiuHn pe-
3ynbTaT BUHaxody — «...MIABWLLEHHST SIKOCTi npokaTy
3a paxyHOK YCYHEHHS1 NOXMBKM Npu BU3HAYEHHI yMOB-
HOI rpaHuLi TEKYYOCTI, NOB'I3aHOI 3 MOXITMBOK HENPSI-
MOMIHIVHICTIO (NOQOBXHBOK KPUBU3HO) 3paskiB ans
MexaHiYHMX BUNpoOyBaHb», He BiANoBiAae AiNCHOCTI,
60 cynepeunTb 300pOBOMY [MNy3ay Ta nonvpae enemMe-
HTapHi 6a3oBi NOHATTS BNMBY Aedopmauii po3Tary
Ha BnactmsocTi All B MOTKax, a Takox 6asy’Tbca Ha
obmaHi. Mpuctpin gns peanisadii cnocoby nNo naTeHTy
[11], saragyBaTn Ta KOMEHTYBaTW HE Ma€ CeHcy, 00 BiH
He BigHOCUTbCA A0 obnagHaHHS, WO 4O4ATKOBO MOXE
3MmiuHoBaTM All B MOTKax xornogHow aedopmadieto
PO3TAroMm.

BucHoBKku

XonoaHa aedopmalist po3Tary € 4ieBMM Criocobom
NiABULLEEHHS PiBHSA rpaHULLi TEKy4OCTi CTaneBoro cTpu-
XHSi Ta O03BOMSE OTpUMyBaTU XonoaHoaedopMoBa-
HUA apMaTypHWUIA NpoKaT B MOTKax Oinbll BUCOKOro
Knacy MiLHOCTi.

CyuacHe obnagHaHHS JO3BOSIE pearnidyBaTn HOBY
TexHonorito oTpumanHa XOAI knacy miyHocti A500
(500 H/mMM?2) B npoMKCnoBUX MacluTabax LWmsxoMm ne-
PEMOTKMN 3 MOTKa B MOTOK Ha Cy4aCHUX TEXHOSOMYHNX
niHisX npoaykuii MeTanyprinHoro BMpobHuLTBa — ap-
MaTypHOro NpokaTy NepioanyHOro Npoginto y MoTkax,
Wo Mae rpaHuuio Tekydocti 350-450 H/mm2. TMpu
ubomy 100% npoaykuii 3a3Hae BnnuBy Aedopmadii
po3TAry Ta BignoBigae BMMoram HauioHarnbHOro Ta 3a-
KOPAOHHWX CTaHOapTiB A0 apMaTypHOro npokaTy
knacy A500.

MO3UTMBHMM NpPUKNagoM BUKOPUCTAHHAM XOIon-
HOi gedpopmalii po3Tary B TexHonorii BMpobHuuTBa
apMaTtypHOro npokaty chnig BBaXaTu TexXHiyHi pi-
LLIEHHS, siKi 3anpOonoOHOBaHi aBTOpaMu Ta 3axuLLeHi na-
TeHTamu Ykpaium [7- 9].

3anpornoHoBaHa TexHonoris Ta obnagHaHHA [9]
0N BUrOTOBMEHHS X0noaHoAeopMOBaHOro apmary-
pHOro npokaty B MOTKax 3 BUKOPUCTaHHSIM XOMNOAHOT
aedopmauii poatarom, ge Bci 100% BigcoTkiB roToBol
NPOoAyKLIi NigAatTbCA 3MILHEHHIO.

OcobnuBicTHO 3aNpONOHOBAHOK TEXHONOTT € NOEA-
HaHHSA XO0NoAHOoI Aedhopmalii po3Tarom Ta iHiLWHOT
onepavuii MLLO, wo gopmaTtkoBo 3abesnevye BUCOKMN
piBeHb AedopMaTMBHOCTI (MMAcTUYHOCTI) FOTOBOI
npoayKuii.

TexHonorito BUPOGHMLTBA apMaTypHOro npokaty
Ta obnagHaHHA Ang i peanisauii 3rigHo nateHTy PO
[11] cnipg BBaxaTm HeratTMBHMM  MPUKNAAOM
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3actocyBaHHA gedopMadii po3Tary ans niaBULLEHHS TexHiyHi pilleHHs, skKi 3axuwae nateHT [11] € den-
MILIHOCTi rOTOBOI Npoaykuii, 60 Hacnigkn BNnMBY CTO-  KOBUMMK, 60 cynepedaTb 340pOBOMY ry3ay, nonupa-
CYIOTbCS TiNbKM 3paskiB, Lo NigAarThCs KOHTPONIBHUM  HOTb efnleMeHTapHi 6a30Bi NOHATTS BNNMBY Aedhopmauii
icnuTam, a OTpMMaHi pe3ynbTaTh He XapaKTepusyloTb  PO3TAry Ha XapakTtep 3MiHM MiyHOCTi ctani (migBu-
BNAaCTMBOCTI BCi€i MapTil NpoAyKuii, WO noTpannse  LWeHHSA rpaHuLi TEKYYOCTi), a Takox BasyroTbes Ha yc-
crnoxusady. TobTo cnocTepiraeTeca HasiBHa panbCu-  BigOMIIEHOMY OBMaHi.

dikaLlis, KOnNu HeiCHylYi BMacTUBOCTI A0AATKOBO 06-

pobreHnx 3paskiB NnepeHocATbCA Ha BCHo napTito All.
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Aopowenko B.C.
Mudpose moxeoBanHsa MeTamarepiajiB 1ias 3D-apyKy JuBapHux

MoJesied B KOHTEKCTI nepexoay 10 BUPOOHMITBA HA BUMOTY
Doroshenko V.S.

in the context of transition to on-demand manufacturing

AHomayis. Y cyyacHux ymosax arnobasbHoi HecmabinbHocmi, PUHKOBUX KOJlugaHb i 8apiamusHocmi nompeb crioxusa-
4ig 8UPOBHUUMEBO «Ha 8UMO_Y» Cmae MepcrnekKmusHoO cmpameeieto, niodmpumysaHor iHHogauiaMu y cgepi adumus-
Hoeo supobHuymea (3D-0pyky). Mema po6omu — docriOxeHHs1 sukopucmarHsi npoepamu sphereneRHINO (Spherene
Inc., Llseliyapisi) Ons npoekmysaHHs i OpyKy8aHHSI MOpUCMUX CMPYKMYyp ueapHUX modenel 3amicmb mpaduyitiHux 3
niHononicmuporny. Memoduka: 6yrio npoaHasizosaHo NMpoyec yupo8o2o NMPoeKmMye8aHHs rnosniMmepHuUx mModesel, 8UKO-
HaHO MPOEeKMy8aHHs1 y 3a3HaqeHill npoepami ma HadpykoeaHo 3pa3ku moodesnel. Pe3ynbmamu. IniocmpamugHo onu-
caHo anzopumm i Moxnusocmi npoepamu sphereneRHINO, ompumaHo 3pa3sku komip4acmozo Mamepiany moodernel, po-
3pobrieHo crocib ix OpyKy 3 8iOKpUMUMU rMopamMu ma mpaH3umHor rnopucmicmio. [a3onpoHUKHICMb Moderni 8uKopuc-
maHo 055 8aKyyMyeaHHs niujaHoi (hbopmu ma cmpykmypu modei, wo 60380:uro i ea3ughikysamu po3riagom memary
3 00HoYacHUM gifKayvysaHHsIM 2a3ig | cmeopumu echekm fummsi 8aKyyMHUM 8CMOKMYys8aHHsiM. Haykoea Hoeu3Ha. [iHo-
Mamepiarn, Kul He npusHadyascs O nueapHuUx moderned, 3acmocogaHo 0715 MPOoeKmyeaHHs U OpyKy nopucmux mooe-
nell i3 KOHMPOeM WirbHOCMI, MOBUUHU CMIHOK i 2eomMempil OpykosaHux rop. lMpakmu4Ha 3HavYywjicmb: 3Ha4He CKO-
POYEHHS mepMiHie npoekmysaHHs1 U 8U20MO8eHHs NMosniMepHUxX modenel 3agdsiku 3acmocysaHHo 3D-0pyky cripusie
alanmuesHocmi nidnpuemcme 00 3MiH PUHKY, pearizauii Mmodeni supobHuUymea «Ha eumoay» ma yugbposisauii npouyecy
numms 3 MiHimizayjeto sumpam vacy U pecypcis.

Knro4voei cnoea: 3D-Opyk, adumusHe 8upobHUUMBO, 8UPOBHULMEO Ha 8uMoay, flueapHi mModeri, Memamamepiar,
nummsi 3a Modenamu, Wo 2a3ugikyromscs.

Abstract. In today's conditions of global instability, market fluctuations and variability of consumer needs, manufacturing
"on demand" is becoming a promising strategy, supported by innovations in the field of additive manufacturing (3D print-
ing). The purpose of the work is to study the use of the sphereneRHINO program (Spherene Inc., Switzerland) for de-
signing and printing porous structures of foundry models instead of traditional ones made of expanded polystyrene. Meth-
odology: the process of digital design of polymer patterns was analyzed, design was performed in the specified program
and pattern samples were printed. Findings. The algorithm and capabilities of the sphereneRHINO program are exem-
plarily described, samples of cellular material of patterns were obtained, a method of printing them with open pores and
transit porosity was developed. The gas permeability of the pattern was used to vacuum the sand mold and the pattern
structure, which allowed it to be gasified with molten metal with simultaneous pumping out of gases and to create the
effect of casting by vacuum suction. Originality. The foam material, which was not intended for casting patterns, was
used to design and print porous patterns with control of density, wall thickness and geometry of printed pores. Practical
value: a significant reduction in the design and manufacturing time of polymer patterns through the use of 3D printing
contributes to the adaptability of enterprises to market changes, the implementation of the "on-demand"” production model
and the digitalization of the casting process with the minimization of time and resource costs.

Key words: 3D printing, additive manufacturing, on-demand manufacturing, casting patterns, metamaterial, Lost Foam
Casting.

Digital modeling of metamaterials for 3D printing of foundry patterns

BeTyn. [py HAHILHIX PUHKOBUX KOSTMBaHHSX, pU3U-
Kax rnmobanbHOi HecTabinNbHOCTI Ta 3pOoCcTayoi Bapia-
TMBHOCTI NOTPeb cnoxmBadis BUPOOHULTBO Ha BUMOTY
(on-demand manufacturing) cTae nepcnekTUBHOK
cTpaTerieto, WO akTUBHO NIATPUMYETLCH iHHOBaLiSIMU
y cdepi agutuBHoro BMpobHuuTBa (AB), Takox Bigo-
moro sik 3D-apyk [1, 2]. Hu3ka nepeBar mogeni «Ha Bu-
MOry» BKIHOYAE OMTUMI3aLil0 NaHLoriB nocravyaHHs,
3HWKEHHS PU3NKIB 3aBASKWN fokanisauii BUpooHMUTBa
bnwkye go cnoxueada. 3 ApyKyBaHHAM BUpODLIB 3 Ly-
dposux hannis UMPOBI KaTanoru 3anacHNMX YacTuH
noTpebyloTb 3HAYHO MEeHLUE IHBECTULN, HixK (hisnyHe
YTPUMaHHSA CKnagis, WO eKOHOMUTbL pecypcu. Buroto-
BMEHHS NPOAYKLii NyLIe y NOTPIOHNA MOMEHT 3 MiHiMi-
3auieto BiAxoaiB i HAANMLLKOBKX 3anaciB 3MEHLLYE BU-
TpaT Ha noricTuky. CKOPOYEHHS1 TPaHCMNOPTHUX

BUTPAT i KiNbKOCTi HEMpoAaHWx ToBapiB CNpUSE 3HU-
YKEHHIO BYTIeLeBoro cnigy.

3rigHo 3i 3B8iTom McKinsey (2023), go 2030 p. Brpo-
Ba[KEHHS BMPOOHMLTBA HA BUMOTY 34aTHe 30inbumnTum
rnob6ansHuii BBl Ha 2,3 TpunbiioHa gonapis, a 73 %
KOMMaHil NPOrHo3yoThb 3pOCTaHHA NpUOYTKOBOCTI 3a-
BASKW Ui cTpaTerii [1], kKNio4YOBUM IHCTPYMEHTOM HOro
ctae AB. AB, sk pyLliiHa cuna 3MmiH, Bce YacTille pos-
rMagaeTbeca B NNaHi MogepHisauil TpaguuinHnx nuea-
pHMX MpOLECIB 3 OpieHTaujel iX Ha uMdpoBe BMPOO-
HUUTBO. poTe Lern npouec 4OCUTL TpMBanNuN i Hayko-
eMHU. Akwo nepcnektusa 3D-ApyKy K BUPOBHNYOro
npoLecy, anbTepHaTMBHOIO NUTTIO MeTaniB, He Biaoy-
nacsi, TO Ha NeBHUX AINbHULAX TMBAPHOIO LiEXY, 30K-
pemMa 3 BUIOTOBJIEHHS NMBAPHUX MONIMEPHUX MoAe-
nen, 3D-OpyK BXe CbOrofHi MoXe MPUHECTWN CYTTEBI
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Burogu. BiH 3abes3nevye goctyn 4O CyvacHUX marepi-
anis, NigBWLLYE HAAiMHICTL TEXHONOrIN | HaJae 3mory
CTBOPIOBATM BMPOOM 3 MiHIManbHOK Maco 3aBAsKK
onTuUMisauii AnsanHy LWIsaxoM UMcpoBOro Moaento-
BaHHSA 6e3 3Ha4yHMX BUTpAT Ha nepeobnagHaHHs. 3D-
OPYK 003BONSE MNignpueMCTBamM BUrOTOBNATM CKNaaHi
aetani 3 MiHiManbHUM BTPyYaHHAM NMIOANHW, MOXE aB-
TomatuayBaTtuh 40 95 % CTBOpeHHS ApyKOBaHOi Mpoay-
KUIT, L0 3HAYHO CKOpOYYE TPYyOOBUTPATK, MOPIBHSHO 3
TpaauUIinHUMKN TeXHonorisMu. BuHWKAE MOXNUBICTb
LWBKMAKOI 3MiHM KOHdpirypauii BupobiB 3aBAsSKN THyY-
KOMY YNpaBriHHIO UMpoBUMKU arinamu, 3acTocy-
BaHHS CKNagHOI OpraHivyHoi reoMeTpii, AKOI TpaauLinHi
MeToan BUPOOHMLUTBA Hepigko He MOXyTb 3abesne-
ynTtu. Mpouec OpyKy He 3anexuTb Big obcsary BMpoo-
HuuTBa, Byab TO ofHa AeTanb Yv cepis, a eKkornoriv-
HICTb JOCAraeTbCA 3a paxyHOK 3HWXEHHS Bigxoais. 3a-
MiHa ogHOro BMpoby Ha iHWWA BUMarae nuile 3aBaH-
TaXEHHA HOBOro uudposoro cpanny, WO MiHiMisye
npoctoi obnagHaHHa. OgHak And getanen, [k noTpe-
OyloTb TepMmiyHOi 0bpobkn abo JogaTkoBMX TecTy-
BaHb, BaXNMBUM 3aNULLIAETLCH NPOEKTYBaHHA 3 ypa-
XyBaHHSIM MiHiMi3auii noganbLlumx onepawin.

AHania nitepatypu. 3aranom, aguTuBHI TEXHONOr I
y NOEAHaHHI 3 KOHUenuieto BMpObHMUTBA Ha BUMOTY
CTaloTb HEBIA’EMHOI YacTMHOK LNdPOBOI TpaHCcdop-
MaLlii NPOMUCITOBOCTI, LLIO 3a0e3neyye He NnLLEe KOHKY-
PEHTHI nepesaru, ane 1 BiOKPMBAE HOBI MOXITMBOCTI
ONA CTBOPEHHSA MHYYKMX, EKOHOMIYHO e(PEeKTUBHUX BU-
pOGHMYMX cucTeMm, B sknx 3D-gpyk cTae HEOAMIHHO
cknagosoto [3]. 3okpema, nuMBapHi nignpuemcTea ae-
Aani Oinblue ocAraTs MOXIUMBOCTI LMPOBOI TpaHC-
dopmauii Ana nigBuLLEHHS CBOET NpMbyTKOBOCTI pa-
30M 3 aganTauieto 4o BUMor gekapboHisauii BUpobHu-
urea [4], npu ubomy 3D-Apyk CTae NOTYXHUM iHCTPY-
MEHTOM MpW CTBOPEHHI HOBOI NpoayKLuii 3 iHHOBaLi-
HUX MaTepianiB Ta NokpalleHuMn BNacTMBoOCTAMU, a
iHTEHCMBHOCTI 1Oro pO3BUTKY HEMAaE aHanoris.

Ocobnueo 3D-gpyk nepcnekTUBHWUIA ANst NNTTS Me-
Tany 3a mogensmu, wo rasundikytotecs (J1MM-npouec,
Lost Foam Casting), B skoMy 3aCTOCOBYIOTb pa3oBi no-
pucTi nonimepHi (nepeayciMm, 3 niHononictupony, MNrC)
nueapHi mogeni, SKi BUNapoBYOTLCSA B MilLaHin popmi
nig BNAMBOM po3niaBy MeTany, Lo 3aNMBaETLCA B LItO
dopwmy [5]. CobiBapTicTb Mogene ans TpaguuinHOro
JITM csrae oo TpeTuHW coBiBapTOCTi BWUMMBKIB, LLO
BKITIOMaE 3HauYHi BUTPATU Ha MoJernbHY OCHACTKy. AB-
ToMaTuyHMn 3D-OpyK Takmx mogenen s3gaTteH nigsu-
LMTK edhbeKkTUBHICTb Ta SKiCTb 0COOMBO ApibHOCEpIN-
HOro, PEMOHTHOrO Ta NepcoHani3oBaHoOro (Kactomiso-
BaAHOro) BWIMBAHHA MeTanoBupobiB, cTabinisyBaTtu
KOHKYPEHTOCMPOMOXHICTb BUPOOHMLTBA B Cy4acHOMY
pvHKOBOMY npocTtopi. 3 undpoBoi moaeni (6e3 nane-
poBux kpecneHs) 3D-gpyk noniMepHUx moaernen pea-
ni3ye KoHUenuito “undpodianyHoro nepeTBopeHHs” (3
umncbpoBoro ganny — y marepianbHy KOHCTPYKLt0), 3ri-
AHo TepMmiHy «digital-to-physical conversion» [6]. LLiBu-
OKa 3MiHa KOHdirypauii nuBapHOI MeTanonpoaykuil
cnigomMm 3a 3MiHOK KOHCTPYKLUIT BignOBIAHMX pa3soBUX
OPYKOBaHMX NMBApHUX MoAenen nicng BHECEHHS 3MiH
B LMppOBI KpecneHHs € xapakTepHoto nepesaroto 3D-
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TexHonorin gna J1MM, ska nposBnseTbCA Ha eTani Npo-
€KTyBaHHs Ta APYKy umx Mogenen 6e3 nepedopmary-
BaHHS peLUTV NIMBApHOro obnagHaHHs i OCHaCTKN B gj-
HOYMX Liexax.

CTtocoBHO 0Br'pyHTyBaHHS NOCTAHOBKM 3a4adi 4oc-
NiDKEHHA KPUTUYHO po3rnsHemo, 4uMm metop 3D-
apyky ana JIF'M surigHnin cepeg iHWnX meTtoais AB me-
Tanonpoaykuii. Bigomi cnocodu 3D-apyKy KOHCTPYKLUIN
3 MeTany Ta Tyronnaskvx martepianis MaloTb Ti Hedo-
nikn, WO B HWUX 3aCTOCOBYIOTb €HeproemHe obnag-
HaHHS BUCOKOI KaniTaneMHOCTI, a NpoLecy NnaBneHHs
MeTany 4u cnikaHHa MeTanoBupobiB NPU BUCOKNX Te-
MnepaTypax noTpebyloTb 3HaYHMX eHeproBuTpaT Ta
Hepiako 3axmMcHOI atMocdepn Ans repMeTUHHUX Ka-
Mep ApYyKy. A TakOX fitoYi CTaHOapPTU KOHTPOSO SAKOCTI
MeTanonpoaykuii (3okpema, LWoao BiAMoBIgHOCTI Tpa-
OVLIMHM Mapkam MeTarly) He NpUCTOCOBaHi 40 ApY-
KOBaHMX MaTepianiB. 3asHayeHi Ta iHWi obCcTaBMHK
YCKNagHIoKTb KOHKYpeHUito 3D-apyky 3 TpaguuinHum
BMPOOHULTBOM Ta NpuBrmn3HO Ha nopsaok 36inbLuy-
I0Tb COBIBAPTICTL APYKOBaHMX MeTanoBmpobiB nopis-
HSAHO 3 TUNOBUMU NIMBAPHUMK cnocobamum.

3HaYyHO [OCTYMHILIMM HaNpsMOM BrpPOBaKEHHS
3D-apyky B nuBapHe BUPOBHWLTBI € ApyKyBaHHSA Ans
JITM-npouecy nopucTux noniMepHnx Moaeneu, sk pa-
30BOI nNnBapHoi ocHacTkn. Ockinbku npu JIMM BUnmMBok
YTBOPHOETLCA MNICNA BuNapyBaHHA Mogerni B nilaHin
¢opMi, TO KOHTPOSb SIKOCTI 3aTBEPAINOro BUNUBKA Ta
BiQMNOBIAHICTb MapKn MeTarny BUKOHYIOTb 38 YMHHUMM
ctaHgaptamu. OpgHak, possutok 3D-gpyky nonimep-
HUX KOHCTPYKLi/A Lie He [ocsr Toro CTyneHsi, wwob
OTpMMYyBaTU APYKOBaHI MaTepianu 3 Takok X HU3bKOK
LWINBHICTIO SK HWHI 3acTOCOBYBaHWA ANA MoAernen
MrC. OpykyBaHHS nerkosarmx mogenen, Lo 3a ob’em-
HOK Baro Ta HU3bKOK rasoTBIpHICTIO npubnmxa-
toTbCs 0o TMnoBux mogenen 3 MNMNC, noku € Henpoc-
TOl 3agadeto [5]. MepLi cnpobu rasudikadii opykoBa-
HUX mMoaenen B npoueci JIFM vyacto gaBanu HecTabi-
NbHY SAKICTb BUNUBKIB i3-3@ BUCOKOI 30SIbHOCTI TakuX
MOZENEN i X BUCOKOT ra3oTBipHOCTI. PO3KpUTTA note-
Huiany BnposampkeHHs 3D-gpyky B JITM-npouec Ha
AaHOMy eTani 3HaxoauTbCsa nule Ha ekcnepumeHTa-
NbHOMY piBHi. TOMy po3pobka HOBMX METOAIB KOHCTPY-
HOBaHHS MNOPUCTUX NerkoBarnx Mogenemn, HoBi yaoCKO-
HaneHHs ix 3D-gpyKy i noro nporpamHoro 3abeane-
YEHHS € aKTyalnbHOK TEMOK HaYKOBO-iHXXEHEPHUX [0-
cnigpykeHb B NnaHi aganTtadii go girovoro JIFM-npouecy,
LLIO MOTMBYBArOo Hall NOLLYK NOPUCTUX MaTepianis 3a
YMOB He3HauHMX (piHaHCOBMX BUTpAaT Ta yacy Aans ix
LIMPPOBOro MOAEntoBaHHsA, APyKyBaHHS Ta onTUMarb-
HOI rasudikauii.

3a3Haunmo, Lo 3a IHTepHeT-iHdopmaLieto [7] cno-
ci6 IMM 3a gpykoBaHuMKU Mogensmu npobye BUBO-
ONTU Ha pUHOK Nuwe ogHa komnaHis Skuld LLC (CLUA)
3a MaTEeHTOBaHMM Heto cnocobom. Npu oMy, SK HEtO
nosigomnsnoce, npu JI'M gpykoBaHa mogenb noea-
HyeTbca 3 nmigknagkoto 3 MINC. 3aranom, 3rigHo 3 no-
TOYHMMM ny6nikauismu, JITM-npouec NpoaoBXye no-
LUMPOBATUCL B NMBaPHULTBI, 3a OLiHKaMX ekchnepTiB
Habnwmxatounce 0o 3-4 % o6’emy nUTBa B CBITOBOMY
BUMIpI, LLO cknagae 6nusbko 3-4 MrH TOHH. [NomiTHe



3pOCTaHHS KinbKkocTi nignpuemcTs i3 JITM Habyno B Ku-
Tai, WO CNpU1sAno OOCArHEHHIO KpaiHW CBITOBOrO nigep-
CTBa 3a TOHHaXXEM NMBAPHOI NPOAYKL;i.

Y npoueci AHanisy iHdopmauii npuBepHyB yBary
anroputm, po3pobneHun komnaHieto Spherene Inc.
(lWsewnuapis, https://spherene.ch), akuin rpyHTyeTbCA
Ha CTBOPEHHI TaK 3BaHUX «adanTUBHUX MOBEPXOHb Mi-
HiManbHOi wWinbHocTi» (Adaptive Density Minimal
Surfaces, ADMS) nopuctoro metamaTtepiany, sik cTpa-
Terii 3anoBHEHHA NPOCTOPY MaTepianom 3 BNacTUBICTIO
CaMONMiATPVMKM MOr0 CTPYKTYPU B NPOLEC APYKYBaHHS
[8, 9]. MeTamaTepianamu (Metamaterials) HasuBalTb
LITYYHi MaTepianu 3 He3BMYaHUMK (PisYHUMK BRac-
TMBOCTSIMU, LLIO HE 3yCTPiYaloTbCa y NMPUPOSHMX MaTe-
pianax. Llen anroput™m uugposoro gnsarHy metama-
Tepiany NpoxoauTb CTafilo NaTeHTyBaHHS | NOro aBTo-
pamu e He ByB 3anponoHOBaHMIN NS NMBAPHOro BU-
pobHMUTBaA, ane Mae 3HadHi NepcrneKkTMBn Ans BUpi-
LUeHHs npobnemun apyky nopuctux mogenen ans JiFM.

MeTa i 3aBOaHHA JOCNIOKEHHS NOnAraTb B aHa-
nisi anroputmy Ta BunpobyBaHHi MOro B Npoueci umMd-
POBOro Au3anHy NOpUCTOro Metamatepiany Ans MiHi-
Mi3auii Mmacu Ta kepyBaHHA BnactmsocTammu 3D-gpyKo-
BaHWUX NMBapHUX moaenen. NepLui KPoKn Takoro goc-
niopkeHHs onmucaHo B poboTi [10]. Lle anroput™m € Ba-
piaHTOM peanisauii Teopii TPUBUMIPHMX MiHIManbHUX
nosepxoHb (MI1) B gitoye nporpamHe 3abe3neveHHs
nns 3D-moaentoBaHHS.

Pesynbtaty gocnimkeHHs Ta ix obroBopeHHs. HuHi
TpuBuMipHi nepiognyHi MM (Triply Periodic Minimal
Surfaces, TPMS) [9], Hanpuknag ripoig [11], cTanu He-
pigkuMn enemeHtamm amsanHy gns 3D-gpykoBaHux
KOHCTPYKLIR. MaTtemaTtnyHi BMaCTUBOCTI MM
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3anuwarTbea NpeaMeToOM aKTUBHUX AOChigKeHb 3a-
BASKN IXHBOMY (DyHOAMEHTanbHOMY 3HaYEHHIO B reo-
MeTpii, Tononoril, disnui Ta ikxeHepii. B iHxeHepii MI
BMKOPUCTOBYHOTLCA AN5 ONTUMI3aLil KOHCTPYKLUinN, Ta-
KMX $SIK Kyrnonmu, MOCTW Ta apXiTekTypHi membpanu
TOLLO, @ TaKOX MaloTb 3HAYHWIA BNIINB HA KOMM'IOTEPHY
rpadiky, MogentoBaHHS Martepianis i Av3anH, 4O3BO-
naoun ByayBaTn edPekTUBHI Ta eCTETUYHO npuBab-
nuBi chopmu 3 MiHiMansHUMK pecypcamu. [epiognyHi
nosepxHi TPMS [11, 12] € HECKIHYEHHUM MOBTOPEH-
HAM [OEesKOi enleMeHTapHOl KOMIpKW. AHaniTUYHICTb
MI, koXXHa ToYKa SIKMX BU3HAYAETLCS Y NPOCTOPI aHa-
niTU4HOK hyHKUieto, cnpolye 3D-moaentoBaHHs, Te-
XHOMOTiYHICTb BUIFOTOBMNEHHS MaTepianbHUX BMPOOIB,
a TaKoX KOHTPOSb iXHBbOT AKOCTI 3a AOMOMOIOH0 Cydac-
HOro ycCTaTKyBaHHS 3 MporpamHuM 3abesneyveHHsAM.
HwHi Taki anropuTmun BCe LUMpLLE 3aCTOCOBYIOTh Y Pi3-
HYX rany3six, BKIoyal4m MaTepiano3HaBCcTBO, apxiTe-
KTypy Ta bionorito.

KomnaHis Spherene Inc. Ha gesdkux aHanorax Ko-
panonodibHnx npuMpoaHMX CTPYKTYp onpautoBana
HoBy (Ha npotuBary TPMS) reomeTpito MeTamaTtepi-
any, 3acHOBaHy Ha iHWOMY Kraci reoMeTpu4Hux
dopm, WWo 3a paxyHok MI1 MiHimMi3ytoTb 06’eMHY Macy
mMaTepiany, i 4nsa uboro Bukopuctana cdepu, abo, To-
YHiLLe, iHBepCHi cdhepu, AKi koMnaHis Ha3Bana cgepe-
Hamu («spherenesy) [8, 9]. MogentoBaHHAM MiHiManb-
HUX eHepreTu4Hux ctaHie metogom MI1 onsa marepia-
niB y pisnyHMX Mogensix 4ocAraloTb TOro, Wo CTPyK-
TYypu - cpepeHn piBHOMIPHO PO3NOAINAITL Hanpyry,
YMM MIHIMI3YIOTb KifbKiCTb BMKOPUCTOBYBaAHOro MaTte-
piany. lNMpuknagn Takoro MoAentoBaHHS Noka3aHo Ha
puc. 1.

PucyHok 1. Mogeni 3 noBepxHsiMUK TUMY «BYIKaH» (a) i «naByTuHa» (6) [8]

BioHiYHi CTPYKTYpU, AKMMK HaMmaralTbCs iMITyBaTh
MOpdOOoriYHi 0COBNMBOCTI TKAHUHM KOparis, i paHiwe
Oynn ob’ektamn gocnimkeHb Ta mogerntoBaHHs 3D-
Apyky [10], ockinbkM Koparnu eBoroLioHyBanu B KOH-
KYPEHTHOMY CepefoBULLi 3 OOMEXEHUMU pecypcamu
SIK OMTUMI30BaHi i OAHI 3 HAWNPOAYKTUBHILLUX Y CBITI
€KOCUCTEM 3 Ornsy MexaHivyHUX Ta iHLLWX BNacTMBOC-
Ten.

B IHTepHeTi koMnaHia Spherene Inc. npeactasuna
beta-Bepcito nporpamu sphereneRHINO Ha ocHoBI

gitoyvoi nonynsapHoi nporpamu Rhinoceros anst 3D-mo-
OEntoBaHHsS MOPUCTUX NErkoBarnx CTPyKTyp - cdepe-
HiB [8, 9]. Hawi gocnigXeHHs (B NpogoBXeHHs poboTn
[10]) nonsirann B 3acTOCyBaHHi METOANKM KOHCTPYHO-
BaHHSA LMX CTPYKTYp ONs APYKY NMBapHMX Mogenewn
3amicTb TpaguuinHux 3 MMNC gnsa JIFM. MNocTtano nu-
TaHHS, SIK MOXXHa NPOEKTYBaTK APYKOBaHi Moaeni 3 Ta-
KOro marepiarny H1M3bKOI Macu Ta JOCTaTHbOI MiLLHOCTI,
AKu 6u noTpebyBas Mano BUTpPaT eHepril Ha Noro Bu-
napoByBaHHs npu JITM, MaB HU3bKy ra3oTBIpHICTb i
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OOCTaTHIO eKomnoriYHy 6e3neyHicTb, Wo npuTamaHHa
BioposknagHum nonimepam (6iononimepam).
PoarnaHemo nepenik onepadin npu 3D-mogento-
BaHHi KOHCTpyKUin B nporpami sphereneRHINO [9].
Cnepwy gusariHep BM3Ha4dae npocTip (KOHBEPT), B
SIKOMY 3reHepye chepeHOBY CTPYKTypy. 3agae Taki na-
pameTpu, SK LWiNbHICTb, TOBLUMHA CTiHKM Ta Haxwun no-
BepXHi. Bubupae reomeTpmyHy KoHdirypauio Tiel
CKIagHoCTI, Wo Bignosiaae notpedbam gusariHy, Ta Ko-
HTPOIIOE, SK Chepu CTUKYIOTbCA 3 iHLLIMMMK NOBEpX-
HSIMUW, «BMPOCTalOTb» 3 HMX ab0 CTBOPHOKOTL YACTKOBI
4n 3amKHYTi 06onoHku. B Wi nporpami WinbHICTb no-
pUCTOro MaTepiany CryXWTb CUHOHIMOM MOro o6’em-
HOI Baru, BKadyeTbCH Y BiACOTKax Big 06’eMy KOHCTpY-
KUii B MeXax 30BHiLLHbOI 0O0NOHKM B YNCENbHUX 3Ha-
YEHHSX LWKanu giadparmmn dotoanapaTta, K 3py4HHOT
LIKanu Ans 3anam’aToByBaHHS | perynoBaHHsI.
Mporpama sphereneRHINO cTBOptoe cdhepenn (5K
HoBwIA knac MIT) Ha OCHOBI reoMeTpii «MiHiIManbHOT No-
BEpPxHi aganTmBHOI wWinbHocTi» (ADMS). Matepian 3
TaKol reoMeTpield Mop MOXHAa perynoBatn K 3a

3 LLInpuHa cTuky |
I 1

ToBuWwHa 1
Kopnycy ==
- Mexa
=
X
a
Y Hopmans a0
= NOBEpXHi
@
0
o
i
= Teepaa
o NoBEPXHA
LleHTpanbHa

NoBepxHA

Hopmans nisa  Hopmans npasa
[t

a
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LLINBHICTIO, TaK i 3@ TOBLUMHOKO CTIHOK B Pi3HNX MicUsX,
30epiraloun HynbOBY CepeaHI0 KPUBU3HY MOBEPXHI
(BnacTtuBicTb MIT), yHUKaTN 3aMKHYTUX MOPOXKHWH (Ba-
XINMBO AN OPYKY B PIOKMX UM CUMKUX CepenoBuLLIax
cnocobamu SLA i SLS 3 BuaganeHHsm nnnMHHoro 3anu-
LUKy, @ TakoX 0N BEHTUNAUii nuBapHUX Mogenen),
aganTyBaTl 4O HABKOSIMLUHBOI reoMeTpii Ta Mogento-
Batu noro ansa 3D-apyky BMpobiB npakTnyHo 6e3 miar-
puMOK (CamonigTpumytoumnx). Mana maca 3 BMCOKOHO
YKOPCTKICTIO TAKOro MeTamarepiany, 3MeHLUNTb COXK-
BaHHA MOB’A3aHOI 3 HAM eHeprii Ta Byrneuesun cnig
[8, 9].

MopentoBaHHS y BKa3aHin nporpami JOCTYMNHO 3 pe-
rynioBaHHAM LiNbHOCTI B iHTepBani Big 2 go 22. Tak,
Ha pu1c. 1 npyBeaeHO NpUKNaan 3aMoAeNb0OBaHMX CTPY-
KTYp 3i LWiNbHICTIO 5,6 | NOBEPXHAMW 3 Ha3BaMK «BYI1-
KaH» (a) Ta «nasyTuHa» (6). B npoueci 3D-mogento-
BaHHS 00’ekTy B 3adaHMX FeOMETPUYHUX KOHdirypa-
Lisix (koHBepTax) BUOMpaTb, NPMMIPOM, Taki NoKas-
HWKW, SIK BKa3aHO Yy BMIMSAi nignvcis Ha puc. 2 [9].

PucyHok 2. okasHukm, Aki Bubrpae gmsanHep npy MOAENoBaHHI: 8 — CXxeMa CTUKYBaHHS 3 rMagKok NiocKo
NMoBepxHeto (KOHBEPTOM); 6 —MoAentoBaHHSA 3 KPUBONIHINHOI NOBEPXHEID

Ao npu nNpoekTyBaHHi NOpUCTOi MoAeni ToB-
LLUMHY CTIHOK B MEBHOMY «Mnofi» AU3alHepoOM He 3a-
OaHo, TO TOBLLMHA 0BONOHOK MOP Bi4MNOBIAHO OO0 LWinb-
HocTi (Density Reference Thickness, DRT) Bupoby Bu-
3HaYaeTbCA O4HAKOBOK 15 BCIX CTIHOK, 3@ 3aMOBYY-
BaHHSAM nporpamMa BCTaHOBIOE LWiMbHICTb PO3MipOM
5,6. AKLLO WiNbHICTb 3a4aHO N1LLIE OOHUM 3HAYEHHSIM
B OyOb-skin TouUi, TO BIACOTOK LLUNBHOCTI BCbOrO

APYKOBaHOro BMPOOY BIiAMNOBiAaE LbOMY 3HaYeHHIO.
Yum Hmxk4ye 3HayeHHa DRT, Tum cknagHiwoto, 3rigHo
nporpamu, cTae reoMeTpis MoOpUCTOi NOBEPXHi i 36inb-
LIYETBCA TpUBAnNIcTb ii 06YmcneHHs. PisHi 3HaYeHHs
LLINBbHOCTI, BKa3aHi B NeBHUX TOYKax, nporpama iHtep-
NOMIE B NPOCTOPI MiX LuymMu Todkamu (puc. 3) [9]. Kpim
TOro, An3anHep MoXe BKasyBaTW pi3HY TOBLLMHY CTi-
HKM y BUBpaHMX HUM Toukax (puc. 4) [9].

PucyHok 3. MogentoBaHHsI CTPYKTYPU 3 Pi3HOIO LWiMbHICTIO 2,8 - 5,6 - 11 B TPbOX TOYKax
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PucyHok 4. CTpykTypa 3 pisHoto ToBLMHO CTiHkM 0,40 - 1,00 - 6 - 0,40 B 4OTUPLOX TOYKax

Mporpama go3Bonsie gogaTn NOPOXHMHY 3a4aHOro pagiycy y BkasaHin Touui (puc. 5) [9].

PucyHok 5. Mogeni 3 foaaBaHHAM NOPOXHUH Yy BKA3aHUX TOYKax 3 3ajlaHnUMu pafiycom Ta Micuem ang pos-

MiLLLeHHS umniHgpa

Tako nokasaHa CTPYKTypa 3 Pi3HO TOBLLMHOI CTIHOK i 3MiLLEeHHsIM NoBepXHi (puc. 6) [9].

PucyHok 6. CTpykTypa Mogeni 3 pi3HOK TOBLLMHOK CTIHOK i 3MILLEHHSIM NMOBEPXHi

Mpuknagn 3D-gpykoBaHWX MoAenen nokasaHo Ha
puc. 7 [9], ae mogeni (a - B) BUKOHAHO Ha NpuHTEpax
meTogom SLA/SLS 3 nowapoBUM TBEPOHEHHAM PigKoOi
YY1 MOPOLLUKOBOI CMOIK, @ Ha puc. 7, I - ApyKOBaHa eKc-
Tpy3itHum metogom FDM Ha npuHTepi «BABbu Lab»

npukpaca 3 opHaMeHTOM i3 nnactuka PLA kpi3b Haca-
Ky 3 npoxigHum giametpom 0,6 MM | TOBLUUHOO HaHe-
ceHux wapis 0,12 mm 0e3 niaTpumok Ta 6e3 3anos-
HEHHsl, a TakoX 3 BMCOTOK 15 MM CyLinbHOMo Kpato B
HIDKHIM YacTuHi (3 canTy https://spherene.ch).

PucyHok 7. MonimepHi moaeni i3 CTpyKTYpOlo Y BUrNAAi chepeHiB: a - XpecToBMHa 3 BIAKPUTOIO MOPUCTICTIO;
6 - nopucTui napanenenines; B - MoAenb KPOmnuka 3 rnagkoro noBepxHeto (B po3pisi); r - ApyKyBaHHA NpUKpacu

3 OpHAMEHTOM.
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Kpim TOro, aBTopom ctaTTi 3 ONOMOroK Nporpamm
sphereneRHINO 6yno cnpoekTtoBaHO MOAErb «raqyoK»
3 MOPUCTOI BHYTPILLHLOI CTPYKTYypoto (puc. 8, a, no-
Ka3aHo 6e3 3aaHbOI CTIHKM 419 AEMOHCTPYBaHHSI Nop),
a TaKoX Ha HacTinbHoMy npuHTepi Tuny «BABbu Lab

a
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A1 mini BLO0O07U» HagpykoBaHo meTogom FDM poc-
nigHi cchepeHoBi TOHKOCTIHHI CTPYKTYpM 3 binameHTy
PLA (pvc. 8 6) ons gocnig)KeHHs1 MOXIMBOCTi 3amnoB-
HEHHS1 HUMU CTIHOK NIMBapHNX MOAENEN.

PucyHok 8. Npuknaam npoekTyBaHHA MOAenen radka (a) Ta ApyKyBaHHSA NopucTux cTpykTyp (6)

3D-gpykyBaHHa 3 noninaktuagy PLA € HanbinbL
HegoporMm 3a BapTICTHO | nonynApH1UM metogom FDM
MoLIApOBOro HanmaBfeHHa NpyU BUIOTOBIEHHI MoAe-
new Ha 3D-npuHTepax [14, 15]. PLA — Giopo3knagHui
TepMonnacTuyHuiM noniedip, WO OAepXYyTb Ha OC-
HOBi MOJIOYHOI KMCMOTW. BiH BMKOPUCTOBYETLCA AMsi
30-opyky Ta y BMpoOHULTBI BionnacTuky, € BiGHOCHO
HeloporMm marepianom, nerko ApykyeTbcq i Mae go-
CTaTHLO BUCOKI MexXaHi4Hi MoKasHWKM Ans ApyKy nvea-
pHUX Mogeneit. lN'yctnHa PLA - 1240 kr/m3 i Temnepa-
Typa KvniHHs - 227 °C.

[na nopiBHAHHSA, maTepian MNMC, wo € Tpaguuin-
HUM ans mogernen npu JITM-npoueci, BUrotToBneHun 3
nonictupony 3 ximiyHoto cdoopmynoto (CsHs)n, rycTuHa
akoro ckrnagae 1050 kr/m3, a TemnepaTypa KUMiHHSA - B
iHTepBani 240-270 °C i 3anexuTb Big KOro Monekyns-
pHOI Macu Ta iHWKnX pakTopis. Mpu TeMnepatypi BuLLE
239 °C BiH nepexoauTb Y B'A3KOMMAVHHWUIA PiOKUIA CTaH,
a npu Temnepartypi 300 °C noymHaeTbCA HE3BOPOTHA
Jenonimepu3sadia nonictupony [16].

Xapakrepuctnkn PLA i nonictuporny OoCTaTHbO

cxoxi, ane MNMNC mae 3akpuTi nopn, a 3 PLA gouinsHo
ApyKyBaTV Modeni 3 BigKpuTMMK nopamu, siki cknaga-
I0Tb ra3onpOHMKHE TiNO Mogeni (3HM3y Bropy) 3 ycra-
HOBNEHHSIM 3Bepxy Tpybuactoro sunopy. Kpisb Len
BMMOpP CMonyyaTb cepLeBuHy MoAeri 3 BaKyyMoOM y
nopax nicky hopmu, Ky TpaguuinHO BaKyyMytoTb Npu
JI'M, Ta BigkauytoTb rasu npu rasudikadii mogeni, pa-
30M 3 TUM JocArayn edpekTy NUTTa MeTany MeToaom
BaKyyMHOro BCMOKTyBaHHs [5, 17].

KpiMm pocnimkeHHss cdepeHoBUX CTPYKTyp, Y
OTIMC HAH VYkpaiHn BukoHaHO ApyKyBaHHS 3 PLA
(puc. 9) axypHOi ciT4yacToi CTpPyKTypu (niBopy4) Ta
OPYKOBaHOI KyrnbKy ANs NiHr-noHra (npaBopyy) Macok
00 4 r. TOHKM ApyK KOMipYacTuX KapkaciB 3 TOBLLU-
HOK «rifkm» 6nmM3bko 1 MM OEMOHCTPYE MoTeHuian
ONS 3anOBHEHHSA TakMMK Kapkacamu CTIHOK mofenem
ans NIFM. Ona gpyky cTpyktyp (puc. 8, 6 Ta 9) 3 PLA
3acToCOBYyBanu HeJopori HACTINbHI EKCTPY3ilHI MPUH-
Tepw, BiOOMi SK «LUKiNbHI», LIO NiOKpecnoe OocTyn-
HICTb Ta EKOHOMIYHICTb [pYKyBaHHA mopenen ans
JITM.

.....

PucyHok 9. [ipykoBaHi 3 PLA BapiaHTV KapKacHUX nerkosarnx CTpykTyp

3aranom, onepauii 3D-gpyky Mogenem i Bunu-
BaHHA MeTanosupoby metogom JI'M maroTb Taky no-
cnigoBHicTb. lNicns oTpumaHHa dhanny 3 unudpoBum
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KPECIEHHAM NMBAPHUK NPOTSAroM gobu nporpamHUMm
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A04aloTb MOAENb FMBHUKOBO-XMBWUMBLHOI CUCTEMMW,
GapbytoTb i nogarTe Ha HOPMOBKY, LIO TPUBAE OO
ABox fi6. e npotsirom ogHoi gobu metogom JITM Bu-
roTOBNSAETbCA MiwaHa dopma i 3anvMBaeTbcs MeTa-
nom. Taknm 4nHom, npotarom 4-5 ai6 Big OTPUMaHHSA
danny 3 KpecrneHHAM MOXNuMBe OTPUMaHHS ApidHUX
Ta cepeaHix BUNuBKIB. Lisa meToamka 403BOMSIE NPOeK-
TyBaTW Ta ApyKyBaTW NOPUCTI NNBAPHI MOAENI, CYMICHI
3 icHytoummm npouecamn JIMM, 6e3 3miHu chopmyBa-
NbHO-NMBAPHOI OCHACTKM Ta obnagHaHHs. 3aMiHa Mo-
aenein 3 MNIMNC, BUrotoeneHnx y metanesux npec-gop-
Max (BKIOYHO 3 MPOEKTYBaHHAM Ta BUIOTOBIIEHHAM
npec-opM i noTiMm mogenen no Hux), Ha 3D-gpyko-
BaHi MoJeni CyTTEBO CKOPOYy€E TpMBanicTb BUPOOHML-
TBa NMBApHMX MOAENEN.

BucHoBkn. Po3rmsiHyTMIn mMeTod MogerntoBaHHsS Ta
ApyKyBaHHs 3a nporpamoto SphereneRHINO € ogHum
3 NEepPCrneKkTUBHUX ANs APYKYBaHHS NUBapHUX mMoae-
nen 3 BigkputMn nopamu (Ha npotmsary 3 [MC, B
AKOro nopu 3akpuTi). Mpu LMPPOBOMY KOHCTPYIOBAHHI
nMBapHUX Moenen aAn3anHep cnoyaTky BU3Hadae Mo-
aenb y CAIP, sika noTiM cny>xutb 064ncnoBanbHOK
0BOIOHKOI0, Y SAKil reHepYHTbCS CEPUYHI reoMeTpu-
YHi NOpUCTi CTPYKTypK 3a metogom M. TMicna yboro
3D-npuHTEPN aBTOMATUYHO APYKYOTb Taki Moaeni
ana JINM, wo MoXnmBo HaBiTb Y LinogoboBomMy pe-
XnMi.

Llen meToa no3Bonse perynioBaHHS LWiNbHOCTI, TO-
BLUMHM CTIHOK i reomeTpii OpyKOBaHWX Mop, obmexe-
HUX (Y1 HE OOMEXEHUX) rMafKoK NOBEPXHEID KOPyCy
MoZeni, WO € BaXIMBUM AN JOKaNbHOTO 4Yn
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BapiaTMBHOIO pPErynioBaHHsa MILHOCTI, 3MEHLUEHHS
BarM OpyKoBaHWX NUBapHUX MoAenen oQHOYacHo 3i
CTBOPEHHSIM TPAHCNALUIMHOT MOPUCTOCTI (BEHTKaHaniB)
ONs1 CNpsIMOBaHOro BMBOAY (3HU3Y Bropy) rasy npu ra-
3udpikauii mogenen. Xoya Hapasi Lie BaXko ApPYKOM
KOHKypyBaTu no nerkosarocti 3 MNMNC-mogenamn, oa-
HaK OPYKYBaHHSI ra3onpoOHUKHUX MOLEenen A03BONnse
nigBecTu TpybKoK-BMNOPOM i Kpi3b MOpU Mogeni Ba-
KyyM 3 nuBapHOi popmMm nig vac ii 3anvMBaHHA MeTa-
NIOM A0 30HM rasudikauii mogeni Ta BigkadysaTu rasm
3a gonomorolo Bakyymy. [Mo-nepuue, ue crnpuse Bu-
BOAY NPOAYKTIB rasuncpikaLil i3 30HM KOHTaKTy X 3 Me-
Tanom, MiHiIMi3ytoum iX HeraTMBHWUIA BMSMB Ha MeTar.
[Mo-gpyre, CTBOPIOETLCA edhekT NUTTA MeTany MeTo-
JOM BakyyMHOro BCMOKTYBaHHsi, 60 3 BUBOJOM rasiB y
BaKyyMOBaHMWI NiCOK hopmu po3pidKeHHS rasis gie Ha
meTan. Mogenb NPOeKTYETLCA Ha OCHOBI MpUHLUMMY
«4mm Oinblue rasie, TM binbwe mae OyTn ix pospi-
[PKEHHS AN BUBEAEHHS 3 pOHOYOi MOPOXKHUHU NnBa-
pHOI bopmu». Takum YMHOM, PO3FMSHYTE 3acTOCy-
BaHHSA ApykoBaHoro metamartepiany ansa 1MM Hagae
MOAenNi NerkoearocTi, TPaHCALIMHOT MOPUCTOCTI i CyT-
TEBE CKOPOYEHHSI TEPMiHIB NPOEKTYBaHHS Ta BUPOOHU-
LUTBa sK NnepeaymMoBKM peanisauil KOHUenuii npogaxy
He nuwe npoaykTy, ane 1 nocnyr. OcTaHHE cnpuse
afanTUBHOCTI NiANPMEMCTB A0 3MiH PUHKY, peanisauii
MoZeni BAPOOHULITBA «HA BUMOTY», KIOYOBMM iHCTpY-
MeHTOM siKoi cTae AB, sk enemeHT uudposisadii npo-
Liecy nuTTa 3a BUCOKOTOYHUMW OPYKOBaHMMKW MoAe-
nsiMu 3 MiHiMi3aLlieto BUTpaT Yacy Ta pecypciB.
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Selection and justification of protective coating systems for the
protection of carbon steel pipe markings

Koe3sik A.M., I'oay6 LB., Hocko 0.A., bina A.B., [loepe6Ha H.E.

Buobip Ta 00rpyHTYBaHHS KOMILJIEKCHUX JJaK0(pap0OBUX NOKPUTTIB

IJISl 3AXHCTY MAPKYBaHHS TPYO BYIJIeIeBOT0 COPTAMEHTY

Abstract. Objective. This study investigates the corrosion resistance of a complex paint-and-varnish coating applied to
protect markings on pre-painted pipes. The aim is to select the optimal coating material for the corrosion protection of pre-
painted and pre-marked pipes. Methods. The subject of the study is a set of paint-and-varnish materials applied to carbon
steel pipes to protect their markings. Standard methods were used to assess the coatings’ corrosion resistance, adhesion
to the pipe surface, and abrasion resistance. Results. It was found that F410SP, SIGMAFAST 40, Alpina Yachtlack,
Helios MIKS, and SK-1 possess the required corrosion resistance and adhesive strength for use as protective coatings
for carbon pipe markings. Considering material consumption and drying time, Helios MIKS and SK-1 are recommended
for industrial application. Scientific novelty. This study is the first to examine the effectiveness of transparent paint-and-
varnish coatings for the anti-corrosion and mechanical protection of carbon pipe markings. These coatings provide long-
term durability, legibility, and preservation of the markings during transportation, storage, and operation under harsh con-
ditions, while also withstanding high temperatures, humidity, and UV exposure. When other marking methods are not
feasible, the optimal selection of protective coating properties is essential to ensure the integrity of the surface layer
without creating stress concentration zones or corrosion-prone areas. Practical significance. The study provides objec-
tive data on the potential for industrial use of paint-and-varnish materials available on the Ukrainian market to protect
markings on carbon pipes.

Key words: carbon pipes, paint-and-varnish coatings, corrosion protection, adhesion, mechanical durability.

AHomauis. Mema po6omu. [JocnidxeHHs1 KOpO3iliHOI cmilikocmi KOMIMIEKCHO20 flakoghapb08020 MOKPUMMSI sIKe HaHO-
cumbcs 07151 3axucmy MapKygeaHHs1 nonepedHbo noghapbosaHux mpy6. 3agdaHHsIM rposedeHux 0cnidXKeHb € 8ubip or-
mumarsbHo20 flakoghapbosozo mamepiary 0518 aHMUKOPO3ilIHO20 3axucmy nornepedHbo noghapbosaHux ma 3amapKosa-
Hux mpy6. Memoduka. O6’°ckmom docnidxeHHs € rakoghapbosi Mamepiarnu, siki HaHOCSIMbCS Ha syarneuesi mpybu ons
3axucmy mapkysaHHsi. CmaHAapmHumu memodamu OocnidxeHa 3axucHa Oisi makux MoKpummig npomu Kopo3iliHo20
pyliHysaHHs1, adzesisi nokpummsi 0o nosepxHi mpybu, cmitikicmb 00 cmupaHHsi. Pesynbmamu. BcmaHoeneHo, uwo ma-
mepianu F410SP, SIGMAFAST 40, Alpina Yachtlack, Xenioc MIKS ma CK-1 matomb He0bXxiOHy KOpO3iliHy cmilikicmb ma
adee3iliHy MiyHicmb Onsi BUKOPUCMAaHHS 8 AKOCMI 3aXUCHUX MOKPUMMIe MapKyeaHHs1 gyeneuesux mpyb. 3 epaxysaHHsIM
sumpam Mamepiarny ma 4yacy sucuxaHHs 07151 MPOMUCII08020 3acmocysaHHs pekomeHdosaHul mamepian Xenioc MIKS
ma CK-1. Haykoea Hogu3Ha. Briepwe docridxeHo echekmusHiCmb 3acmocysaHHs MPo30pux flakoghapbosux mamepia-
niig drisi aHMUKOPO3ilIHO20 Ma MexaHi4HO20 3axucmy MapKysaHHs1 gyarieuyesux mpyb, siki 3abesneqyoms 008208i4HICMb,
3yumyeaHHicmb ma Uio20 36epexxeHHs1 Mi0 Yac mpaHCcrnopmysaHHsi, 3bepieaHHs1 ma ekcrilyamauii mpyro y cknadHux ymo-
8ax, MaKkox eumpuUMyOmMb 8UCOKY memMriepamypy, 8osi0eicmb ma yrbmpagionem. [Tpu HeMOoXueocmi MapKy8aHHsI 8y-
eneyesux mpy6 iHWUM wiisixom, HeobxiOHo 30ilicHr8amu onmumMaribHUl 8ubip enacmusocmeti 3axucHo20 riakoghapbo-
8020 rnoKpummsi, sikull 3abearnedye yinicHicmb MOBEPXHEBO20 Wapy, He CMBOPIOE 30H KOHUeHmpauii Harpyau abo oce-
pedkie kopogii. Mpakmuy4Ha 3HaYywicms. [Tonsizae 8 ompumaHHi 06°eKmueHUX aHUX PO MOX/1U8iCMb MPOMUCII08020
3acmocysaHHs1 nakoghapbosux mamepiarie, Hassi8BHUX Ha PUHKY YKpaiHu, Onsi 3axucmy MapKysaHHs gyaneuesux mpyb.

Knroyoei cnosa: syaneuesi mpybu, nakoghapbosi Mamepianu, aHmukopo3itiHul 3axucm, adze3is, MexaHi4Ha cmilkicma.

Introduction

Metal corrosion is one of the most pressing prob-
lems in modern materials science and industry. Ac-
cording to international studies, annual losses from
corrosion processes amount to several percent of
global GDP, directly affecting enterprises’ economies
and the reliability of infrastructure. Pipe manufacturers
face this challenge particularly acutely, as corrosion
damage not only reduces the service life of products
but also complicates their identification during trans-
portation and operation.

Pipe marking is not merely a technical label. It is an
integral element of the quality control and traceability
system, determining the ability to promptly track the
origin, characteristics, and compliance of products with
standards. The loss of markings due to corrosion or
mechanical damage can lead to significant financial
and operational risks: from warehouse confusion to re-
jection of products by customers.

For this reason, the protection of markings should
be considered a critically important task. The most
promising method is the application of transparent
paint and varnish material (PVM), which combine anti-
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corrosion effects with the preservation of clarity and
readability of the inscriptions. However, the effective-
ness of such coatings depends on a whole range of
factors: the chemical composition of the PVM, applica-
tion technology, coating thickness, interlayer adhesion,
and resistance to aggressive environments.

Therefore, the scientifically justified selection of op-
timal paint-and-varnish materials for creating multilayer
protective coatings on marked pipes is an urgent task.
Such coatings ensure durability and the preservation
of information under challenging conditions of storage,
transportation, and operation.

Literature Review and Problem Statement

Marking of pipe products, applied either before or
after painting, is a critical component for identification,
quality control, and operational safety. However, the
marking inscriptions or symbols—especially colored
paints or inks—often become the “weak link” because
they are exposed to external influences (moisture, UV
radiation, temperature changes, corrosive agents) [1].
To safeguard the marking, a transparent paint and var-
nish material (PVM) is typically applied over it, forming
a multilayer protective system: base paint coating —
marking paint/ink — transparent varnish [2].

Within such a system there exist critical interactions:

Metal - paint: adhesion to the metal substrate; reac-
tion of the metal with paint components or solvents;

Paint — ink: compatibility of polymeric or pigment sys-
tems; ability of the ink to “penetrate” into or adhere onto
the paint or surface; formation of a defect-free interface;

Paint/ink — varnish: adhesion, inter-layer reactions,
varnish permeability;

Internal structure of the coating itself: pores, mi-
crocracks, uneven thickness, which can allow moisture,
oxygen, chloride ions, etc., to reach the metal and cause
localized corrosion [3,4].

Effective protection requires several conditions: high
interlayer adhesion to avoid delamination under humidity,
thermal cycling, or mechanical stress [5]; absence of
chemical interactions among components that could im-
pair transparency, alter the marking, or reduce protective
ability [6]; compactness of the material with no through-
pores or microcracks [7]; and an optimal thickness of sur-
face and intermediate layers. Very thin coatings are often
ineffective, since even without visible defects diffusion of
aggressive species can lead to under-film corrosion [8],
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while excessively thick coatings may be uneconomical
and reduce adhesion strength due to internal stresses,
thermal expansion mismatch, poor curing or shrinkage,
and crack formation under stress [9].

The literature demonstrates considerable variation
in defining the “optimal” PVM thickness—ranging from
about 20 ym to more than 100 um—depending on
coating composition, layer structure, substrate, and
service environment [1,2,7]. This indicates the ab-
sence of a universal standard. Instead, thickness is de-
termined by the chemical composition of paints, var-
nishes, and inks; the method of application (spraying,
dipping, rolling, electrophoretic deposition, etc.) [4,10-
11]; and service conditions such as temperature, hu-
midity, environmental aggressiveness (salts, chlorides,
acidity), mechanical loading, and UV exposure [3,6].

The problem addressed in this study is therefore
the determination and justification of the composition
of a multilayer protective paint and varnish coating, its
thickness, and the interactions among its layers, which
together would ensure reliable protection of marking at
minimal cost, particularly for pre-painted pipes.

Materials and Research Methods

As samples for the research, pipe sections made of
carbon steel pipe with a diameter of 177.8 mm were
used. The length of the pipe sections was 300 mm.

The preparation of the pipe section surface before
applying coating materials was carried out according
to the requirements of TI HT — 32 — 2022. The surface
was first visually inspected. If residues of lubricants,
dust, dirt, or loose scale were present, they were re-
moved with a dry cloth. After mechanical contaminants
were removed, the surface was degreased with “sol-
vent 646”. Coating materials were then applied to the
dried surface.

Painting of the prepared sample surfaces was per-
formed with a brush in a single pass using the alkyd pri-
mer-enamel Magnum 120W (black color), which is most
commonly used for this purpose at pipe plants in Ukraine.
After the complete drying of the primer-enamel, the EBS
marking was applied. On top of the dried EBS, transpar-
ent protective coatings were applied with a brush in a sin-
gle pass; their names and purposes are given in Table 1.
The appearance of the prepared samples is shown in Fig.
1.

Figure 1 — Appearance of the samples prepared for research
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Table 1 — General information about transparent coating materials

No. | PVM Description
1 Protective compound | Transparent varnish for creating a durable protective coating, intended for the temporary
SK-1 transparent protection of metal pipe surfaces from corrosion during short-term storage and transporta-
tion.
2 Finish alkyd glossy | Intended for the temporary protection of metal surfaces of pipes, wire, constructions, and

enamel F410SP

other products from corrosion during their long-term storage and transportation.

3 Transparent  varnish

Acrylic solvent-based varnish for decorative protection of mineral surfaces with a “wet stone”

chromate compounds.

Helios MIKS effect. Designed to create a protective and decorative coating with a “wet stone” effect.
4 Finish coating | Thick-layer coating based on modified alkyd resins. Suitable for protection against atmos-
SIGMAFAST 40 pheric exposure, fast-drying, and retains gloss and color well. Does not contain lead or

5 Alkyd-urethane  var-
nish Alpina Yachtlack

Weather-resistant, transparent varnish for coating boats, yachts, and other vessels oper-
ating in fresh and seawater, free of aromatic hydrocarbons.

Using the prepared samples, the following parame-
ters were determined:

the actual consumption of coating material during
application;

drying time to tack-free and to full cure according to
DSTU ISO 9117-1:2015;

appearance of the coating surface according to
DSTU ISO 4628-1:2015;

appearance of the marking, which must comply
with Tl NT-32-2022. The marking must be legible,
clear, contrasting, and resistant to abrasion;

resistance of the marking ink to abrasion. The
method consists in measuring the length of the
abraded area under the action of a weight wrapped in
cotton fabric, moved along the sample;

average coating thickness. This was evaluated the
day after painting, based on the mass of the applied

Table 2 — Results of conducted studies of transparent coatings (LCM

coating material and the coated surface area;

adhesion (after full polymerization of the coating in
24 hours) according to DSTU ISO 2409:2015 by the
cross-cut method;

corrosion resistance under the influence of climatic
factors in a salt spray chamber according to DSTU ISO
9227:2015. The degree of corrosion damage was eval-
uated according to SOU MPP 25.220-281-1:2009.

Research Results

The results of the studies of transparent coating
materials for the markings protection are presented in
Table 2. In the same table, for evaluating the effective-
ness of the third coating layer, the test data of the
painted and marked pipe surface (without the applied
protective layer) are also provided.

for marking protection
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Sample  with-
out protective
0 LCM for mark- - - - Readable | Clear 0 80 0 95
ing
Protective
1 compound SK- | 98.75 7 14 Readable | Clear 1 10 0 8-20
1 transparent
Finish  alkyd
2 | glossy enamel | 275.86 46 89 Readable | Clear 1 10 0 15-20
F410SP
Transparent
3 | varnish Helius | 44.79 12 25 Readable | Clear 0 10 0 20-25
MIKS
Finish coating
4 | SIGMAFAST 304.35 | 67 104 Readable | Clear 1 10 0 20-25
40
Alkyd-urethane
5 | varnish Alpina | 108.7 156 | 1440 | Readable | Clear 1 10 0 15
Yachtlack

53



Discussion of Results

The analysis of the data presented in Table 2
should be carried out with consideration of both the
technological and service properties of the investi-
gated materials.

An important technological parameter of paint and
varnish materials (PVM) is drying time. This parameter
is primarily critical in terms of workshop productivity.
The obtained data show that drying times of the stud-
ied PVMs differ significantly. For example, complete
drying of the preservative composition SK-1 occurs
within 14 minutes (at 6 °C), whereas polymerization of
the alkyd—urethane varnish Alpina Yachtlack takes
1440 minutes. This difference is explained by the dif-
ferent compositions of the binders and solvents used
in these materials. PVMs numbered 2—4 also exhibit
variation in both tack-free and full drying times. This
may be related to differences in solvent volatility as well
as the thickness of the applied coating layer. From the
standpoint of ensuring high productivity in the PVM ap-
plication section of the pipe workshop, the preservative
composition SK-1 demonstrates the most favorable
performance. In all cases, once the protective film had
dried, the markings remained clear and easily reada-
ble.

Another important characteristic of protective PVMs
is the abrasion resistance of the marking. All tested
materials reliably protect the markings from mechani-
cal damage during loading, transportation, and similar
operations.

One of the key service properties is coating adhe-
sion to the substrate. Data from Table 2 confirm that
coating adhesion to the substrate meets the standard
(0—1 grade) in all cases. Thus, the composition “pri-
mer-enamel Magnum 120W — ink EBS — transparent
PVM” provides sufficiently reliable adhesion to the sub-
strate. It may be stated that the protective ability of the
obtained complex coatings depends on their capillary
and diffusion permeability, as well as the presence of
macroscopic defects. Clearly, such defects adversely
affect the protective properties of the PVM. The inves-
tigation of the selected materials demonstrated that all
of them provide approximately the same anticorrosive
protective ability.

It was established that after 24 hours of testing in a
salt spray chamber, no corrosion damage of the pipe
metal was observed with any of the varnishes. After
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120 hours of exposure, the degree of surface damage
in the marked pipe sections ranged from 8% to 25%,
which is considerably lower compared to unprotected
markings. Given the severity of the test conditions,
such results are considered positive for all investigated
materials.

At the same time, when selecting a material, it is
necessary to account for its processability and specific
consumption. Taking the lowest material consumption
of 44.79 g/m? (for transparent varnish Helios MIKS) as
the baseline, the consumptions for materials No. 1, 2,
4, and 5 are higher by factors of 2.2, 6.1, 6.7, and 2.4,
respectively. Considering these results and the rela-
tively similar market prices of the materials in Ukraine,
the use of transparent varnish Helios MIKS appears
most appropriate, though the preservative composition
SK-1 and alkyd—-urethane varnish Alpina Yachtlack
may also be applied. However, given the significantly
longer polymerization time of the latter, the final recom-
mendation for the protection of carbon steel pipe mark-
ings is to use transparent varnish Helios MIKS and pre-
servative composition SK-1.

Conclusions

1. It has been established that the application of
transparent paint-and-varnish materials significantly
enhances the corrosion resistance of the complex
coating system on carbon steel pipes, which includes
the base coating Magnum 120W, EBS marking, and a
protective varnish layer. This confirms the critical role
of transparent LCM in preserving the integrity and func-
tionality of pipe markings.

2. The study demonstrated that all examined
transparent materials (SK-1, F410SP, Helios MIKS,
SIGMAFAST 40, Alpina Yachtlack) reduce the level of
corrosion damage and ensure the mechanical durabil-
ity of markings compared to unprotected surfaces.
However, their effectiveness varies in terms of techno-
logical parameters and economic feasibility.

3. From the standpoint of industrial applicability,
the most optimal materials are Helios MIKS transpar-
ent varnish and SK-1 preservative compound, which
combine satisfactory anti-corrosion properties with low
material consumption and acceptable drying times.
These materials are therefore recommended for indus-
trial use to protect markings on carbon steel pipes.
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Analysis of regulatory support for accreditation procedures in steel

shot production
IIpoiidak 10.C., Y3108 K.I., MoguaH O.B., YopHoieaneHko K.O.

AHaJIi3 HOPpMATUBHOT0 3a0e3MeYeHHs AaKpeAUuTANIHUX Pouexyp

BHPOOHHUIITBA CTAJIEBOIO IPO0Y

Abstract. Purpose. Analysis of DSTU 3184 requirements for spherical steel shot and heat-treated spherical steel shot in
the context of ensuring production accreditation procedures. Methodology. The research material was manufactured by
SE “STALZAVOD TAS” using the method of steel melting and pouring into rotary nozzles with subsequent atomization of
the melt on a water curtain to form shot particles. Metallographic analysis was performed using a NEOPHOT-32 optical
microscope. Findings. The analysis of DSTU 3184-95 requirements for spherical steel shot type was carried out with
regard to its size distribution, microstructure, unacceptable defects, heat treatment, and chemical composition. It was
established that the distribution of steel and cast-iron spherical shot into 10 nominal sizes specified by DSTU 3184 does
not correspond to international standards for this type of product. According to DSTU 3184, the chemical composition of
the shot is determined by the manufacturer, which decreases the level of regulatory control. The necessity of aligning the
regulated microstructure of heat-treated steel shot with its chemical composition was identified. Requirements for unac-
ceptable defects under DSTU 3184 include the ratio of maximum to minimum particle diameter, the area of shrinkage
porosity, the length of the largest crack, and the area of the largest cavity; however, they do not take into account such
typical defects for this product as gas pores and non-metallic inclusions. Originality. A comparative analysis of the re-
quirements of national and international regulatory documents and technical specifications regarding permissible defect
levels in steel shot was performed. The study revealed that DSTU 3184 provisions are inconsistent with modern require-
ments concerning the regulation of chemical composition and its compliance with the declared microstructure. Practical
value. The revision and adaptation of DSTU 3184 regulatory requirements to current technical realities and international
standards are substantiated as critical factors for maintaining the competitiveness of domestic products in both national
and international markets.

Key words: steel shot, regulatory framework, microstructure, defects, particle size distribution, accreditation.

AHomauisi. Mema. AHaniz HopmamusHux aumoe [JCTY 3184 Ha Opi6 cmanesul cepepuyHuli mapok [JCC ma ACCT 3
no3uyit ix seu4eprnHocmi 0ns 3abe3nedeHHs1 akpedumauitiHux rmpoyedyp supobHuymea. Memoduka. O6’ekmom Oocri-
OxxeHHs1 6ys cmanesuti Opi6 mapok [JCC ma [CCT supobHuumea A1 « CTA/TIbBABO/ TAC», suzomosrneHutli Memooom
rnasneHHss ma 3anueaHHs cmarsi y obepmarbHi (popCyHKU 3 nodarnbwiuM po3ruieHHsIM po3riasy Ha 800siHy 3asicy 0ns
opmysaHHsi Opobosux Yyacmok. MemarnoepaghivHuli aHani3 Mposodunu i3 3acmocy8aHHsIM C8imi108020 MiKpockona
NEOPHOT-32. Peaynsmamu. 3dilicHeHo aHani3 nonoxeHb [JCTY 3184-95 ujodo dpoby cmanesozo muny [CC cmoco-
8HO I020 hpakyitiHo2o cknady, Mikpocmpykmypu, Hedorycmumux eghekmia, mepmidHOi 06pobku ma XiMiyHO20 cknady.
BcmaHoerneHo, wjo nepedbayeHuli cmaHdapmom po3nodin ¢hpakuilti cchepuyHo2o dpoby cmaneso2o ma YagyHHO20 Ha
10 HoMiHanbHUX po3mipie He gidnosidae MixHapoOHUM sumoeam A0 uboeo 8udy rpodykuii. 32idHo 3 [CTY 3184 eusHa-
YeHHS1 XiMiHHO20 cknaldy noknadaembcs Ha 8UPOBHUKa, WO 3HUXYE pigeHb peanameHmosaHocmi. BusieneHo Heobxio-
Hicmb y3200XK€HHS1 6CMaHo81eHOI MIKpOCmMpyKmypu mepmidHo 06pobrieHo2o 0poby 3 (io2o ximidyHuUMm ckriadom. Bumoau
0o Hedorycmumux decpekmig 3a JCTY 3184 oxonnorome 8iOHOWEHHS MakcuMarbHo20 Oiamempa OpobuHu 00 MiHiMa-
JIbHO20, rrrowy ycado4Hoi nopucmocmi, 008XUHy Haubinbwoi mpiwuHu ma rowly Halbinbuwoi pakoguHu, 00HaK He epa-
Xo8yromb maki xapakmepHi 05151 ub020 8udy MPoldyKyii deghekmu, sk 2a308i nopu ma Hememaresi eknoveHHs.. Haykoea
HoBU3Ha. BukoHaHo rnopigHsinbHUl aHani3 8UMOe HayioHalbHUX ma MiXkKHapoOHUX HOpMamueHUX OOKYMEeHMI8 i mexHid-
Hux crnieyucgbikauiti ujodo dorycmumozo emicmy Oeghekmig y cmarnesomy Opobi. [NokazaHO He8i0no8iOHICMb MOIOXKEHb
ACTY 3184 cyyacHum sumozam Ao peanameHmauii XimidHo2o ckrnady ma Uoz2o 8i0rnosiOHOCMI 3as6MeHil MiKpoCmpyK-
mypi. lMpakmuyHa 3Havywicms. O6rpyHmosaHo HeobxioHicmb nepeansdy U adanmauii HopmamusHux eumoe JCTY
3184 0o cyyacHuUx mexHidHuUXx peanili ma MixHapoOHUX cmaHdapmie 3 Memoro Mid8UULEHHST KOHKYPEHMOCTPOMOXHOCMI
8imYu3HsIHOI MPOOYKUii Ha 8HYyMPIWHBLOMY ma 308HIWHbOMY PUHKaX.

Knrouoei cnoea: cmanesuli 0pi6, HopmMamueHe 3abe3nedeHHs, Mikpocmpykmypa, Oeghekmu, chpakyiliiHull cknad,
akpedumaujisi.

Introduction. The foremost objective of modern in-
dustry is to ensure high product quality that meets con-
sumer expectations, regulatory and technical docu-
mentation, and international standards. In the context
of global competition, intensified production pro-
cesses, and continuously rising customer expecta-
tions, enterprises are required not only to maintain

stable manufacturing operations but also to implement
an effective quality management system across all
stages of the product life cycle.

Product quality is a decisive factor in determining
an enterprise’s competitiveness, reputation, economic
efficiency, and market resilience. It is influenced by a
wide range of factors — from material selection and
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adherence to technological processes to final output
control and post-sale service.

Modern approaches to quality management are
based on international ISO 9000 series standards, par-
ticularly DSTU ISO 9000:2015, which provide a unified
understanding of the term "quality" as the degree to
which a set of characteristics of an object meets estab-
lished requirements [1].

A guarantee of product and service quality is the
presence of appropriate certification, confirming com-
pliance with established requirements, technical regu-
lations, and international standards. In today’s condi-
tions of globalization, open markets, and rising con-
sumer expectations, certification becomes not only a
control tool but also a key element of an enterprise’s
competitive strategy [2].

Since quality today is viewed not only as compli-
ance with technical specifications but also as a com-
prehensive indicator including service, reliability, envi-
ronmental friendliness, and safety, the role of certifica-
tion goes beyond formal confirmation. It becomes a
management tool integrated into all levels of enterprise
activity [3].

Product and service certification is carried out
through attestation procedures that involve verifying
the conformity of the evaluated object to established
standards, technical conditions, or regulatory docu-
ments. This process includes technical documentation
review, testing, production audit, and analysis of the
quality management system. Only after successfully
completing all stages can an enterprise or organization
receive the appropriate certificate of conformity.

It is important that the effectiveness and reliability
of certification are guaranteed by the accreditation of
certification bodies, confirming their technical compe-
tence, impartiality, and compliance with international
standards such as ISO/IEC 17065 (for products) or
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ISO/IEC 17021-1 (for management systems). In
Ukraine, accreditation is carried out by the National ac-
creditation agency of Ukraine (NAAU) in accordance
with DSTU EN ISO/IEC 17011.

Thus, certification together with accreditation cre-
ates a closed trust system between the manufacturer,
consumer, and the state, ensuring transparency, legal
validity, and international recognition of product and
service quality.

Therefore, one of the most crucial steps in ensuring
product quality is the selection of adequate regulatory
requirements according to which the product is evalu-
ated. Clearly formulated, up-to-date, and technically
justified requirements form the basis for objective con-
trol, certification, and continuous quality improvement.
Without unified regulatory guidelines, the concept of
“quality” loses its measurability, and product compli-
ance loses its evidential power.

Purpose and objectives of the research — to es-
tablish the validity of the requirements set forth in
DSTU 3184 for spherical steel shot and heat-treated
spherical steel shot in terms of the completeness of
normative characteristics necessary to support accred-
itation procedures in production.

Materials and research methods. Standard
DSTU 3184-95 Steel and cast iron shot. General tech-
nical conditions applies to cast steel and cast iron
spherical and angular shot intended for technological
purposes, shot blasting and shot peening of blanks
(castings, forgings, rolled products); for surface hard-
ening of machine parts; for scoring rolls of rolling mills
and other technological operations [4].

Spherical steel shot and heat-treated spherical
steel shot produced by SE “STALZAVOD TAS” (Figure
1, a) is manufactured by melting and pouring steel into
rotating nozzles with atomization of the melt (Figure 1,
b) onto a water curtain to create shot particles [5].

Fig. 1 — External appearance (a) and rotating spray cup (b) of the steel melt of spherical steel shot produced

by SE “STALZAVOD TAS” [5]

Microstructural research specimens were prepared
using standard methods in accordance with ASTM E3-
11 (2007) “Standard Guide for Preparation of Metallo-
graphic Specimens” with mechanical grinding [6]. Me-
chanical polishing was performed on a felt wheel using
diamond paste.

Metallographic analysis was conducted using a
NEOPHOT-32 optical microscope following generally
accepted procedures.

Shot, as a commercial product, according to DSTU
3184, must conform to the following types: spherical
steel shot, angular steel shot, heat-treated spherical
steel shot, and heat-treated angular steel shot.
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Angular shot is obtained by crushing the corre-
sponding spherical shot.

General requirements for steel shot and its testing
methods are regulated by the following normative doc-
ument: DSTU 3184-95, ISO 11124-1:2018, 1SO
11124-2:2018, 1ISO 11124-3:2018, 1ISO 11124-4:2018,
ISO 11124-5:2018, ISO\PWI 11124-6, ISO\DIS 11124-
7:2018, 1ISO 11125-1:2018, ISO 11125-2:2018, 1SO
11125-3:2018, ISO 11125-4:2018, ISO 11125-5:2018,
ISO 11125-6:2018, 1ISO 11125-7:2018, ISO 11125-
8:2018, DSTU ISO 11125-1:2015, DSTU ISO 11125-
5:2015, SAE J827, SAE J2175, SAE J444, DSTU
3185-95, ISO 11125-9:2021, SAE J445.

Research results. Analysis of the requirements of
DSTU 3184-95 for spherical steel shot type.

Analysis of the fractional composition of steel
shot

According to the requirements of DSTU 3184, the
fractions of spherical steel and cast iron shot are di-
vided into 10 nominal sizes.

However, some manufacturers, depending on the
intended use of the products, supply steel shot in two
fractions with the conditional designations «fine parti-
cles» and «coarse» with sizes of 1-3 mm and 3-5 mm,
respectively.

At the same time, the standard DSTU EN ISO
11124-2:2022 includes 12 nominal shot sizes [7], and
DSTU EN ISO 11124-3:2022 includes 14 nominal shot
sizes [8]. Specifications from the Society of Automotive
Engineers (SAE), specifically SAE J444, distinguish 20
shot sizes [9].

It is evident that when conditionally designating
shot according to the requirements of section 4.2 of
DSTU 3184 under the item “shot number,” in the case
of supply in two fractions from the dimensional ranges
mentioned above, this item in the product’s accompa-
nying documentation cannot be accurately fulfilled.
This is due to a contradiction — the dimensional range,
for example, 1..3 mm, according to the National stand-
ard DSTU 3184, includes 5 shot fractions. Fractions
smaller than 1 mm — three; 3..5 mm — two.

Even when agreeing to supply this product accord-
ing to the requirements of European, International, or
other standards (due to other objective circumstances
of interaction between the organization and the cus-
tomer), the boundaries of the 10 size ranges of shot
fractions under the National Standard requirements do
not align due to their differing quantities (see above —
12, 14, 20).

Analysis of the chemical composition of steel
shot

According to the requirements of DSTU 3184, the
chemical composition of the shot is determined by the
manufacturer.

The chemical composition of potential low-carbon
and high-carbon steels for shot production is regulated
by the following normative documents: DSTU
8781:2018, DSTU 7809:2015, DSTU 3833-98, I1SO
11124-3:2018, 1ISO 11124-4:2018, SAE J2175, SAE
J827, and the AUREMO Steel and Alloy Handbook.
Thus, as noted above, this is the first reason for
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aligning this technical requirement for steel shot with a
standard other than DSTU 3184-95. A key considera-
tion in this case is that such alignment must take into
account the possibility of ensuring a clearly defined mi-
crostructure of the shot material, which is unequivo-
cally stipulated by DSTU 3184-95 (this issue will be ex-
amined in detail later).

Analysis of unacceptable defects in steel shot

The requirements for unacceptable defects under
DSTU 3184 include the following categories:

a) the ratio of the maximum diameter of the shot
particle to the minimum > 1.7;
b) shrinkage porosity area greater than 40% of the shot
particle area;
c) the length of the largest crack greater than 20% of
the shot particle diameter;
d) the area of the largest cavity greater than 10% of the
shot particle cross-section.

Thus, DSTU 3184 regulates technical requirements
for the perfection of the spherical shape of the shot,
defects of crystallization origin (shrinkage porosity) in
melt droplets (Fig. 2, a), crack formation in products re-
lated to thermal expansion/contraction of the material
(Fig. 2, b), and casting shrinkage (Fig. 2, c).

At the same time, such obvious inconsistencies as
non-metallic inclusions (Fig. 2, d) and gas porosity
(Fig. 2, e), from the perspective of the normative docu-
ment, are not recognized as product defects at all.

As will be shown later, this situation is partially ad-
dressed in foreign standards.

Analysis of heat treatment of steel shot

Heat-treated shot is obtained by performing addi-
tional heat treatment to relieve residual stresses and
improve operational characteristics.

Requirements for the microstructure of steel
shot

DSTU 3184-95 establishes the requirement: “The
microstructure of heat-treated steel shot must consist
of tempered martensite with bainite.”

This unequivocal standard provision immediately
introduces a correction to the manufacturer’s freedom
to independently choose the chemical composition of
the product material.

Obtaining a martensitic structure in steels with car-
bon content below 0.3% is problematic without the use
of complex and costly production measures, such as
cryogenic cooling media for quenching.

For high-carbon steels (hypereutectoid composi-
tion), it is necessary to consider the carbide phase (ce-
mentite) as an additional structural component, which
is not normatively provided.

Discussion of results

General assessment of permissible defect con-
tent

Table 1 presents the results of an analysis of the
requirements of national and international normative
documents and specifications regarding the permissi-
ble content of shot with deviations from spherical
shape, shrinkage porosity, cavities, and cracks.

Despite some discrepancies in the quantitative
characteristics of such defects across different



normative documents, they are mostly consistent and
all converge in the total number of defective shot parti-
cles.

d
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Fig. 2 — Crystallization-related defects in steel shot: a — shrinkage porosity, b — cracks, ¢ — cavity, d — non-

metallic inclusions, e — gas pores; x50

Table 1 — Permissible content of defective shot particles

Normative Permissible shot content, %, not more than Total  defective | Foreign inclu-

document with with with with cracks shot content, %, | sions, %, not
deviation from | shrinkage po- | voids not more than more than
spherical shape rosity

DSTU 3184 10 10 10 10 20 0,5

ISO11124-3 | 5 10 10 15 20 1

ISO 111244 | 15 5 15 Not permitted 20 1

SAE J2175 5 10 10 5 20 -

SAE J827 5 10 10 15 20 -

Assessment of structural discontinuity require-
ments

Unlike DSTU 3184, international standards 1SO
11124-3 and ISO 11124-4 include a category of non-
conformity — «voids». According to ISO 11124-4:2018
[10], this is defined as «a smooth surface internal cav-
ity considered undesirable when greater than 10% of
the cross-sectional area of a particle». Based on the
criterion of «smooth-surfaced cavity», at least gas
pores (see Fig. 2, e) may be classified as such a de-
fect. With a certain degree of permissibility, this cate-
gory may also be used to assess the presence of non-
metallic inclusions (see Fig. 2, d) and other defects.
However, in these cases, the presence of a smooth in-
ternal surface of the discontinuity is not absolutely
guaranteed.

Nevertheless, when a national standard is in place,
the use of other individual normative technical require-
ments — even those of international scope — for proce-
dures of attestation, accreditation, and certification of
production and products is not permitted.

Assessment of chemical composition require-
ments

The issue of assigning normative requirements to
the chemical composition of a specific product on an
international scale is resolved through the use of indi-
vidual standards.

The international standard ISO 11124-4:2018 [10]
establishes requirements for the chemical composition
and structure of shot, specifically a carbon content of
0.08-0.20%.

Microstructure: bainite (Fig. 3, a) or martensite (Fig.
3, b). Ferrite and pearlite phases along grain bounda-
ries must not exceed 5% in any individual area of ex-
amination. This type of structure is essential for ensur-
ing a combination of high hardness and durability. No
more than 15% of test specimens may exhibit undesir-
able microstructure.

The SAE J2175 specification for low-carbon cast
steel shot sets the carbon content in the range of 0.1-
0.15%. The corresponding microstructure is a transi-
tional structure (bainite) (see Fig. 3, a), defined in the
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normative document as: “a mechanical mixture of fer-
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bainite) and needle-like (lower bainite) types with a
small amount or complete absence of free carbides [9].
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Fig. 3 — Microstructures of heat-strengthened structural hypoeutectoid steel: a — bainite, b — martensite,

¢ — martensite with bainite; a-c — x1000

Analysis of these normative documents raises
questions about how a martensitic structure is
achieved in low-carbon (<0.3% C) steel shot. From the
standpoint of fundamental principles of modern metal-
lurgy, the transformation of austenite during continu-
ous cooling of steels with carbon content <0.3% [11]
cannot produce martensite without the use of special,
unconventional heat-strengthening techniques.

The chemical composition of hypoeutectoid struc-
tural steels with carbon content greater than 0.15% up
to 0.60% (grades 15L, 20L, 25L, 30L, 35L, 40L, 45L,
50L, 55L) is regulated by the national standard DSTU
8781:2018 [12].

According to DSTU 7809 [13], stable martensite
formation occurs in heat-strengthened steels with car-
bon content of 0.3-0.6%, i.e., grades 35L, 40L, 45L,
50L, 55L.

Indeed, analysis of thermokinetic diagrams of aus-
tenite transformation in medium-carbon steels (Fig. 4)
[14] confirms the reliable hardenability of these materi-
als for martensite formation. They exhibit a wide tem-
perature-time range for intermediate transformation
with bainite formation and, evidently, phase transfor-
mations involving shear and shear-diffusion recrystalli-
zation of austenite, resulting in structures combining
bainite and martensite.

The recommended heat treatment regime for these
steels according to DSTU 7809 is: quenching from
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900°C followed by tempering at 200°C, resulting in a
tempered martensite structure.

The structural state of steel products with the car-
bon content currently under discussion, when imple-
menting heat treatment procedures according to the
phase transformation diagram during continuous cool-
ing of austenite (see Fig. 4), is presented in Fig. 3. To
obtain the desired structure of steel shot, the national
standard DSTU 3184-95 provides manufacturers with
permission to freely choose the heat treatment regime
at their own discretion.

Thus, fulfilling the DSTU 3184-95 requirement re-
garding the microstructure of tempered martensite and
bainite is realistic, but under the normative restriction
of the chemical composition of products to specific
grades of medium-carbon hypoeutectoid steels ac-
cording to DSTU 8781:2018.

The international standard ISO 11124-3:2018 [8]
establishes requirements for the chemical composition
and structure of shot, namely a carbon content of 0.8-
1.2%.

Microstructure — martensite and/or bainite, tem-
pered to a degree corresponding to the hardness
range (see Fig. 3, c), with fine, uniformly distributed
carbides, if present (see Fig. 5, a). Partial decarburiza-
tion, carbide networks (see Fig. 5, b), and segregation
along grain boundaries with products of high-tempera-
ture transformation, such as pearlite, are undesirable.



No more than 15% of tested samples should exhibit
undesirable microstructure.
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Fig. 4 — Diagram of continuous cooling transformations of AlSI 1045 steel [14]

a
Fig. 5 — Morphology of the carbide phase in high-carbon steel: a — tempered martensite with globular car-
bides, b — carbide network; a — x500, b — x200

The SAE J827 specification for high-carbon cast
steel shot also sets the carbon content in the range of
0.85-1.2%. The microstructure of high-carbon cast
steel shot must be homogeneous martensitic with fine,
uniformly distributed carbides (see Fig. 5, a).

As in SAE J827, the SAE J2175 specification states
that a carbide network (see Fig. 5, b), partial decarbu-
rization, grain boundary segregation, or pearlite are un-
desirable. No more than 15% of tested samples may
exhibit these defects.

In this case of high-carbon steel, there is an evident
inconsistency regarding the microstructure require-
ment. DSTU 3184 contains no information about car-
bides, carbide networks, grain boundary segregation,
etc.

Conclusions

Based on the research results, the following has
been established:

There is an evident inconsistency between the nor-
mative requirements of DSTU 3184-95 and the objec-
tive presence of defects in spherical steel shot and
heat-treated spherical steel shot, particularly in the
omission of gas porosity, non-metallic inclusions, and
other structural discontinuities.

DSTU 3184-95 is only partially suitable for the pur-
poses of technical auditing of shot production from a
limited number of structural steel grades and the cor-
responding products for their attestation, accreditation,
and certification.

The current normative framework imposes certain
limitations on the development of the steel shot pro-
duction sector, which in turn necessitates its revision,
adaptation to new technical realities, and integration of
international standards. This is critically important for
ensuring the competitiveness of domestic products
both in the domestic and international markets.
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The potential of implementing Al-driven quality control
in Ukrainian investment casting facilities

Cepzienko 0.C., Conokoes C.C.
IoTeHuian BOPoOBaJAKeHHSI KOHTPOJIIO AKOCTI HA ocHOBI LT
B YKPAIHCBKMX LeXaX JUTTH 32 BUTOIIIOBAHMMH MOJEJISIMU

Abstract. The purpose of this study is to assess how Al can reduce energy consumption, labor intensity, and scrap rates,
thereby improving yield and long-term operational efficiency of investment casting foundries. The methodology includes
a literature review and feasibility analysis conducted using recent academic studies and industry case reports from 2013
to 2024. Additionally, the study conducted a basic cost-benefit analysis comparing implementation expenses with potential
annual savings in scrap reduction, labor optimization, and material efficiency. Findings indicate that key Al applications
include process-parameter modeling and machine learning prediction, and automated defect detection through deep
learning-based visual and radiographic inspection. Research shows that Al systems can reduce casting defects by 30—
50%, with substantial savings in labor and material costs. The study highlights low-cost and open-source options for Al
deployment, increasing accessibility for resource-constrained facilities. The originality of the paper is its emphasis on the
practical implementation of Al-driven quality control solutions for Ukrainian foundries, investment casting facilities in par-
ticular. The practical value of the study lies in a structured, actionable roadmap, including software and hardware require-
ments, and cost and ROI estimates, that can assist local foundries in beginning their Industry 4.0 transition with a focus
on quality optimization.

Key words: artificial intelligence, investment casting, quality control, defect detection, Ukrainian foundries, cost-benefit
analysis, process optimization.

AHomauisi. Memoro yb020 OoCriOKeHHs € OUiHKa moeo, ik wmy4Hud iHmenekm (L) moxe 3HU3umu crioxueaHHs1 eHe-
peii, mpydomicmkicms i pieeHb 6paKy, mum camum nidsuwyroqu 8uxio npudamHoi MpodyKuii ma dogeocmpokosy onepa-
uitiHy egpekmusHicms nugapHux nidnpuemcms. Memooduka 0ocrniOXeHHs 8KoYae 02150 HayKosoi rlimepamypu ma aHa-
11i3 douinbHOCMI Ha OCHOBI akmyarbHUX akademidHux docridxeHsb i 2any3esux Kelicie 3a nepiod 3 2013 no 2024 pik. Kpim
moeo, nposedeHo 6a3osuli aHania sumpam i 8u20d, WO MopieHIE sumpamu Ha ernposadxeHHs1 LLI 3 nomeHuitHUMU
WopiYHUMU 3a0WadxXeHHSMU 3a805IKU 3MEHWEeHHI0 bpaky, onmumisauii npaui ma nideuueHH echeKmusHoCmi 8UKOPU-
cmaHHA Mamepianis. Pe3ynbmamu rnokasyoms, W0 OCHOBHUMU HanpsmMamu 3acmocyeaHHs LLI € modentogaHHs mexHo-
JI02i4HUX napamMempie ma fpo2Ho3yeaHHs1 3@ 0OMOMO20K0 MallUHHO20 Ha8YaHHS, @ MaKoX asmomMamu308aHe 8Usi8-
neHHs1 OegheKkmie Ha OCHO8I 2rTU60K020 HagYaHHS 3 BUKOPUCMAaHHSIM 8i3yanibHO20 ma peHmaeHoepaghidyHo20 KOHMPOJO.
LocnidxeHHsi demoHecmpyromb, wo LLI-cucmemu MoXymeb 3HU3UMU Kinbkicmb deghekmie numea Ha 30—-50% i 3abesne-
Yumu 3Ha4yHy eKOHOMI0 sumpam Ha onnamy fpaui ma mamepianu. Y 0ocnioKeHHi npornoHytombcs docmyrnHi ma 6iok-
pumi npoepamHi piweHHs, wo nidsuuye moxnusicms erposadxeHHsi LLII 8 ymosax obmexeHozo 6rodxemy. Haykoea
HOB8U3Ha pobomu ronsi2ae 8 akUeHmi Ha npakmu4yHOMY 8rpo8adKeHHI pilieHb KOHMPOITo SKocmi Ha ocHosi Ll came Ha
YKpaiHCbKUX nugapHUX nidrnpuemMemesax, 30Kpema mux, wo 3aliMaromsCcs IUMmMsAM 3@ 8UMOITF08aHUMU MOOeSMU.
lNpakmuyHa 3Havywicme 00CIOKeHHS NoMsi2ae y CmMeOoPeHHi cmpykmyposaHoi ma rpuknadHoi 0POXHLOI Kapmu erpo-
sadxeHHs LI, ska ekmovyae sumoau 00 npoepaMHoeo U anapamHo20 3abesrneyeHHs], OPIEHMOBHI sumpamu ma OUiHKY
oKynHocmi iHeecmuuyjtl. Lle moxe dornomoemu ykpaiHCbKUM nugapHuUM ridnpuemcmeam posnodamu rnepexio 0o IHOycmpii
4.0 3 akueHmom Ha ornmumisaujito IKocmi.

Knro4doei crioea: wmyyHul iHmenekm, numms 3a 8UMOrIt8aHUMU MOOeSISIMU, KOHMPOITb SKOCMI, 8USIBIIEHHS Oeghek-
mis, yKpaiHCbKi nueapHi nidnpuemcmea, aHarnis aumpam i 8u2o0d, onmumisauyisi MPoyecis.

Introduction. The foundry industry is undergoing a
transformation driven by artificial intelligence (Al) and
Industry 4.0 technologies. Traditionally considered a
complex and heuristic-driven domain, metal casting
now benefits from data-driven insights for improved ef-
ficiency and quality. Recent surveys highlight an abun-
dance of research applying Al techniques (e.g., neural
networks, fuzzy logic, evolutionary algorithms) across
various casting processes (sand, die, continuous, and
investment casting) [1]. The goals range from optimiz-
ing process parameters and product design to predic-
tive quality assurance. This review provides an over-
view of key Al use case categories in foundries and the

most documented use case — quality control and de-
fect detection — focusing on investment casting.

Literature review. Quality control is paramount in
investment casting, and Al has made significant in-
roads in recent years. Traditional quality control in in-
vestment casting relies on expert knowledge, simula-
tion tools, and post-process inspections (like X-ray for
internal defects or destructive tensile tests for proper-
ties). These methods are time-consuming and often
catch problems only after a part is made. Al tech-
niques, by contrast, enable predictive and automated
quality control — identifying issues earlier or preventing
them.
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This review summarizes several key studies (span-
ning 2013 to 2024) demonstrating Al applications
broadly grouped into: (a) process-parameter modeling
and optimization for quality outcomes, and (b) auto-
mated inspection and defect identification.

On the modeling side, a number of works have
used data-driven models to capture the relationship
between process parameters and final part quality. For
example, Pattnaik et al. [2] optimized the wax pattern
production step using a grey—fuzzy logic approach,
which significantly improved the wax pattern quality (in
terms of dimensional accuracy and surface finish).

Improved wax patterns lead to better final castings,
since defects often originate in the pattern or mold. An-
other pioneering work by Sata & Ravi [3] collected data
from 800 heats of steel alloy investment castings and
used an ANN to predict mechanical properties (like
tensile strength and yield strength) from process pa-
rameters and alloy composition. This allowed them to
estimate if a casting would meet strength requirements
without waiting for lengthy destructive tests; notably,
both their ANN and a multivariate regression were
fairly accurate, with the ANN being a viable tool for pre-
dictive quality control.

Expanding on defect prediction, Sata [4] developed
a system to predict the occurrence of common defects
in steel investment castings (such as ceramic inclu-
sions, misruns, shrinkage porosity, etc.) using produc-
tion data. By applying principal component analysis
(PCA) to 24 process and composition variables from
500 casting batches, then feeding the reduced data
into various ANN models, the study could forecast de-
fect types before casting. The best model (an ANN with
a Levenberg—Marquardt learning algorithm) outper-
formed statistical regression in accuracy. Such a
model can warn engineers if a given batch is likely to
produce defects, enabling preemptive adjustments.

Similarly, Wang et al. [5] reported using an ensem-
ble of machine learning classifiers to predict final di-
mensional accuracy of complex cast parts early in the
process. Their framework provides an early warning if
a casting is predicted to be dimensionally out-of-toler-
ance, allowing corrections or mold changes to be
made in subsequent cycles.

On the inspection side, deep learning has revolu-
tionized how foundries perform quality inspection for
investment castings. Yousef & Sata [6] developed an
intelligent inspection system for investment cast steel
parts using deep CNN models. By training on a large
image dataset of cast components (with and without
defects), their system could automatically detect sur-
face defects like cracks, cold shuts, and other discon-
tinuities. Among the models evaluated, a residual neu-
ral network (ResNet) achieved the highest accuracy in
defect recognition and was integrated into a real pro-
duction line. This reduced the reliance on manual vis-
ual inspections and improved the consistency of defect
detection.

Another line of research has applied computer vi-
sion to X-ray radiographs of investment castings to au-
tomatically detect internal porosity or inclusions using
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deep learning, effectively automating radiographic in-
spection, which is critical for safety-critical steel com-
ponents [5].

Collectively, these studies prove that Al is enabling
a shift from reactive to proactive quality control in in-
vestment casting. Instead of inspecting and scrapping
defective steel castings post-production, foundries can
now predict and avoid defects, optimize process con-
ditions for quality, and efficiently screen for any anom-
alies with automated vision systems. This leads to a
higher yield of acceptable parts and lower production
costs. It also shortens the feedback loop in foundry
process development: data-driven models can quickly
highlight which process factors most strongly affect
quality, guiding engineers to focus on the right levers
(for instance, a model might reveal that a slight in-
crease in preheat temperature drastically reduces shell
cracking defects).

Finally, an emerging trend is the integration of these
Al tools into a digital twin of the investment casting pro-
cess. In a recent study, researchers built a digital twin
for a steel investment casting line that incorporated
machine learning models for defect prediction and real-
time process optimization. This allowed them not only
to predict defects and mechanical properties with high
fidelity, but also to prescribe corrective actions during
the casting process [5].

Study purpose and objectives. The goal of this
study is to explore the potential of implementing Al-
driven quality control at a Ukrainian investment casting
facility to lower energy, labor, and resource spending,
increase productivity, and achieve long-term financial
benefits. The core tasks included the research of suc-
cessful Al-powered quality control cases, the creation
of a basic software and hardware requirements list, as
well as the calculation of estimated spending and po-
tential economic benefits.

Methodology. This study employs a review and
applied feasibility analysis approach to assess the po-
tential implementation of Al-driven quality control sys-
tems in a Ukrainian investment casting facility. The re-
search methodology was divided into three primary
stages.

First, a comprehensive literature review was con-
ducted, focusing on peer-reviewed academic sources
indexed in Scopus and Web of Science, as well as
technical whitepapers from leading industrial Al ven-
dors. The literature review covered the years 2013 to
2024.

Second, based on insights from the literature, a
baseline implementation framework was developed to
assess practical feasibility. This included the identifica-
tion of data requirements, hardware and software
specifications, and potential local or regional vendors
for equipment and support. Open-source software so-
lutions and modular, scalable hardware components
were prioritized to reflect the constrained budgets typi-
cal of small-to-medium Ukrainian foundries.

Third, an economic impact estimation was per-
formed. This involved a basic cost-benefit analysis
comparing implementation expenses with potential



annual savings in scrap reduction, labor optimization,
and material efficiency. The ROl model was con-
structed using industry benchmarks and case studies
cited in the literature, with conservative assumptions
for production volumes and defect rates to ensure re-
alistic forecasting.

Findings. A Ukrainian investment casting foundry
can improve quality and reduce scrap by introducing
affordable Al-driven inspection and process monitor-
ing. The findings below outline data collection, hard-
ware, software, and economic benefits.

Implementing Al-driven quality assessment at a
Ukrainian investment foundry facility would necessitate
the collection of the following types of data:
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Visual inspection data: high-resolution images of
wax patterns, cores, wax trees, molds, and cast parts.
Multiple images per part (capturing all surfaces and an-
gles) are collected to spot surface defects like cracks,
misruns, or roughness.

Sensor data: melt temperature, chemistry parame-
ters, mold preheat temperature, pouring time, shell
cooling rate, etc.

Non-destructive testing data: X-ray radiography,
dye penetrant inspection with imaging under UV light,
etc.

Based on the training data input requirements and
Al model development and implementation, the basic
hardware requirements were estimated in Table 1 and
software requirements in Table 2.

Table 1 — Hardware requirements for implementing Al-powered quality control in an investment casting

foundry.
Category Equpment Requirements Vendors
1080p or hlgher . Basler, IDS, Visiobit, PromAuto-
o IP-rated casings to shield from X
. Industrial vision camera mation,
Cameras and light- dust and heat .
. Pixlab
ing 2 pcs
LED light enclosure Shadow and glare-free Phillips, OSRAM
Thermocouple (with data Real-time data loagin Siemens, Schneider Electric,
logger) 99Ing Endress+Hauser
Sensors and loT de-
vices Heat shieldin Arduino,
Microcontroller Wireless trangmission Raspberry Pi,
ASUS Tinker Board
CPU with GPU acceleration
Computing  hard- Industrial comouter Ventilated cabinet UPS backup | NVIDIA GTX/RTX series,
ware P power NVIDIA Jetson Nano or Xavier
Ethernet connection

Table 2 — Software requirements for implementing Al-powered quality control in an investment casting

foundry.
Application Software solutions Additional requirements Examples
. . . Cropping, contrast enhancement, back- [ OpenCV
Image preprocessing Open-source libraries
ground removal
ResNet
Convolutional neural network | Labeled images of quality and defective Xception
Defect recognition - YOLOv5
(CNN) castings
TensorFlow
PyTorch

Data analysis and

Regression or classification

Historical manufacturing process sen-

Scikit-learn Python li-

; algorithms,
forecasting ANN model sor data brary
Node-RED dash-
. i ) . Real-time monitoring, data logging, inte- | board
:Qttg?f;i[;on and user g;%i%g:rzesppﬂgaggnprem'Se gration with existing software ecosys- | Microsoft Azure loT
tem Hub

Azure Custom Vision
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Initially, the models require training on a dataset of
defect-free and defective parts (including minor and
major defect examples). Some defects may need to be
manufactured deliberately in trial castings or use his-
torical scrap parts to build a robust training set. The
model will require periodical updates if a new defect
type starts appearing or a new product line is intro-
duced. However, the system can continuously learn,
as modern Al platforms enable adding new sample im-
ages and re-training with little effort, improving accu-
racy over time.

Alternatively, Ukrainian foundries can rely on com-
mercial solutions from EU vendors. Norican’s Monitizer
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platform is one (used by foundries in Spain, Japan,
etc.), focusing on Al for casting processes. Another ex-
ample is Tvarit Al (Germany), which provides an Al
platform for die casting and could potentially be applied
to investment casting, emphasizing scrap reduction
through data analysis.

Discussion. Considering the significant financial
and time investment required to implement Al-driven
quality control in Ukrainian foundries, a careful calcu-
lation of estimated cost (Table 3) and economic bene-
fits, including a return on investment, is necessary to
facilitate decision-making.

Table 3 — Estimated cost of Al-powered quality control setup.

Software and hardware expenses Estimated cost
Industrial camera(s) and lens €2000

Lighting and enclosure €1000

Industrial computer with GPU €4000

Sensors and DAQ devices €1000

Software development €4000—€10000
X-ray unit €20000—€30000
Other expenses €2000

Total €34000-€50000

Additional annual costs can amount to €1000—
€3000 in software maintenance and updates, cloud
service subscriptions, storage upgrades, light replace-
ment, and camera calibration.

The estimated economic benefits of Al-powered
quality control implementation result from:

Yield improvement and scrap reduction. Al-driven
process optimization cuts scrap by 40-50% on aver-
age. In an investment casting context with higher part
cost, even a 10% scrap reduction could translate to
significant savings given the expensive alloy and en-
ergy per part. Moreover, if wax pattern inspection is au-
tomated, defective patterns can be recycled before in-
vesting labor and material in making a casting to im-
prove the yield and reduce wasted metal.

Labor cost savings. Implementing Al vision can
halve the manual effort needed for inspection. Al can
do the first-pass filtering 24/7, minimizing human over-
sight, including overtime, and reducing wage ex-
penses.

Energy and materials savings. Reducing scrap pre-
vents resource waste on remelting, pouring, and heat
treatment. Al-driven optimization improves process ef-
ficiency by recommending optimal pouring tempera-
ture and other technological parameters and lowers
energy usage and emissions in foundries.
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The estimated first-year ROl of Al-driven quality
control implementation in an investment casting facility
depends on its annual production, cost per part, the
scrap rate, labor cost, and energy and materials used:

ROI = EXEHAD71 5 100% (1)

Where S — scrap savings, pcs;

C — part cost;

L — labor savings;

M — energy and material savings;

| —initial investment

Conclusion. Al techniques enhance each stage of

quality control in investment casting. From optimizing
the wax patterns to predicting final part properties and
defects, and finally automating the inspection of cast
parts, Al provides a toolkit for elevating quality and con-
sistency. These methods are complementary: a
foundry could use predictive models to adjust process
settings before pouring, and then use deep learning in-
spection to catch any anomalies on the finished part.
Based on successful implementation cases, this study
provides a comprehensive roadmap of Al-driven qual-
ity control implementation, including hardware and
software requirements with potential vendors. The
cost-benefit analysis incorporates estimated expenses
and savings and a formular for calculating first-year
ROI.
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Holub 1. V., Bila 0. V.
Study of the effect of gaseous elements on metal macrostructure

during cooling

T'oayé6 LB., Bina 0.B.
JocJiiIzkeHHS BILIMBY ra30moiOHUX eJIeMeHTIiB
HA MAKPOCTPYKTYPY MeTAJY MiJ 4aC 0XO0JI0ZKEeHHS

Abstract. The article presents a study of the influence of gas elements (oxygen, hydrogen and nitrogen) during metal
processing with a mixture of gases (argon, nitrogen) on the macrostructure of the metal after cooling. One of the most
common methods of ladle processing of steel is the process of blowing metal with inert gases and its vacuuming. A
mathematical model has been developed that allows us to consider the process of gas removal and calculate the quanti-
tative indicators of the removal of dissolved gases from the metal during its processing. Taking into account the thermo-
dynamic and kinetic features of the dissolution of gases in the metal during blowing metal in the ladle with inert gases and
during vacuuming allowed us to clarify the physicochemical processes of gas behavior in the metal, which will lead to the
possibility of developing a new technology of ladle processing of metal using mixtures of inert gases.

Key words: metal, gas mixture, nitrogen, hydrogen, oxygen, macrostructure, ladle-furnace installation.

AHomauis. Y cmammi npedcmasneHo O0CiOXeHHS 8rugy 2a3o8ux efieMeHmis (KUCHI0, 800HI0 ma azomy) ri0 Jyac
06pobKu Memary cymiluwio 2a3sie (ap2oH, a30m) Ha MakpoCmpyKmypy memarty fnicrsi 0xonodxeHHsi. OOHUM 3 Halnowu-
peHiwux memodie Ko8wo8oi 06pobku cmari € npouec NpPodysaHHs Memary iHepmMHUMU 2a3amu ma (020 8aKyyMy8aHHsI.
Po3pobneHo mamemamuyHy Modersib, sika 003807151 PO32/IsTHYMU fpouec sudarneHHs 2asie ma pospaxyeamu KinbKicHi
OKa3HUKU eudasieHHs1 pPO34YUHEeHUX 2a3ie 3 Mmemarty rid yac lioeo 06pobKu. BpaxysaHHs mepMoOUHaMiyHUX ma KiHemu-
YHUX ocobnugocmeli PO34UHEHHS 2a3ig y Memarti nid Jyac npodysaHHsI Memarsly 8 KO8Wi iHepmHUMU 2asamu ma nio yac
8aKyyMysaHHs1 038011UIT0 YMOYHUMU ¢hi3UKO-XiMiYHI poyecu rnosediHKuU ea3sie y Memarti, uo rnpudsede 00 MOXIu8ocmi

pO3pobKU HOBOI mexHoo2ii Koswosoi 06pPObKU Memarly 3 BUKOPUCMAaHHAM cymiwel iHepmHux easis.
Knroyoei crioea: memar, 2a3oea cymiwl, a3om, 800€Hb, KUCEHb, MakpoCmpyKmypa, KisWoego-i4oea ycmaHoskKa.

Introduction.

The influence of gaseous elements on the for-
mation of the macrostructure of metals during cooling
is a key aspect of modern metallurgy and metal pro-
cessing technologies. For metallurgical enterprises of
Ukraine, an urgent task is to develop a technology for
ladle metal processing using cheap gas mixtures that
allow reducing the cost of metal. The use of a mixture
of gases with an increased nitrogen content will reduce
the cost of ladle processing of ordinary steels, low-car-
bon and steels with an increased nitrogen content.
Control of parameters related to the dissolution and re-
moval of gases in liquid metal and metal that is being
cooled allows optimizing the properties of metal prod-
ucts for various industrial applications. Due to the ex-
pansion of technological capabilities of production, the
stability of the composition increases and the quality of
the produced steel improves. The use of ladle furnace
units and vacuum metal processing allows significantly
reducing the content of impurities in steel and obtaining
narrow limits of element content. However, despite un-
deniable achievements in ensuring reproducible qual-
ity of metal smelted with modern out-of-furnace pro-
cessing schemes, there are issues that can only be re-
solved on the basis of compatible modeling processes
and active industrial experimentation.

Literature analysis.

Non-furnace metal processing is a key stage of
modern metallurgy, which allows you to regulate the
chemical composition and improve the quality of the fi-
nal metal product. It is aimed at improving the chemical
composition, cleaning from non-metallic inclusions,
gases, macro- and microstructural improvement. One
of the directions is the use of mixtures of technical
gases, in particular argon and nitrogen, which are used
as a working medium during mixing and cooling of the
metal.

Argon is widely used due to its inert properties: it
does not react with metal or slag and promotes degas-
sing and mixing. However, due to the high cost of ar-
gon, metallurgical enterprises often use it in a mixture
with nitrogen.

According to studies [1,2], the introduction of a con-
trolled amount of nitrogen into argon allows you to re-
duce gas costs while maintaining the efficiency of mix-
ing and degassing. However, excessive saturation with
nitrogen can lead to an increase in the nitrogen content
in the metal, which is undesirable for low-carbon and
structural steels.

The use of an argon-nitrogen mixture has shown
positive results in the production of ordinary steels [3]
and nitride-forming steels. [4] note that when alloying
with titanium or aluminum, a moderate presence of
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nitrogen can be useful, since nitrides are formed, which
increase the tensile strength of the steel, but the au-
thors of [3] found out that it is necessary to clearly se-
lect the amount of alloying elements to avoid disconti-
nuity of the workpiece. At the same time, [5] empha-
sizes that in the production of bearing or spring steel, it
is important to avoid excessive nitriding, since this re-
duces the viscosity of the metal. In such cases, it is
recommended to maintain the nitrogen content no
higher than 0.008%.

Optimization of the composition of the gas mixture
and its supply mode is an urgent task. The authors [6,
7] showed that when using an Ar-N, mixture with a
variable concentration (from 5% to 30% N,), the de-
gassing efficiency remains high up to the level of 20%
N,, after which the level of dissolved nitrogen in the
steel increases noticeably. It was also found that under
conditions of low-temperature out-of-furnace pro-
cessing (1500-1570 °C), especially under vacuum, the
addition of nitrogen has almost no effect on the overall
level of gas saturation of the metal, while under atmos-
pheric conditions precise adjustment of the parameters
is necessary [8].

Among the impurities that have a significant effect
on the properties of the metal, gaseous ones — nitro-
gen and hydrogen — occupy a special place. Their ex-
cessive presence can cause brittleness, porosity, re-
duced plasticity and other defects.

Nitrogen enters the metal mainly from the atmos-
phere or from process gases during melting and pour-
ing. Excessive nitrogen concentration in steel leads to
the appearance of “aging” of the metal, a decrease in
impact strength and problems during deformation
forming. According to research [9,10], effective re-
moval of nitrogen is possible when using vacuum arc
treatment or an inert atmosphere (argon), as well as
using modifiers that form stable compounds with nitro-
gen. Hydrogen in liquid metal causes the appearance
of pores in the cast metal, the development of “flocs”
and contributes to brittleness. It enters the metal from
moisture, oils and other sources. According to [11, 12],
the most effective degassing methods are argon treat-
ment with bubbling, vacuum degassing and the use of
powder additives that promote bubble coagulation.

The main difficulties in removing nitrogen and hy-
drogen are associated with the thermodynamics and
kinetics of the dissolution and removal processes,
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because nitrogen requires a very low partial concen-
tration for the degassing process to be effective, and
hydrogen has the ability to easily redistribute between
the metal and slag. The degree of turbulence in the
metal bath, temperature, and slag composition also
play an important role.

Therefore, the main task for non-furnace steel pro-
cessing is to be able to predict the ratio of argon and
nitrogen in the gas mixture under different processing
schemes (at atmospheric pressure (ladle-furnace) or
under pressure (vacuum machine) for different steel
grades, taking into account their cooling and operating
conditions for further development of ladle metal pro-
cessing technology using inert purge gas mixtures,
which allow reducing the cost of metal and obtaining
high-quality steel.

Among the current research areas are the use of
combined methods (vacuum + argon), intelligent de-
gassing process control systems, as well as mathe-
matical modeling of the behavior of gases in liquid
metal.

Materials and methods.

When modeling the metal production process, a
complex model was used, the algorithm of which in-
cludes an assessment of metal degassing indicators at
atmospheric pressure, analysis of the behavior of CO
bubbles and dissolved gases (hydrogen, nitrogen and
oxygen) during metal treatment with inert gases and
their mixtures, vacuum, as well as gas evolution during
metal cooling [13,14]. The created model allows pre-
dicting the results taking into account the chemical
composition of the metal and selecting the gas mixture
that will be used to purge the metal in the ladle during
post-furnace treatment.

The mathematical model is described by the main
equations:

removal of dissolved oxygen is carried out due to
the decarburization reaction

[€] = [0] = {CO}, (1)

hydrogen and nitrogen — by releasing it in the form

of molecules that form gas bubbles
[H] = S H,. 2)
1

[N] ==N,. 3)

2
oxygen and carbon transfer equations in metal

oxygen in metal

- 2 2
ot HM ox

carbon in metal
ICY(x,7) D, 3°[Cl(x,7) v
ot H., 0x ¢
where [O] and [C] are the concentrations of oxygen
and carbon in the metal, kg/m3; Dy - s the effective
(turbulent) diffusion coefficient in the metal, m?/s; Hy -
the thickness of the metal layer, m; gu - he source term

that takes into account the possibility of blowing oxy-
gen into the metal during the vacuum process,

12 ¢ H

M

®)

kg/(m?s); Vc - is the source term describing the oxy-
gen and carbon consumption for the reaction (carbon
oxidation rate), kg/(m?3-s); x - he dimensionless coordi-
nate; 7 - the time, s.

The carbon oxidation rate will be

Ve=Kv f(S) [Cl(x,7) {[Ol(x,7) - [Ol(x,7)} , (6)
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where Ky - rate constant of carbon oxidation reac-
tion for large-scale level; f(S) - the function depending
on the surface area of bubbles as they float.

In turn, the frequency of bubble formation is related
to the number of active centers of their nucleation and
the frequency of formation on one active center v =
ven, where vg - frequency of bubble formation at one
active site, 1/s; n - amount of active centers, 1/m2.

The mass transfer process in the metal occurs at
the metal-bubble interface. The flows of nitrogen, hy-
drogen, and oxygen with carbon required for the for-
mation of CO and argon bubbles can be represented
by the following expressions:

Jn = Bu(IN] = [N]),  (7)
Ju = Bu([H] = [H];),  (8)
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Jeo = 1,75([0] = [0],). (9)
Masses of nitrogen, hydrogen and CO diffusing into
the volume of the bubble

my = [ By (IN] = [N],)Sydz,  (10)
my = [y Ba([H] = [H])Sudz,  (11)
Mco = 1,75 [§ Bo([0] = [0])Socdr,  (12)
where [ [ - bubble rise time. The total mass of
gases removed in argon bubbles is obtained in this
case by multiplying by the frequency of their for-
mation — (] p, concentrations of substances expressed
in kg /m3.
The surface area of a bubble is determined by its

volume.
__ 1000m RT

28 Pmax—PmMIHMX

|4

, (13)

where P =P +p gH +p gH +20/r-maximum pressure, Pa.

The partial pressures of individual gases in
bubbles are described by the expression
(mi/M;)P
Pt = Somgy (14

where M ; - molecular mass of the gas, P - total
pressure, equal to the sum of all pressures acting on
the bubble, taking into account the height of the metal
layer - h when the bubble rises.

When cooling the metal, the equations describe the
processes of the metal cooling rate, the thickness of
the solid metal crust, and the speed of the bubble
movement in height.

Objectives of this work.

One of the main tasks of extra-furnace treatment is
to reduce the content of dissolved gases in steel - ox-
ygen, hydrogen, nitrogen. Argon is most often used as
an agent that assimilates gases from steel and mixes
it during vacuuming and averaging blowing.

The advantages of argon are the lack of interaction
with the metal and the low partial pressure of oxygen,
hydrogen, nitrogen, which ensures their effective

Table 1 - Total gas content in the pilot melt

removal. The content of argon in the air is low, which
predetermines the high cost of its production in oxygen
shops, where large quantities of nitrogen are formed
along the way, the cost of which is four times less.

In a number of cases, nitrogen blowing led to an
increase in its content in the metal, which in most cases
leads to deterioration in the properties of steel and is
unacceptable [15]. At the same time, there is infor-
mation about the successful use of such treatment [16,
17]. Therefore, to substantiate the possibility and as-
sess the limitations of the applicability of nitrogen in-
stead of argon, it is necessary to comprehensively as-
sess the physicochemical conditions of the main reac-
tions, which can be done using a mathematical model
of steel degassing during extra-furnace treatment, the
adaptation of which was carried out according to real
experimental data.

The adequacy of the complex model was checked
based on the results of experimental determinations of
the nitrogen content given in Table 1 using three
schemes for organizing extra-furnace treatment.

n__ Continuous
{ casting

Ladl & ss—g
EAF Furnace

Vacuum
degasser

nitrogen
content, ppm
Processing scheme
asor
EAF-LF-VD 70
EAF -VD- LF 69
EAF - LF 84

The initial data on the content of carbon (C=0.85%),
oxygen (0=0.005%), nitrogen (N=0.008% - ), hydro-
gen (H=0.0015%), the proportion of open surface of
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20%, argon purging (g — 0.2 m3/min), obtained a result
thatis in good agreement with the production data (Fig-
ure 1).
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Figure 1. Nitrogen content in steel production
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The error in calculating the mathematical model does not exceed 1%.
The model assessed the possibility of using nitrogen as a gas for blowing metal during ladle processing of
steel, as well as a mixture of nitrogen and argon (Figure 2).
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Figure 2. Change in nitrogen concentration in metal at different ratios of argon and nitrogen in the blowing
mixture: 1 - argon 0, nitrogen 0.2; 2 - argon 0.1, nitrogen 0.1; 3 - argon 0.2, nitrogen 0 m3/min.

Modeling has shown that during ladle metal pro-
cessing, in the first 4-6 minutes of blowing, when max-
imum removal of CO bubbles occurs, the nitrogen con-
tent in the metal decreases. Then, due to the presence
of an open blowing spot, nitrogen accumulates in the
metal, and when blowing with pure nitrogen and mix-
tures of argon and nitrogen, the nitrogen content in the
metal increases, the value of which depends on the
proportion of nitrogen in the mixture.

During vacuuming, the nitrogen content in the metal
depends little on the composition of the blowing mix-
ture and the metal can be blown even with pure nitro-
gen. During vacuuming, a decrease in the nitrogen
content against the initial one was achieved in all
cases, which indicates effective removal of gases dur-
ing processing.

A numerical experiment on a mathematical model
showed the possibility of using pure nitrogen as a blow-
ing gas during vacuuming, and when processing at the
LF, its mixture with argon in a ratio of 1:1

Results and discussion.

Experimental studies of steel that was melted in a
chipboard with an acceptable nitrogen content and
purged with pure nitrogen in a ladle-furnace installation
with subsequent cooling on a continuous casting ma-
chine were conducted, which showed that the concen-
tration of dissolved nitrogen increased in the metal,

which led to the production of a poor-quality workpiece
after its cooling. The macrostructure is presented in
Figure 3.

The thickness of the bubble-free zone was 1 mm,
and the radius of the pore for bubble formation was
about 0.5 mm, the maximum length of the gas pore
was 1.5 cm.. The conducted modeling studies showed
adequate results and are presented in Figure 4.

It was also found that the formation of the bubble
begins in the upper horizons of the crystallizer and con-
tinues at a depth of 1.2 m. At this depth, two processes
occur almost simultaneously: a decrease in the pres-
sure in the bubble relative to the partial and ferrostatic;
and an excess of the crystallization rate over the bub-
ble growth rate. With further cooling, the partial pres-
sure in the bubble becomes less than the partial pres-
sure over the metal, which leads to the cessation of
gas pore growth.

When studying the workpiece with an acceptable
nitrogen content during smelting in a chipboard and
during vacuum processing, purging with pure nitrogen,
no changes associated with the occurrence of the day
were detected in the macrostructures, which also con-
firms the model data.

The macrostructure of the metal workpiece during
processing with a mixture with argon in a ratio of 1:1
during out-of-furnace processing is shown in Figure 5.
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Figure 3. Macrostructure obtained as a result of metal treatment with nitrogen during out-of-furnace pro-

cessing

measurement units

1 - thickness of the hardened
crust, cm; 2 and 3 - change in the
rate of hardening and the rate of
bubble growth, mm/s

0 5 10 18

time, min

20 25

Figure 4. Model data of the formation of the bubble zone during cooling of the workpiece.
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When analyzing the macrostructure, discontinuities
in the solid workpiece were found, which are not asso-
ciated with an increase in the nitrogen content, since
for the formation of a nitrogen bubble during solidifica-

tion of the workpiece, the pressure in the bubble must
be greater than the sum of the partial pressure of
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Figure 5. Macrostructure of metal obtained as a
result of metal treatment with argon in a ratio of 1:1
during secondary metallurgy.

nitrogen in the atmosphere and the ferrostatic pres-
sure, and calculations showed that the maximum pos-
sible pressure under these conditions of melting and
pouring was about 80,000 Pa. Since the partial pres-
sure of nitrogen over the metal is significantly higher
than the maximum possible pressure in the bubble, a



gas bubble cannot be formed under these conditions.
With this pressure ratio, there is only the possibility of
nitrogen passing from the atmosphere to the liquid melt
during the process of pouring metal. However, for the
transition of nitrogen from the atmosphere to the metal,
the dissociation of nitrogen molecules into atoms is
necessary. This transition is possible at temperatures
above 2000 °C, and when pouring metal, the temper-
ature regime does not correspond to this value, there-
fore nitrogen does not pass from the atmosphere to the
metal during pouring. The pouring was carried out with-
out protection of the jet with a submerged pouring
glass under a protective slag, which reduces the pos-
sibility of nitrogen transition to the metal to a minimum.

In the absence of nitrogen in the purge gas, the ni-
trogen flow is constantly directed towards the bubble.
This circumstance is associated with the high pressure
of the metal column, which increases the partial pres-
sure of nitrogen in the gas bubbles.

Further studies on the change in the nitrogen con-
tent in the metal at different nitrogen flow rates in the
purge gas confirmed that the fraction of nitrogen re-
moval in the CO bubble at the beginning of the process
reaches 90% and as oxygen is removed from the
metal, it decreases to 40%. Due to this, the fraction of
removal through the surface increases accordingly.
The fraction of nitrogen removal by the argon bubble is
small - about 2 - 3%. Also, with an increase in the ni-
trogen content in the purge gas, it is interesting to see
how this nitrogen is distributed between the metal and
the bubbles. It was found that with an increase in the
proportion of nitrogen in the purge gas, practically over
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the entire height of the bubbles rising, the concentra-
tion of nitrogen in the metal, in equilibrium with the bub-
bles, is higher than the actual one. Therefore, there
must be a flow of nitrogen from the gas to the metal.
To solve this problem, the nitrogen balance from the
purge gas was calculated. From the balance, it was
found that in the overall balance by the end of the pro-
cess, about 10% of nitrogen enters the metal, but
about 40% is removed into CO bubbles and about 50%
is removed through the surface. With an increase in the
nitrogen content in the purge gas to 50%, the propor-
tion of nitrogen entering the metal increases to 20%.
With a further increase in the proportion of nitrogen in
the purge gas to 75 and to 100%, the proportion of ni-
trogen entering the metal increases to 40% and 60%,
respectively.

Conclusions.

Thus, the conducted studies have established that
during the process of extra-furnace treatment when
purging metal with nitrogen, the metal is saturated to
the maximum concentrations. When pouring metal, de-
viations in the behavior of nitrogen during solidification
are possible due to a decrease in temperature. Replac-
ing part of the argon with nitrogen in the purging gas
leads to a redistribution of the values and direction of
nitrogen flows from the metal to the bubbles of the
purging gas. The proportion of nitrogen coming from
the purging gas into the metal increases, but the tran-
sition of nitrogen from the metal to the CO bubbles and
through the surface remains sufficient to ensure a gen-
eral decrease in the concentration of nitrogen in the
metal.
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Babai Yu.V., Yavtushenko A.V., Hubskyi S.0., Kulyk H.H.
Simulation of roll forming for U-shaped bent profiles

Baé6aii 10.B., A1emywenko A.B., I'y6cokuii C.0., Kyauk I.I.
MopaenwBanns npodinoBanasa U-nogiOHuX rayrux npoguiis

Abstract. Purpose. To develop an approach for simulating the roll forming process of U-shaped bent profiles using the
QForm software package. Methodology. The study is based on the finite element method implemented in QForm. The
process was simulated in a 3D environment, accounting for elastic—plastic deformation, using a single operation of the
«Sheet Bulk Forming» type. A sequential forming scheme was implemented using 12 roll stands, which incorporated the
elastic—plastic properties of the material. Appropriate boundary conditions were defined to replicate real technological
parameters of the roll forming process. Results. The simulation yielded stress and strain distributions in the blank at
various stages of its passage through the roll stands. It was found that maximum plastic strains occur in the bending
zones, while the edge regions are predominantly subjected to tensile stresses. The simulation results are consistent with
the physical nature of the bending process and confirm the validity of the proposed approach. Scientific Novelty. An
adaptation of the QForm software package is proposed for simulating the roll forming of bent profiles, which is not covered
by its standard modules. Simulation algorithm and boundary condition setup were developed, enabling the analysis of the
stress—strain state of the blank during profile formation. Practical Significance. The results of the study can be used to
optimize technological parameters of the roll forming process, reduce the likelihood of defect formation, and expand the
functional capabilities of QForm in the field of sheet metal forming simulation. The proposed approach is valuable for
technologists, engineers, designers, and researchers working in the field of metal forming.

Key words: bent profile, deformation, simulation, roll calibration, roll stand, defect.

AHomauisi. Mema. Po3pobumu nidxid 0o modesosaHHs npouecy npoghinosaHHs U-nodibHux eHymux npoginie 3a 0o-
romoeoro npoepamHo20 nakemy QForm. Memodonoeis. [JocnidxeHHs 6a3yembcsi Ha Memodi CKIHYeHHUX enemMeHmis,
peanizosaHomy 8 QForm. Npouec modentosascsi 8 3D-cepedosulli 3 ypaxy8aHHAM MPYKHO-nacmu4Hoi deghopmauii,
sukopucmosytoqu 00Hy onepauito mury «Sheet Bulk Forming». lNocnidosHy cxemy ¢chopmysaHHs1 6yno pearnizoeaHo 3
sukopucmaHHsM 12 8anbubosux Kiimed, siKi paxosysariu fpyxHo-rnnacmu4Hi enacmusocmi Mmamepiany. bynu eu3Ha-
YeHi 8i0rnoesiOHi epaHuUY4Hi yMosu 0518 8i0MEOPEHHS pearbHUX MeXHOMoiHHUX napamempie npouecy npogintosaHHs. Pe-
3ynbmamu. ModenoeaHHsi darno po3nodin HanpyxeHb ma 0eghopmauili y 3a20mosyi Ha pi3HUX emarax ii POX0OXKeHHS
yepe3s 8asnbybo8i Knimi. byno sussneHo, wo MakcuMmarbHi nnacmuyHi 0egpopmauyii BUHUKaOMb y 30Hax 32uHaHHs, moodi
5K Kpatiogi obriacmi nepesaxHo riddaromecst PO3MS2y0HUM HarnpyXeHHsIM. Pe3ynbmamu mModerto8aHHs1 Y3200y HmbCsi
3 hi3UYHOK NPUPOAOHO NMpouecy 32uHaHHsI ma rnidmeepdxyrmb 0brpyHmMosaHicme 3arnpornoHo8aHoezo nioxody. Haykoea
HO8U3Ha. 3anpornoHogaHo adanmaujto npoepamHo2o nakemy QForm Arnsi Moderto8aHHs NPOino8aHHs1 2Hymux npogi-
i, siKe He oXormoembCsi io2o cmaHOapmHuMu Modynamu. Byno po3pobrieHo aneopumm MoOerno8aHHsI ma Hanawmy-
8aHHS epaHUYHUX yMO8, WO 00380/1UI0 NIpoaHanizyeamu HarpyxeHo-0eghopmosaHuli cmaH 3a20mosKu rid 4ac hopmy-
8aHHs npoginto. lpakmuy4He 3HaYeHHs. Pe3ynibmamu 00CiOXeHHs MOXymb Oymu eukopucmandi 0511 onmumi3auyii me-
XHOJI02IYHUX Mapamempig npouecy rnpogintoeaHHs, 3MEHWEeHHs1 UMO8IpHOCMI ymeopeHHsT 0eghekmie ma pO3WUPEHHS
pyHKyioHanbHUx moxnueocmel QForm y cgbepi modesntogaHHsT (hopMy8aHHS 1IUCmMo8o20 Memarny. 3anpornoHoeaHul
nidxid € yiHHUM Orisi mexHorsioeis, iHxeHepie, KOHCMpYKmMopie ma AoCIiOHUKI8, W0 npautooms y 2any3i 06pobku memarny
MUCKOM.

Knroyoei cnoea: cHymut npogbinb, 0eghopmauis, MoGeso8aHHSs, KanibpysaHHs 8arskie, npokamHul cmaH, deghekm.

Introduction. Bent profiles manufactured by pro-
gressive edge bending are widely used in the automo-
tive, aerospace, and other industrial sectors [1]. Their
production technology — cold roll forming — is charac-
terized by high dimensional accuracy, efficient material
utilization, increased structural strength, economic fea-
sibility for mass production, and the ability to produce
profiles with complex geometries and small bending
radii [2].

The design of roll forming technology is a complex
process that requires a high level of expertise from the
process engineer. Setting up a roll forming line in-
volves significant time and material costs, and errors
made during the initial design stages may lead to re-
peated equipment adjustments and additional eco-
nomic losses.

The application of the FEM enables simulation of
the roll forming process at the profile development
stage. For this purpose, general-purpose software
packages such as Ansys, Abaqus, and QForm are
used, as well as specialized tools like UBECO PROFIL
and COPRA RF. General-purpose platforms offer
broader capabilities for defining initial conditions but re-
quire deep knowledge of FEM. In contrast, specialized
systems simplify model setup but have limited flexibil-
ity — for example, when simulating profiles with variable
cross-sections [3].

Literature Review and Problem. Statement FEM
of roll forming processes for bent profiles is a powerful
tool for verifying technological and structural parame-
ters prior to production. It enables the analysis of the
material’s stress—strain state, prediction of defects,
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and optimization of process parameters. The literature
presents a variety of approaches to building FEM mod-
els, differing in complexity, element types, kinematic
descriptions, and software platforms used.

In [4], a nonlinear finite element model is proposed
using a mixed Eulerian—Lagrangian formulation based
on the Kirchhoff-Love shell theory. This approach ef-
fectively accounts for contact interactions and axial
material flow, providing high accuracy in simulating
steady-state processes. However, the model does not
consider material anisotropy, limiting its applicability to
complex materials. Study [5] implements an FEM
model in LS-Dyna to predict the stress—strain state of
steel sheets, identify forming defects, and account for
production parameters. The model is experimentally
validated using strain gauges and 3D scanning. Its
main limitation is the insufficient accuracy in predicting
transverse deformations.

In [6], an innovative approach is introduced using
non-conforming meshes with hanging nodes pro-
cessed via Lagrange multipliers. This allows for local
mesh refinement in bending zones without excessive
model complexity, reducing computational costs while
maintaining high accuracy. The method is imple-
mented in Metafor software and tested on U-profile and
tubular panel forming tasks. Its limitation lies in the use
of linear elements only.

Study [7] investigates the forming of short symmet-
ric U-profiles from AA5052-H32 aluminum alloy. A nu-
merical model is built in UBECO PROFIL using LS-
DYNA shell elements, which aligns with experimental
results. The study establishes the relationship between
springback and thinning with sheet thickness and form-
ing speed. However, it does not specify whether failure
criteria or geometric tolerances were considered. In [8],
the influence of a support stand on longitudinal distor-
tion during aluminum U-profile forming is examined.
Two models — with and without support — are built in
LS-DYNA and UBECO PROFILE. It is found that the
support significantly reduces distortion, though the
models do not account for friction or residual stresses.

Study [9] analyzes deformation mechanisms at pro-
file ends after cutting. FEM and experimental methods
are used to develop models linking bend curvature to
residual stress distribution, enabling prediction of wav-
iness and process optimization. The study is limited to
a single profile type. In [10], the effect of the number of
forming passes (6 and 10) on edge stresses during C-
profile forming from low-carbon steel St24-2 is investi-
gated using UBECO PROFIL. It is shown that six
passes result in stress levels exceeding the yield
strength (up to 219 %), causing defects, while ten
passes ensure uniform stress distribution (up to 73 %)
and high-quality forming. The study does not address
springback and is limited to one profile type.

Study [11] presents a comparative analysis of four
methods for forming thin-walled round tubes from high-
strength steel CR700/980DP. Simulation in COPRA
RF shows that the combined method yields minimal
edge elongation and highest forming quality. Increas-
ing the gap between upper and lower rollers reduces
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plastic strain and roller load, improving equipment du-
rability. Only one steel type is considered. In [12], the
forming of a complex asymmetric profile from stainless
steel SUS301L-ST is investigated. COPRA RF simula-
tion evaluates the influence of inter-roll distance, fric-
tion coefficient, roller diameter increment, and linear
speed on longitudinal edge deformation. An optimal
parameter combination is identified for high-precision
forming. However, material anisotropy is not consid-
ered.

Study [13] proposes a method for controlling edge
waviness during H-profile forming from high-strength
steel. ABAQUS simulation shows that optimizing sheet
thickness, flange height, and forming speed minimizes
defects. Yet, geometric tolerances and local defects —
critical for welding — are not addressed. In [14], an an-
alytical model based on bifurcation theory and thin-
shell mechanics is proposed to reduce flange wavi-
ness during forming. FEM confirms the approach’s ef-
fectiveness, though simplified boundary conditions
were used.

Study [15] examines the impact of discrete roller
dies on aluminum profile forming accuracy. ABAQUS
simulation shows that paired die arrangements yield
lower shape deviations, more uniform thickness, and
reduced springback. Increasing the non-contact zone
worsens accuracy and causes thinning. In [16], the in-
fluence of roller gap (0,3-0,5 mm) and inter-roll dis-
tance (100—140 mm) on thin asymmetric profile form-
ing is analyzed. ABAQUS simulation reveals that an
optimal combination (0,4 mm gap, 100 mm spacing)
ensures high shape accuracy without waves or cracks.
Excessive gap reduction leads to local thinning and mi-
crocracks, while increased spacing causes edge flut-
ter. The study does not consider springback and is lim-
ited to one material and simple geometry. Study [17]
models FEM-based tool stiffness during roll forming. A
3D model of shafts and rollers is developed, account-
ing for nonlinear effects, bearing clearances, roller pre-
loading, and support geometry. The model predicts
shaft deflections under load, which is critical for precise
equipment setup. Simulation results align with experi-
mental data, demonstrating high accuracy. However,
challenges remain in accounting for real tolerances,
assembly errors, thermal deformation, and dynamic
loads.

The literature review confirms the active use of
FEM in simulation roll forming processes for bent pro-
files. The approaches presented cover a wide range of
tasks—from constructing geometrically complex mod-
els to optimizing process parameters and controlling
potential defects. However, most models have limita-
tions and do not account for factors such as elastic re-
covery, thermal effects, material anisotropy, geometric
tolerances, and simplified material property represen-
tation. Only a limited number of FEM-based roll form-
ing studies have been conducted using the QForm
software package. This highlights the need for further
research, particularly in modeling the roll forming of U-
shaped profiles, where prediction accuracy and model
adaptability to real production conditions are critical.



Purpose and objectives of the research. Devel-
opment of an approach to modeling the roll forming
process of a U-shaped profile using the QForm soft-
ware package. To achieve the stated purpose, the fol-
lowing objectives are envisaged: construction of the
geometric model of the profile and tooling; definition of
boundary conditions and technological parameters of
the process; execution of numerical modeling and
analysis of the obtained results.

Materials and Methods of Research. The object
of simulation is a U-shaped bent profile with dimen-
sions of 120x60x6 mm made of St3 steel, which is
widely used, particularly in warehouse infrastructure. A
roll forming mill of classical design was used, with an
inter-stand distance of 1000 mm and a profiling speed
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of 30 m/min. The roll forming scheme includes 12
passes, shown in Figure 1, with the following bending
angles: 0°-8°-18°-30°—42°-54°-66°-78°-88°-80°—
88°-90°.

The U-shaped profile has a relatively simple de-
sign. Its height is 60 mm, which determines the height
of the roll flanges, but is not a significant value and
does not require a substantial increase in the number
of passes. At the same time, the profile thickness of 6
mm necessitates either a reduction in profiling speed
or the use of a greater number of passes when select-
ing the forming scheme. The profile material is carbon
steel St3, which is well-suited for the roll forming pro-
cess. Lubrication was not applied.

Figure 1 — Roll forming scheme of the U-shaped profile with bending angles:

0°-8°-18°-30°-42°-54°-66°-78°-88°-80°-88°-90°.

The forming of the U-shaped profile was simulated
using a classical scheme [18]. The profiling axis
passes through the center of the horizontal wall, and
the process is considered in the single-piece forming
variant with the flanges oriented upwards. Practice
shows that the number of forming passes can be opti-
mized by reduction; however, this issue is not ad-
dressed within the scope of this study.

According to the design, the set of roll forming tools
used in this study can be divided into three groups. The
first and second groups include bending rolls (so-called
closed calibers) with a total bending angle of 30° and
above, and from 30° to 85°, respectively. The third
group consists of finishing rolls [18].

The blank width calculated using software (UBECO
PROFIL) is 215,9 mm, while the analytical calculation
yields 217,1 mm. The latter was selected for simula-
tion. The 1,2 mm difference is due to the use of differ-
ent methods for calculating blank length along bending
radii and is not considered significant.

The simulation of the roll forming process for the U-
shaped bent profile was performed in the CAE system
QForm. This software package contains a wide range
of modules for simulating various metal forming pro-
cesses, but it does not include a dedicated module for
roll forming of bent profiles. Nevertheless, QForm pro-
vides sufficient tools to implement this task. In this
study, the forming process of the U-shaped bent profile
was realized as a single operation of the «Sheet Bulk
Forming» type, with a 3D task setup and consideration
of elastic—plastic deformation.

The 3D models of the rolls and their arrangement
scheme were created in the CAD system Fusion and
exported to the CAE system QForm. Geometry verifi-
cation was performed using the QShape utility. The
blank itself was created using parametric geometry in
QForm. The selected mesh type was hexahedral, en-
suring at least three elements across the profile height
during simulation. Since the roll stands are symmet-
rical, only half of the model was considered using a
symmetry plane, which accelerated the simulation.
Each roll was assigned a rotation axis.

The material selected for the profile was St3 steel.
During material parameter setup, the cold forming
mode was used, meaning the blank was not pre-
heated.

The roll drive was implemented using the “Univer-
sal” drive type, with specified direction and rotation
speed for each roll. During roll calibration develop-
ment, the transitional shapes and their mutual arrange-
ment must satisfy the condition that the average cir-
cumferential speed of each subsequent roll pair is not
less than that of the previous one [18]. Since precise
calculation is difficult in practice, the increase in cir-
cumferential speed of subsequent roll pairs was
achieved by gradually increasing their base diameters.
In this study, the base diameters of the rolls were in-
creased by 0,4 % from the first to the last pair. The roll
stands were made of steel grade H12MF. It should be
noted that contact between the rolls and the blank oc-
curs without lubrication, and in the «Bring into contact»
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parameter, the value «do not bring into contact» must
be set.

The FEM simulation of the U-shaped bent profile
forming process continues until the entire profile
passes through all roll stands. The stop condition for
the calculation is defined by the specified number of
rotations of the upper roll in the first stand. Setting an
additional boundary condition «Pusher» (dimensions,
direction, and movement speed are specified) can be

As a result of the FEM simulation of the forming pro-
cess for the U-shaped bent profile, the data presented
in Figure 3 were obtained. The figure shows the distri-
bution of stress intensity and plastic strain along the
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used to move the blank in the given direction and/or to
fix surface nodes from shifting in planes perpendicular
to that direction.

Figure 2 shows the cross-section of the final roll
stand and the characteristic points used for stress—
strain state analysis: Point 89 — outer side of the profile
end; Point 74 — inner side of the profile section sub-
jected to bending.

Figure 2 — Cross-section of the final roll stand and characteristic points
used for stress—strain state analysis.

length of the profile: a) Point 74 is located on the inner
surface at the bending zones of the blank; b) Point 89
is located at the edge of the blank.

600

sl ==

S N L

A

89 - Stress intensity, Mpa

500

w00

b)

12
Time, s

1

Figure 3 — Distribution of stress intensity and plastic strain along the length of the U-shaped bent profile during
the roll forming process: a) Point 74 — located on the inner surface at the bending zones of the blank; b) Point

89 — located at the edge of the blank.
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During the roll forming of a U-shaped bent profile,
the distribution of stresses and plastic strains in the
material is significantly influenced by the position of the
point relative to the neutral bending axis. Analysis of
the simulation results (Figure 3a, b) shows that on the
inner surface of the bend (Point 74, Figure 3a), im-
pulse-like stress spikes occur as the blank enters the
roll stand, followed by partial unloading. Notably, stress
accumulation begins even before the analyzed region
enters the stand. The peak stress values reach 450—
520 MPa, while the accumulated plastic strain is ap-
proximately 32 %. The strain increases in a stepwise
manner at each forming pass, corresponding to the
gradual shaping of the profile, and stabilizes at the end
of the process. This indicates that the primary loading
and risk of crack initiation are concentrated in the
bending zones of the profile. In contrast, the stress—
strain behavior at the edge of the blank (Point 89, Fig-
ure 3b) is different. Here, the stress level is higher and
more uniform throughout the forming process, stabiliz-
ing within the range of 350—420 MPa, with local fluctu-
ations and drops associated with tensile stresses. The
plastic strain in this region reaches only 12-13 %,
which is significantly lower than in the bending zones
and indicates a smoother deformation behavior. Thus,
the bending zones of the profile experience substan-
tially higher plastic strains with a stepped accumulation
pattern, whereas the edge of the blank is subjected to
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elevated tensile stresses but exhibits a lower degree of
irreversible deformation. The obtained results are con-
sistent with the physical nature of sheet metal bending,
where the inner layers undergo compression and the
outer layers are stretched, ultimately shaping the final
geometry of the profile.

Conclusions

This study proposes an approach for simulating the
roll forming process of a U-shaped bent profile using
the QForm software package, despite the absence of
a dedicated module for this type of metal forming. The
core of the approach involves the use of the «Sheet
Bulk Forming» operation, incorporating the elastic—
plastic properties of the material to closely approximate
real forming conditions. A geometric model of the pro-
file and tooling was developed, along with a forming
scheme consisting of 12 passes, enabling step-by-step
simulation of the process and capturing the character-
istic features of the material’s stress—strain state during
passage through the roll forming stands. It was shown
that as the blank approaches the roll stand, stress
gradually accumulates, reaching a maximum in the
contact zone with the tooling, and subsequently de-
creases due to elastic springback after exiting the
stand. The obtained results confirm the effectiveness
of QForm in analyzing the roll forming of bent profiles.
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YynpuHos €.B., Kaccim /1.0., /Iaxoea LA., 'puzop’eea B.I'., Pekos I0.B.
X1 BAOCKOHAJEHHSI TEXHOJIOTII M 00JIaITHAHHA 1JI1 BAPOOHULITBA
arjiomepary

Chuprynov Ye.V., Kassim D.O0., Liakhova LA., Hryhorieva V.H., Rekov Yu.V.
Ways to improve technology and equipment for sinter production

AHomauis. Cmamms npucssyeHa KOMIIeKCHOMY aHaridy Kio4yo8uX HarnpsMKie yOOCKOHaneHHs mexHosoeiti ma obna-
OHaHHs y 8UpObHUUMSEI azrtomepamy, W0 € KpUMUYHO 8axueum 0718 onmumidauii MemarnypaitiHux rnpouecie ma MiHimi-
3auii eKoHoMiYHUX sumpam. 3a pe3ynbmamamu ceMaHmMu4YHO20 aHasidy iHgpopmauiliHUX MOMOoKie, Wo 8u3Havyaroms iH-
mepec 0o docnidxeHb y memarnypeii, 8udineHo Homupu KK408i KOMIOHeHmMU: "mexHornoeis", "cuposuHa”, "obnadHaHHs"
ma "ekoroeis", Aemopu Hazornowyoms Ha HeobxioHocmi cucmemHoz20 nidxody 0o modepHisauii aznomepayitiHo2o 8u-
pobHUUMEa 3 Memot CMBOPEHHS HOBUX MEXHOI0eil, MomninuweHHs Md2omoeKku cUpo8uHU, po3pobku obrnadHaHHS HO-
8020 OKOJIIHHSI Mma 3MEHLWEHHSI He2amueHO20 8r/1U8Y Ha HasKoMUWHE cepedosuuie. Y cmammi demarnbHO po3ansida-
rombCs 8iciM Uinbosux ghyHKUIt onmumidauii npoyecy aernomepauii, 8KIroHYarYu numomy npodyKmueHiCme a2roMalluHU,
cmabinbHicmb XiMid4HO20 cknady aznomepamy (8micm 3arida ma oCHO8HiCMb), Yyacmky OpibHUX ¢hpakyit, diana3oH gpa-
KuitiHo2o cknady, MiyHicme Ha ydap ma CmupaHHs, & makox 8iOHoesroeaHicmp. [1po8odUMBCS MOPIBHAHHS CyYacHUX
roka3HuKie azromepamy 3 euMo2amu OOMEHHOI M1asKu, 8uUsiBNeHi 3HaqyHi po3bixHocmi. Hasodsimbca cmpykmyposaHi
3axo0u, cripsiMosaHi Ha O0CSi2HEHHSI ONMUMaIlbHUX 3Ha4Y€Hb KOXHOI 3 Uibosux ¢hyHKUIl, 3 ypaxyeaHHSIM moao, Wo ui
hakmopu ma ¢pyHKUii He € adumusHumu. [TiOKpecIembCs, Wo eKoOHOMI3auis supobHUYymea az2riomepamy He 3a8xou
3bieaembCcsi 3 eKOHOMI3aujero io2o suKkopucmaHHs 8 OOMEHHIU nnasyi, 30kpema, nid8UUWEHHSI MiyHocmi azromepamy
MOXe He2amueHO Mo3Ha4YuUmucs Ha (o020 8iOHO8/KBaAHOCMI Ma eKOHOMIYHUX nokasHukax. Ocobrnuea yeaea npudins-
€mbCs1 MUMaHHH rid8UWEHHSI 8iOHO8T8aHOCMI azriomMepamy, W0 € KIIIoH08UM 01151 3HUXEHHST 8Umpam KOKCY 8 OOMEH-
Homy 8upobHuuymei. Po3ansdatombcsi mexHooa2iyHi pitueHHs1 015 36inbuweHHs1 npodyKmueHocmi aznomaliuH, cmabini-
3auii ximiyHo2o cknady aeriomepamy (WISIXOM egheKmUBHO20 yCepeOHEeHHs WUXMOosUX Mamepiasie ma mo4Ho20 003y-
8aHHs1), Nid8UWEHHS emMicmy 3asi3a (8UKOpUCMaHHST 8UCOKOSIKICHOI pyOu, KOHUeHmpamis, 2ibpudHux mamepiarsnig) ma
onmumizayii ocHosHocmi. OKpeMo 8UC8IMIEMbCH 3HaYEHHS 8Y3bKO20 (hpaKuyiliHo20 cknady aernomepamy Ons 3abes-
rneyeHHs1 cmabinbHo20 2a300uHaMidHO20 pexumy OOMeHHOI rnasku. Ha ocHosi aHanisy npedcmasneHux 0aHux i ceimo-
8020 0oceidy (AnoHisi, benbaiss) pobumbcsi BUCHOBOK MPO me, Wo iHeecmuuii y nidsuweHHs1 sKkocmi azromepamy ma
KOKCY Ha rmoyamkoeux emarnax eupobHuymea OKynarmbCs 3a paxyHOK Cymmego20 3HUXEeHHSI eumpaim KOKCy ma 3poc-
maHHS podykmueHocmi 0oMeHHUX neveld. Cmammsi Micmumb KOHKpemHi pekomeHOauii wodo pekoHcmpyKuyii ma po3s-
pobKu HoB8020 obniadHaHHs Orisi pearisau,ii 3arnpornoHo8aHUX yOOCKOHaEHb.

Knroyoei cnoea: supobHuymeo azrnomepamy, iHHogauii, yOOCKOHaneHHs1 mexHosoeil, MoOepHi3auisi obriadHaHHs, or-
mumisaujsi.

Abstract. The article is devoted to a comprehensive analysis of key areas for improving technologies and equipment in
sinter production, which is critically important for optimizing metallurgical processes and minimizing economic costs.
Based on the results of a semantic analysis of information flows that determine interest in research in metallurgy, four key
components have been identified: “technology,” “raw materials,” “equipment,” and “ecology.” The authors emphasize the
need for a systematic approach to the modernization of sintering production in order to create new technologies, improve
raw material preparation, develop new-generation equipment, and reduce the negative impact on the environment. The
article examines in detail eight target functions for optimizing the sintering process, including the specific productivity of
the sintering machine, the stability of the chemical composition of the sinter (iron content and basicity), the proportion of
fine fractions, the range of fractional composition, impact and abrasion resistance, and recoverability. A comparison of
current sinter indicators with blast furnace smelting requirements is carried out, revealing significant discrepancies. Struc-
tured measures aimed at achieving optimal values for each of the target functions are presented, taking into account that
these factors and functions are not additive. It is emphasized that economizing on sinter production does not always
coincide with economizing on its use in blast furnace smelting; in particular, increasing the strength of sinter can negatively
affect its recoverability and economic performance. Particular attention is paid to the issue of increasing the recoverability
of sinter, which is key to reducing coke consumption in blast furnace production. Technological solutions are considered
to increase the productivity of sintering machines, stabilize the chemical composition of sinter (through effective averaging
of charge materials and accurate dosing), increase the iron content (using high-quality ore, concentrates, hybrid materi-
als), and optimize basicity. The importance of a narrow fraction composition of sinter for ensuring a stable gas-dynamic
regime of blast furnace smelting is highlighted separately. Based on the analysis of the presented data and world experi-
ence (Japan, Belgium), it is concluded that investments in improving the quality of sinter and coke at the initial stages of
production pay off due to a significant reduction in coke consumption and an increase in the productivity of blast furnaces.
The article contains specific recommendations for the reconstruction and development of new equipment to implement
the proposed improvements.

Key words: sinter production, innovation, technology improvement, equipment modernization, optimization.
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Betyn

CyyacHuin meTanyprinHMn KOMMNIeke CToiTb nepen
HN3KOK CEPUO3HMX BUKIUKIB, 3YMOBMEHUX 3pOCTato-
YAMKW BMMOTamMmn OO SIKOCTi CUPOBWHMW, HEOBXigHICTo
onTuMmisadii BUPOOHUYMX BUTPAT Ta NOCUSIEHHAM €KO-
noriyHnx Hopm [1]. Y UbOMY KOHTEKCTi BMPOOHMUTBO
arnomeparty, SK KMHYOBOrO KOMMOHEHTa LUUXTU AO0-
MEHHUX Meyeln, HabyBae CTpaTEriyHOro 3HaYeHHSs.
EdekTBHICTb Ta KOHKYPEHTOCTIPOMOXHICTb MeTanyp-
rinHMXx NignprMemcTB Be3nocepeaHbo 3anexarb Big Me-
TanyprinHMx BNacTUBOCTEN arnomepary, L0 BU3HaYa-
I0Tb CTabINbHICTb Ta NPOAYKTUBHICTb NoganbLUnx ne-
peginis [2-4]. CemaHTM4HMI aHani3 Cy4yacHUX iHgop-
MaUiiHUX NOTOKIB y ranysi niaTBepaxye, Lo okyc Ao-
CrnikeHb Ta po3pobOK 30CEepPePKEHNIN Ha KOMIIIEKC-
Hill B3aeMOAIil TeXHOororii, CMPOBUHW, 06nagHaHHA Ta
ekonorii [5-8]. Lle cBigunTb Npo rnnbdoke po3yMiHHS He-
0OXigHOCTi CMCTEMHOrO MiAXo4y OO0 BAOCKOHArEHHS
arnomepauiiHoro BUpobHUUTBa.

OpHak, He3BaxalouM Ha MOCTINHI 3ycunns, aHani3
nokasye, LLIO NOKAa3HMKKN SIKOCTi arnomeparTy, Lo BUPO-
6naeTbca Ha GaraTbOX BiTYM3HAHUX arnodabpukax,
4YacTo He BiAMNoBI4alTh Cy4aCHNUM BMMOram JOMEHHOI
Nnaekx, a TEXHIKO-EKOHOMIYHI MOKa3HMKN NOro BUPOO-
HUUTBA Janeki Big onTtumanbHuX 3HadveHb [9-10]. Lle
CTBOPIOE HaranbHy noTpeby B iHTeHcudikauii poboTtn
Hag MOLUYKOM Ta BMPOBaKEHHAM iHHOBALMHUX pi-
WweHb. [laHa cTaTTa Mae Ha MeTi cuctemaTusyBsaTu Ta
npoaHanisyBaTu OCHOBHi HanpsMKuM BOOCKOHANEeHHs
TexXHormorin Ta obnagHaHHA y BUPOOHWLTBI arrmome-
paty. Mu 3ocepegumocs Ha Knio4oBUX LiNboBUX OyH-
KUisiX, oNTUMI3auis SKMX JO3BOMUTL He TiNbKM NOKpa-
LLIMTKN AKICHI XapaKTepUCTUKN KIHLIEBOrO NpoayKTy, a n
3a6e3neunTn 3Ha4YHE 3HWKEHHSI BUPOOHWYMX BUTpaT
Ta eKonoriYHoro HaBaHTaXKeHHd. Po3rnag umx acnek-
TiB € KPUTUYHO BaXXNMBUM 1151 3a0e3neYeHHsT KOHKY-
PEHTOCNPOMOXHOCTI MeTanyprinHoi ranysi B ymosax
MIHITMBOrO CBITOBOIO PUHKY.

AHaniz nitepatypHux AaHUX Ta NOCTaHOBKa
npo6nemu

CemaHTU4HMI aHani3 (KOHTeHT-aHani3) iHgopma-
LiMHMX MOTOKIB, LLO BW3HA4Ya€ iHTEHCMBHICTb 3poC-
TaHHS IHTepecy A0 AochigKeHb i po3pobok y meTany-
prii, NOKa3ye, L0 BUCOKUI iHTEPEC B OOQHOCKITAg0BOMY
psiai BU3HAYaETLCA TEPMIHOM «TEeXHOMoris», y OBO-
CKITao0BOMY — «TEXHOJIONSI-CUPOBUHAY», Y TPUCKIaO0-
BOMY — «TE€XHOMOTiA-CUPOBMHA-00NagHaHHSAY, ¥ YOTK-
pYCKNagoBOMy (3aBXauW HeobxigHO BpaxoByBaTw W
€KOIOoriYHMI acnekT) — « TEXHOIOrisi-CMpoBUHa-obnaa-
HaHHSI-eKOSOria».

Takum YMHOM, CEMaHTUYHUI aHani3 3 BUCOKUM CTYy-
neHem o6'eKTMBHOCTI MOKa3ye, Lo MiHiMi3aLia ekoHo-
MiYHMX BUTPAT Yy ranysi noBMHHa 6a3yBaTucs Ha BUPi-
LLIEHHi KoMNnekcHoi npobnemu [11-14]: cTBOpPeHHS! HO-
BMX TEXHOJIONN AN OTPUMAHHSI CUPOBMHU 3 HOBMMU
BMacTMBOCTAMM, ii NiOrOTOBKA A0 PYAHO-TEPMIYHNX
MpoueciB i NnaBrfieHHs, CTBOPEHHA 06ragHaHHsS Ho-
BOrO MOKOMIHHA ANna peanisauii LMx TEeXHOSOrN, Wo
MatoTb MiHIManbHWA BASMB Ha HaBKOSIULLHE cepeno-
BULLE.
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Buxogsumn 3 BuLeckasaHoOro, BUAAETbCA MOXIU-
BMM CHOPMYBaATU CUCTEMHUI Neperik TEXHONOrIN BU-
pobHMLTBA MeTanypriiHoi CMPOBMHM, LIO OCBOHO-
I0TbCA | € NEPCNEKTUBHUMM 41151 BNPOBAMKEHHS B pi3-
HUX nepeginax i cnocobax BuMpobHuuTBa [15, 16]. Y
OaHi cTaTTi po3rnagaeTbCs TiNbkM BUPOOHMLUTBO ar-
nomeparty.

[na onTumisadii uinboBUX PyHKUIN npouecy arno-
MepaLil, Takmx SK: TMToOMa NPOaYKTUBHICTb arnomepa-
LiMHOT MaLmHK, cTabinbHiCTb XiMiYHOro ckragy armno-
mepaty (BMiCT Fecep = 59 +0,3 %, OCHOBHICTb
Ca0/Si022=1,8 £0,03 g. 0.), yactka apidHoi dpakuii 0-
5 MM y rotoBomy npoaykTi (£ 2-4 %), giana3oH pak-
uinHoro cknagy 10-40 mm, MiLHICTb Ha yaap (+5 Mm) 2
76,5 % i ctnpanHictb (-0,5 MMm) < 5-6 % y BapabaHi,
BigHoBItoBaHicTb bGinbLie 0,5 %/xB., He0bXigHO CTPYK-
TypyBaTM 3axoam LWOAO AOCATHEHHS ONTUMarbHUX
3Ha4YeHb KOXHOI QYHKLiI okpeMo. B sikocTi onTumans-
HUX Y LiNboBUX (PYHKUISX HaBeOeHO 4YMCEenbHi 3Ha-
YeHHs1, pearnbHO JOCATHYTI Ha NepeaoBUX MeTanyprin-
Hux nignpuemcTBax Pocii, Kutato, Anonii, 3axigHoi €B-
ponwu Ta liBHi4HOT Amepukn [17].

Ceoro 4vacy 6ynu po3pobneHi BMMOrM AOMEHHOT
nnaBku OO MeTanyprinHUX XapaKkTepuUCTUK OKyCKOBa-
HOI 3anizopyaHoi cuposuHK [18], 3okpema o arnome-
paty. [NopiBHAHHS LMX BUMOT 3 MOKa3HMKaMu BUPOO-
NEeHOro CbOrofHi arnoMmepary nokasye, Lo arnomepaTt
Garatbox arnodgabpuk He BignoBigae UMM BUMOram
(Tabn. 1).

MeTa i 3aBAaHHA gocnigxeHb

MeTol [OCnipKEHHA € KOMMSIeKCHe BOOCKOHa-
NEHHSA TEXHOMO N Ta 06nagHaHHA y BUPOOHMUTBI ar-
nomepaTy And niaBULLEHHS NOr0 AKOCTI, 3HWXKEHHS BU-
TpaT Ta MiHiMi3auii BnnuBy Ha foBKiNNs. [ns Lboro He-
06XigHO npoaHanisyBatu CydacHWW CTaH ranysi, Bu-
SABUTW KIMOYOBI (pakTopu, LLO BNAUBAKOTbL Ha BRacTu-
BOCTI arnomeparTy, Ta BU3Ha4YUTWU ONTUMarbHi TEXHO-
norivyHi napameTpwu. [ocnigkeHHA TakoX BKIHOYae po-
3po6Ky IHHOBAULIMHMX pilleHb A5 MiAroTOBKU LUUXTM,
ONnTMMI3aLii Npouecy cnikaHHa Ta noganbLIoi 06pobku
arnocneka.

OKpiM UbOro, BaXnMBMM 3aBAaHHsIM € OOr'pyHTY-
BaHHS NMPONO3uLii WOAO MOoAEepHi3auii iCHyto4oro Ta
pPO3po6KM HOBOrO 0ONafHaHHs, Wo 4O3BONUTL pearni-
3yBaT Ui yOoCKOoHaneHHs. Ha 3aBepLueHHs byae npo-
BeJeHa OLiHKa eKOHOMIYHOI Ta eKoorivYHoi edeKTUB-
HOCTi 3anponoHOBaHWX pilleHb. Lle no3sonuTtb niaree-
POUTY IXHIO OOUINBHICTb AN NiABULLIEHHS KOHKYPEHTO-
CMPOMOXHOCTI MeTanypriiHux NignpueMCTB LUISXOM
3HKEHHS COBIBaAPTOCTI MPOAYKLT Ta NOKpPaLLEHHSsI Te-
XHIKO-EKOHOMIYHMX NOKa3HUKIB JOMEHHOI MnaBKu.

Martepianu Ta meToau aocnigkeHb

Y cTaTTi BUKOPUCTAHO CEMAHTUYHMI aHani3 (KOoH-
TeHT-aHani3) iHpopMaLinHNX NOTOKIB 41151 BU3HAYEHHS
iHTEHCMBHOCTI 3pOCTaHHS iHTepecy 00 AOChiaAXeHb Ta
pO3pobOK y MeTanyprii, BULINSOYN KITHOYOBI TEPMIHK
("TexHonoris", "cnpoBnHa", "obnagHaHHsA", "ekornoria")
y 0OHO-, ABO-, TPU- Ta YOTUPUCKNaZoBux psgax. [po-
BeAEeHe MOPIBHSAHHA PO3po6neHmMx BMMOr AOMEHHUX
neyen 4o MeTanypriitHUX XxapakTepucTuK OKyCKOBaHOI
3ani3opyaHoi CUPOBUHU 3 (PaKTUYHUMK NOKa3HWKaMU



arnomepary, Lo BUPOBNSETLCS Ha CyvacHnx arnodga-
Opukax. [NpoaHanisoBaHi NPOMUCIIOBI NponnaBku rib-
PUOHOIO OKYCKOBAHOrO Matepiany Ha OOMEHHIN nevi
Ne2 BAT "[IHiNpOBCbKMIA MeTanyprinHuin 3aBog im. Ne-
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Ne6 MAT "ApcenopMittan Kpmsui Pir" i3 3amiHun ppa-
KUil 4ONOMITM30BaHOro BanHsky. Lle niatBepaxye Bu-
KOPWUCTaHHS MpakTUYHMX BUNPODYBaHb AN NepeBipku
rinoTe3 Ta ePeKTMBHOCTI 3anNPONOHOBAHMNX PiLleHb.

TPOBCBKOro", a TakoX eKCnepuMEHT Ha AOMEHHIN nevi

Tabnuusa 1. Cy4yacHi BUMOrM AOMEHHOI NNaBKU 40 MeTanyprinHNX XxapakTepucTUK arnomepary Ta okaTuLliB

HaliMeHyBaHHSA NOKa3HWKIB

| Arnomepart

| OkaTuwi

1. B xonogHomy craHi

1.1. MibHicTb Ha CTUCHEHHS, KI/oK
(ACTY 3206-95)

He meHLwe 200

OinbLue 200 kr/ok, %

1.2. BmicT B roToBili npoayKLii OkaTULLIB 3 MILHICTIO Ha CTUCHEHHS

He meHLwe 90,0

1.3. KoepiuieHT MmiuHOCTI (+5 MM), Y%
(ACTY 3200-95)

He meHwwe 80,0

He MmeHLwe 95,0

1.4. KoediuieHT ctupaHHocTi (0-0,5 mm), %
(OCTY 3200-95)

He GinbLue 4,0

He GinbLue 3,0

1.5. BmicT gpi6’asky (0-5 mm) B roToBin npoaykuii, %

He GinbLue
6,0

He GinbLue
3,0

1.6. KpynHicTb rotoBoi npoaykuii, % knacis.

He MeHLwe 85,0 % 8-
35 Mm

He meHwe 95 % 8-18
MM

2. B npoueci BigHOBNEHHS

HanmeHyBaHHs1 NOKa3HWKIB

Arnomepart

OkaTuLLi

2.1, MokasHuk MiLHOCTI (+5 MMm), %
(OCTY 3202-95)

He meHwe 50,0

He meHwe 80,0

2.2. MokasHuk ctmpaHHocTi (0-0,5 mm), %
(OCTY 3202-95)

He MeHLle
5,0

He MeHLle
5,0

2.3. Ycagka wapy npu BigHoBreHHi, %
(OCTY 3205-95)

He OinbLue 20,0

He 6inbLue 30,0

2.4. Mepenapg TucKy-BiAHOBHUKY B LWapi, MNa (OCTY 3202-95) He GinbLe He GinbLue
150 200

2.5. dakTnyHa CTyniHb BiGHOBNEHHS, % He MeHLe He MeHLe

(OCTY 3204-95) 90,0 90,0

2.6. BigHoBnIOBaHICTb NPY CTYMNEHI He MeHLe He MeHLe

BigHoBneHHs 0o 40 %, %/xs (ACTY 3204-95) 0,5 0,5

2.7. Temnepatypu novaTky i KiHUSA He HWxX4e He Huxk4e

po3m’sikweHHs, °C (OCTY 3817-98) 1050 n 1150 960 n 1160

2.8. TemnepaTtypHui iHTepBan
po3m’sakweHHs, °C (OCTY 3817-98)

He GinbLue 100

He GinbLue 200

3. CrabinbHicTb cknagy

3.1. Jonyctumi konnesaHHA BMICTY 3anisa, £ % 0,25 0,25
3,2. onyctumi KonnBaHHA 3akmcy 3anisa, + % 1,00 0,50
3.3. JonycTumi KonnBaHHA OCHOBHOCTI, + A.04. 0,05 0,025

PesynbTatu gocnigpkeHb

Ha cxemax (puc. 1-8) nokasaHi CTpyKTypoBaHi 3a-
X0a4u, peanisauis sIkux A03BOSUTb SIKLLIO He AOCAITH,
TO HabNU3UTUCA OO0 ONTUMAarnbHUX 3HAYEHb LIiNbOBUX
dyHKUin. akTopw, LLO BANMBAKOTbL HA ONTUMI3aLito Lii-
NbOBOI (PYHKLT, HE aaUTUBHI; UiNbOBI PYHKLT, Wo ¢do-
PMYHOTb MOHATTS «SKICTb arnoMepaTy», TakoX He agn-
TVBHI; TOMY CTBOPEHHS «igeanbHOro» arnomeparty 3
MaKCUManbHUMK MOKa3HMKaMn BCIX MOro LiNbOBMX
dyHkuin (BnactmsBocten) cknagHe. OctatodHe pi-
LEHHS NPO piBEHb BUMOr A0 YMCESNbHUX 3HAYEHb Lji-
NbOBUX (PYHKLIN MOXe NPUAMATUCA OIS KOXKHOT KOHK-
peTHoi arnocdabpukn Ha OCHOBI aHanisy equHoro na-
pameTpa «ekoHoMi3auisy. MoxHa nokasaTu, Lo 3axig

3 eKOHOMi3aLii BUPOOHULITBA arrnomepary LUSsIXOM Or-
TMMi3auii Moro LinboBmx YHKLUiN He 36iraeTbecs 3 eKo-
HOMi3aLli€l0 BUKOPUCTaHHSA Li€i CMPOBUHM B nodarb-
womy nepegini (y gaHoMmy BMNagky — AOMEHHIN nna-
BUi). Hanpuknag, Baxnusi LinboBi pyHKLUii HeO6XigHOT
MiLHOCTi arnomepary B BUXIQHOMY (XOMNOAHOMY) CTaHi
(MiLHiCTb Ha ygap i cTupaHHs) MoXyTb OyTn 3abeane-
YeHi TakKUMKM TEXHONOTMYHUMU dhakTopamu, AK KinbKiCTb
TBEpPOOro nanvea B LWNXTi, NOro BUOAOM, KPYMHICTHO, Mi-
CueM BBEeOEHHS i PI3HOK MOro KifbKiCTO MO BUCOTI
LIapy, BUCOTOHO LLIapy, Lo ChikaeTbCs, ymoBamu goaa-
TKOBOIO HarpiBaHHS BEPXHbOI YaCTUHW Lwapy, Lo Ccni-
KaeTbCs, BEMMYMHOK OCHOBHOCTI arnomeparty Ta de-
AKAMM iHWUMK. 3HKEHHS dopakuil (0-5 Mm) B roTosin
npoaykuii  mMoxe ©OyTu  3abesnedyeHo  LUMSIXOM
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cTabinizauii kpynHocTi arnomepaty (pyMHyBaHHAM
crevyeHnx HemiuHuX arperariB) 3 noganbluvMm BiACi-
BaHHAM BCiX ApiOHMX bpakuin, Lo noBepTalTbCs B
arnomepauiviiuin npouec. OgHak, NO3UTUBHUA edeKT
Bi NigBULLEHHS BUXIQHOT (XONOAHOT) MILLHOCTI arrome-
paTy HeraTMBHO MO3HAYUTBLCA Ha AESKUX TEXHOJOriY-
HUX (NPOAYKTMBHICTb arfiomalluHu, NUTOMi BUTpaTU
nanvea Ta eneKkTpoeHeprii) Ta eKOHOMIYHMX MOKa3HW-
Kax arnomepauifHoro BUpobHMLTBa, a TakoX Ha nose-
JiHUi armomepaTy B NpoLeci NraBku B AOMEHHIN neui.

Hanpwvknag, nigBuweHHa MiLHOCTI arnomeparty 3a
paxyHOK 36inbLUeHHs B CKNaai WUXTWU NanvBHOI Yac-
TUHW (3pocTae BmicT FeO), Nnpu3BoauTb A0 3HWKEHHS
3HaYeHHs LINbOBOI (PyHKLIT «BIAHOBMIOBAHICTb CUMPO-
BUHM». Y TOW € 4yac, YMM BULLA BigHOBMNIOBAHICTb
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arnomepary, TMM BULLMIA CTYMiHb PO3BUTKY HEMPSAMOro
BiHOBMNEHHS 3anisa B JOMEHHUX NeYax i, BianoBigHo,
HWK4Ya NMTOMa BUTpaTa KOKCy. 3a JaHUMU SINOHCBKUX
i 6enbrincbknx gocnimkeHb, 30iNbLLUEHHS BigHOBOBa-
HOCTIi 3anisopyaHoi cupoBuHu Ha 1 % (abc.) BMKNMKae
3HWKEHHS BAUTPATU KOKCY Ha 4 Kr/T yaByHy [19, 20]. B
OaHUIM Yac sINOHCbKI MeTanypru po3rnsiaalTb 3acTo-
CyBaHHS arnomepaTty 3 NigBULLEHO BigHOBMHOBaHI-
CTHO i KOKCY 3 BUCOKOIO PeaKLinHO 34aTHICTIO K OAWH
3 acrnekTiB po3poOKkM JOMEHHOI NaBKM HOBOMO MOKO-
NiHHSA 3i 3HAYHVMM 3HWKEHHSIM BUKMUAIB B atmocdepy
napHuKoBuXx rasis [17].

Mepwa (1) uinboBa YHKLUIA — «NUTOMa NPOAYKTU-
BHICTb» (puc. 1).

BrukopucTanus BamHa
B CKJIAII IITHXTH

IliznpecoBKa MIHMXTH

@opMyBaHHA PIBHOMIPHOI
ra30[pOHHKHOCTI MAPY 110
IIHPHHI T JOBKIHL

ariJIoMalinHH

Buxopucrasas [TAP
B CKJIaJl IITHXTH

OrpynxyBaHHA

IomimueHHs OrpyIKyBaHHI
mmxTH. 3abe3nedeHns B

OrpyIKOBaHIH IIHXTI BMICTY

BHKOpHCTaHHﬂ

I'a30TIpOHHKHICTE

(paxuii 0-10 MM He Olmbie 12 %0

JIOHHOI ITOCTLIL

IInToma
MPOAYKTABHICTH

ITigirpie MIIXTH

S

PoznnneHns Boxu HAZ MapoM
MIHXTH, IO CIIKACTLCA

NNV

301IbIIeHHs] IIBHIKOCTL PYXY
(pOHTY TOPIHHA 33 pAaXYHOK
BIKOPHCTAHHS

BIICOKOpeaKHifIHOTO TIaanBa

PucyHok 1 — Mepuua uinboBa yHKuisa — «[TMToMa NpogyKTUBHICTbY

MpoadykTvBHICTL arnomalumHmn 6esnocepedHLO 3a-
NexunTb BiA LUBWMAKOCTI FOPIHHA BYrMeLl nanvea B
Lapi WWXTK, SiKka BU3HAYAETLCS KiNbKICTIO KUCHIO, O
NoAaETbCS B 30HY FOPIHHS, LLLO B CBOIO YePry 3anexuTb
Bij ra3onpOHMKHOCTI LWapy WKUXTU. Y 3B'A3KY 3 LM
OyXXe Benuke 3Ha4YeHHA Mae MoninweHHs CTyneHd
OrpyAKyBaHHS arnomalumxtu, sike Moxe 0yTn peaniso-
BaHO LUMISIXOM BUKOPUCTaHHSI PO3pOOIEHOr0 HOBOTO
npouecy nonepeaHLOro nianpecyBaHHA WnxTu [21].
36iMbWNTK WBNAKICTE NEPeCcyBaHHs (OPOHTY FOPiHHS
OOUINBbHO 3a paxyHOK 30inblUeHHsI ra3onpOHMKHOCTI
Wapy LUNXTK, WO CMiKaeTbCsl, BUKOPUCTAHHS BUCOKO-
peakuinHoro nanuea [22] i 3BONOXEHHS MOBITPA Haf
LapoM, WO CMiKaeTbCs, LWNAXOM PO3MNUEHHS BOAM
[23]. MNpucyTHICTL BOAAHOI Napu Nokpailye yMOBM ro-
PiHHSA Nanuea B LWapi, TaKoX 3pOCTalTb ra3onpPOHUK-
HICTb LLapy, cepeaHst TemnepaTtypa TOYKU 3aKiHYEHHSA
npouecy ChikaHHS | NPOAYKTMBHICTb arnomatunHu. [a-
30MNPOHUKHICTb wapy, Kpim OonTMManbHOro
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OrpyaKyBaHHs, TAKOX 3aneXuTb Bifd BENUYMHN TeMMe-
paTypuv nonepeaHbLOro nigirpiBy WMXTU, BUKOPUCTAHHS
OOHHOI MocTini, cnocoby yknagaHHsa WuxXTH, dopmy-
BaHHSI PIBHOMIPHOT ra3onpOHUKHOCTI NO LUMPWHI | JOB-
XVHI Wwapy, WO ChikaeTbCs, BUCOTU LIApy Ha cnikanb-
HWUX Bi3Kax arfiomMalluHK, a Takox BukopucTtaHHs MAP
y cknagi wuxtu [24]. BukopuctanHsa AP i posnu-
NEeHHs BOOW Hag NOBepXHEel arfioMepauinHoro wapy
3HWXKye B 2,3-3,0 pasu KinbkicTb nuny, Wo BUKnaa-
€TbCA B aTMocpepy [24], a TakoX ICTOTHO 3MeHLUye
BVKUOW MapHUKOBUX rasiB: Mamke Ha [Ba MOPSOKN —
CO i Ha nopsigok — CO2 [23].

Ons 3abesneveHHs 30iNblEHHS LiNbOBOi (OYHKLIi
1 (MMTOMOI NPOAYKTUBHOCTI) HEODOXiAHA PEKOHCTPYKLiS
Ta po3pobka HOBOro obnagHaHHS: peEKOHCTPYKLiS 3a-
BaHTaXyBanbHOro NPUCTPOIO arnomMallunHu, po3pobka
nignpecysanbHuKa WnxTun, gosatopa MNAP i posnunio-
Baya BOAM, a TakoX po3pobka edpekTUBHUX 3MiLLlyBaya
wuxtu 3 NAP i orpyakysayda wunxTu 3 MNAP.



Opyra, TpeTa i yeTBepTa (2-4) UinNboBi PyHKLUIi — Lie
«CTabiNbHUA XiMiYHWMIA Cknag arnomepaTty, BMICT 3a-
ni3a, OCHOBHICTb» (puc. 2-4).

AkicTb arnomeparty BU3HAYaETLCA MOrO XiMIYHUM i
rpaHynoOMeTPUYHUM CKIMAJOoM, a TaKOX KOMMIIEKCOM
MeTanyprinHMx BNaCTUBOCTEMN, LLIO XapaKTepusyoTbCs
TakMMy MOKa3HUKaMMK: MILHICTIO, BiOHOBMIOBAHICTIO,
MILHICTIO B NpOLECi BiHOBMEHHS, ra30NPOHUKHICTIO i
yCaKol Luapy B MpoLECi BiQHOBMEHHs, TeMnepary-
pamMu NoYaTKy PO3M'SIKLLIEHHS i MIaBMEHHS.

XiMibYHMI cknag arnomepaTty — O4Ha 3 HanBaXMBi-
LWMX MOr0 XapaKTepWUCTMK, OCHOBHWMMW MOKa3HUKaMMU
SIKOi € abCOMOTHI BENNYMHM BMICTY 3ani3a i OCHOBHO-
cTi. CTabinbHICTb XiMiYHOro ckragy arnoMepary TakoX
Han4acTille KOHTPOMIOTE 332 KONIMBAHHAM CaMe LinX
ABOX nokasHukiB. B AnoHii Ha 3aBogi dipmu «Nippon
Kokany y ®ykysami konnBaHHA BMICTY 3ani3a B CyMiLli
MiX WTabenamm ctaHoBNATb He GinbLe +0,05 %, kpe-
MHe3emy MeHwe 0,03 %, a OCHOBHOCTI arnoLmnxTu
He Ginbwe 0,03 O. og. AnoHckki MeTanypru Big3Ha-
YaloTb, WO OCOGNMBO BaXKMMBUM MOKA3HUKOM SAKOCTI
arnomeparty € cTabinbHiCTb MOro OCHOBHOCTI, 3a iX-
HiIMW OAaHMMW 3HWKEHHSA KOIMMBAHHSA OCHOBHOCTI 3
10,05 go +£0,025 p.o. 3abe3nevye nigBULLEHHS NPOayY-
KTUBHOCTi IOMeHHMX neyent Ha 0,5 % i 3aMeHLUeHHs nu-
TOMOI BUTpaTU Kokcy Ha 0,3 % [25].

OOHUM 3 OCHOBHMX 3aco0iB AOCAMHEeHHsA cTabinb-
HOro XiMiYHOrO Ta MiHepanoriyHoro cknagy arriome-
paty (puc. 2) € BUCOKOEMEKTMBHE YCepeaHEeHHS
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KOXXHOIO LUMXTOBOrO MaTepiany B wrtabensx Ha Bigk-
puTtoMy cknagi. Ha gitounx arnogabpukax y wrabenb
pasom i3 3anisopygHumu maTtepianamu 3aknagarTb
[o6aBku, WO BiApI3HATLCA Big HUX 3a XiIMIYHUM CKIla-
OOM: NpoKaTHY OKamnuHy, MapraHueBy pyay Ta iH. 6e3
YiTKOro BaroBOro ChiBBigHOLLEHHS (3rigHO 3 pO3paxyH-
KOM LUMXTK) MK MaTepianamu. [Ins BUKNIOYEHHS Hera-
TMBHOIO BNNUBY LIMX A0OaBOK HA OAHOPIAHICTb CyMiLLli
[OOUINbHO 3AINCHIOBaTK NonepeaHe ycepeaHEHHS KOX-
HOi 3 1O00aBOK B OKpeMux LITabensx, a noTiM ix go3y-
BaTW 3rigHO 3 PO3paxoBaHWM CMiBBIOHOLEHHSAM i 3Mi-
LyBaTK, MiCMs YOro OTpMMaHy Cymill gobaBok Hanpa-
BNSATU B pPO3XigHi OyHKepW LUMXTOBOrO BigdiNeHHs ar-
nocgabpuku, Kyan HanpaBnstTbCS i iHLWi KOMMOHEHTH
arnowmnxTun. [na aMeHLWeHHSs KONMBaHb cKriagy CyMiLli
no JoBxXwuHi WwWrtabenss HeobxigHo nepepbavaTtn ykna-
OaHHS LWapamMu MeHLLOI | ogHakoBoI ToBLUMHN. CyBopa
pernameHTauis NOCNigOBHOCTI yKNagaHHs maTepianis,
X KIMbKOCTI i 3gaTHOCTI nepeMillyBaTncs oauH 3 o4-
HUM TaKoX € 0DOB'I3KOBUMUW YMOBaMUW BUCOKOI OJHO-
pigHOCTI CyMmiLi i BignoBiaHO sikocTi armomepary. 3abip
MaTepiany 3i wrabens i nogava Moro B BUTPaTHi OyH-
KepW OiNsHKA WWMXTU NOBUHHA 34iNCHIOBAaTUCHA pOTOp-
HVMMM 3abipHuMKamm 3 Topusa ccbopmoBaHoro wrabens,
MoYMHaKuM 3BEpXy BHMU3 PiBHOMIPHO MO BCbOMY Mnepe-
TUHy WTabens, a He OOHUM eKCKaBaTOPOM, SiK Lie Cro-
CTepiraeTbCs B AaHWI Yac Ha OEsIKMX LUMXTOBUX OBO-
pax arnogabpuk.

3abe3neueHHd TOUHOCTL

JO3YBaHHI KOMIIOHEHTIB
muxTH +1 % 3a Macow
BiJT 33/1aHOT KiTBKOCTI

npu ii Bupadi 2 OyHKepiB

3MinryBaHHS.
IHTpe/TIEHTIB IAXTH
mepest OrpyAKyBaHHAM
0 e(heKTHBHOCTI
3MIIIYBaHHS OLTbIIe
95 %

2 IToBHa XiMigHA
CrabinteHuit
xXimMiuH#mii Ta

MiHepagoriynmii
CKJIAH arjioMeparty

B3a€MOJI1A BCIX
KOMIIOHEHTIR [IIAXTH B
MpoIleci CIIKaHHA Ta
pO3TIIABTEHHS TIHHXTH

3abesneuenns armonexis ONTHMAILHEMH 34
MICTKICTIO Ta piBHeM MeXaHIi3allli CKIa/IiB
ycepeHeHas KOMIOHEHTIB MuXTH. Jlocarnenns
KoedimieHTa X ycepeIHeHHA MOHAM 95%

T

Ob6mamHalHS CKITaMliB ycepeHEHHS Mae
3abezneanTn opMyBaHHS HEOOXiTHOL
KIIBKOCTI IITaberiB Ta iX 3abopy B Iex.

PucyHok 2 — [pyra uinboBa dyHKUis — « CTabinbHUIA XiMiYHUIA cknag arnoMepary»

IcTOTHUI BNNKMB Ha cTabinbHICTb XiMiYHOro cknagy
arnomeparty mae 3abesnevyeHHs1 BUCOKOI TOYHOCTI A0-
3yBaHHA LUMXTOBMX MaTepianie 3 OyHKepiB i

edeKT1BHE iX 3MiLLyBaHHS 4O OAHOPIOHOCTI HE HUXYe
96-98 % B LWMxTOBOMY BigdineHHi arnocabpukn (puc.
2). [Onsa BupilWeHHA UbOro 3aBOaHHs HeobxigHo
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BMPOBAaPKyBaTW Cy4acHy KOMMIIEKCHY CUCTEMY KOHT-
ponto Ta aBTOMAaTUYHOrO YMNpaBniHHS LWMXTOBMM Biagj-
neHHsM Ha 6a3i cyvacHux EOM, a Takox Bucokoede-
KTMBHI 3MilLyBadi LLUNXTW.

[nsa 3abe3neyeHHs 3pocTaHHsA LinboBOi OYHKLIT 2
HeobXxigHa pekoHCTPYKLiS Ta po3pobka HoBoro obnaa-
HaHHS: yKraganbHUKM Ta 3abipHUKM maTepianis, Ba-
roBi aBTOMaTW4YHi [O3aTOPW, KOHCOMbHI Ta TPpyOHi Bib-
pokoHBeepu, edbekTuBHI 3miwysadi (Lodige, Eirich Ta
iH.).

3abesneunty BUCOKUA BMICT 3ani3a B odritocoBa-
HOMy arnomeparti Ha piBHi 259 % (uinboBa yHKuUia 3,
puc. 3) MOXMIMBO NPWY BUKOPUCTAHHI B LUNXTI arrome-
pauinHoi pyau 3 BMiCTOM 3ani3a He meHLe 60 %, nig-
BMLLIEHOI YaCTKM KOHLEHTPaTy i BBEAEHHSAM B LUUXTY
MaKCMMasnbHO MOXIMBOI KifTbKOCTi 3HEMACIEHOT Npo-
KaTHOI oKanuHKu, To6To MaTepianis 3 NigBULWEHUM BMi-
cTtom 3ani3a. Npu nogadi Wwnamis B arnowwnXTy iX He-
0bxigHo 36aravyBaTu i 3HeBogHoBaTW. [ligBUWNTK
BMICT 3ani3a B arnomepari TakoX MOXIMBO LLFIAXOM
BMKIMIOYEHHS 3 WWXTK arnopyaun. [Npobnema nigsu-
LLIEHHS YaCTKN KOHLEHTpaTy B arfoLwunxTi NoB'a3aHa 3i

IlimBuIEeHHS
BMICTY Fésar ¥
KOHIIEHTPATI [0
noHarg 67 %

IligmpecyBamHa
HIHXTH, 0
2a0e3neuye
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CKNnagHoLLamMun NOro orpyaKyBaHHS, sika yCriLLHO MOXe
O6yTn BUMpilLeHa 3acToCyBaHHSAM creuianbHux 6apa-
GaHHKX, TapinkoBux abo BibpaUiHMX orpyakyBadvie, a
TakoX anapartiB nonepeaHbOro NignpecyBaHHS KOHLe-
HTpaTy i/abo Bciel wuxTu. MNMiaBULLMTK BMICT 3ani3a B
arnomepari 4o piBHSA BUMOI Cy4acHOI 4OMEHHOI nna-
BKM [26] MOXXHA TaKOX LUMSIXOM BUPOOHULUTBA odonto-
COBaHMX NokanbHMX crekiB [27, 28] Ta BMpobOHMUTBa
OKYCKOBaHOro 3ani3opyHoi CUpOBUHW B EANHUN riGpu-
AHnn npouec. [NbpruaHun oKycKkoBaHWI 3anisopyaHui
MaTepian 403BONWTbL NiABULLMTM BMICT 3ani3a go 61,9
%. MNpomucnosa nponnaska napTii ribpnaHOro oKycko-
BaHOro marepiany B JoMeHHOMY uexy BAT «[Hinpos-
CbKWI MeTanyprinHuin 3aBog iM. [eTpoBCcbKoro» Ha oo-
MeHHIn nedi Ne2 BigsHauanacs crtabinizauieto xoagy
neyi Ta NOMiNWeEHHAM TEXHIKO-EKOHOMIYHUX MOKa3HU-
KiB NniaBKu: BUTpaTa Kokcy 3Hu3unacs Ha 4,0-4,4 kr/t
YaByHy, a NPOAYKTUBHICTb nevi nigsuwmnacs Ha 1,1 %
[29, 30]. BupobHMUTBO riGpMaHOro oKyckoBaHOro 3ari-
30pyOHOro MaTepiany TakoX 3a40BOJIbHSAE BMMOram
LinboBmx dyHKUiN 1, 6 i 7 (OCTaHHI ABi PO3rNsAHYTI HY-
xye).

3HeMacIHOBaHHA
TIepBHHHO] Ta
BTOPHHHOI IIPOKaTHOL
OKAIIMHA
3 BHCOKHIM BMICTOM
Fe.ar Ta 30LIBIIEHHS 1T
YACTKH B arIOIIHXTI

SHIDKEHHI BMICTY
arJopyju B
ArJIOIIHXTI

3

Bucoxnii BMicT
Fezar (6i1pme 59%)

30arayenHs IMIaMIiB
mepej1 Hoauero B
ATJIOIIHXTY 3 METO0
3HIDKeHHs Hux S10; 1
OKCHIIB JIeTKHX

MarsiTHa cenaparis
arJIopyId 3 METOH
1 ABUINEHHS BMICTY
3aIi3a B Hill 10
monaxg 60 %

metainis (Na, K)

BupoGHHITTBO
TiOpHIHOTO MaTepiany
(arTooKaTHIIIB TA
CIIeKIB)

PucyHok 3 — TpeTa uinboBa dyHKUis — «BUcokui BMICT 3ani3a B arnomeparti»

[na 3abesneyeHHs 3poCTaHHA LinboBOi OyHKLiT 3
HeobXigHa PEKOHCTPYKLiS Ta po3pobka HoBOro obnag-
HaHHS: rPOXOTN TOHKOIO MPOXOYEHHS, MignpecyBanb-
HMKW, cenapaTopu CyXOoro MarHiTHOro 36arayeHHsi, ro-
MOreHi3aTopu NopTarbHi, (POXOTU CYXOro FPOXOYEHHSI
3a knacom — (2,5-3,0) mm.

UeTBepTa (4) LinboBa YHKLIA — «OCHOBHICTb ar-
nomepaty» (puc. 4) nos's3aHa 3 TEXHiIKO-€KOHOMiY-
HAMM NOKa3HMKaMW OOMEHHOI MMaBKU Yepes nokas-
HUKW MILHOCTI arnomepaTty, BMICTY B HbOMY ApiOHOI
dpakuii (-5 mm), a Takox Yepes BigMOBY abo HeobXia-
HICTb NodaYi B LOMEHHY Mi4 CMPOro BarHsKy.
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3 pocnimkeHb [31] BigoOMO, WO HAWMEHLLIOK MiLHi-
CTHO Boriogie arnomepat ocHoBHicTio 1,3-1,4. 3a pa-
HUMK [32] MiLHICTL OdnNtoCcoBaHOroO arfiomepaTy MiHi-
MarbHa B Mexax 3MiHu noro ocHoBHocTi Big, 0,9 oo 1,4.
Lli pesynbTatm niaTBEpOXKYHOTHCS MNPaKTUKOK npu
OCBOEHHI BMpOBOHMUTBa OchrtocoBaHOro arromepary
pi3HOT OCHOBHOCTI. Tak, Hanpuknag, 3a gaHumu [33],
npv 30inbLUeHHi ocHOBHOCTI arnomepaty 3 0,1 no 1,25
BMICT dppakuii 0-5 Mm Ha 3aBoai «3anopikcTanb» nia-
BuwmBceA 3 6,0 4o 21,0 %. Mpu uboMy piske 3poCTaHHS
BMICTY Ujiei dopakuii mano micue npu 30inbLIEHHI OCHO-
BHocTi Buwe 0,8. Takmm 4nMHOM, iCHYyOTb [ABa



pearnbHUX LWASXW NiABULLEHHS MILHOCTI arnoMmepary —
ue BMPOOHWMUTBO arfiomepary OCHOBHICTIO 21,6 abo
0,8-0,9 og. Mepwnin WNSX WMPOKO BMKOPUCTOBYHOTb
Ha OaraTbox MeTamnyprilHMx 3aBodax 3a KOPOOHOM,
OfjHaK BiH BMMarae npu OCHOBHOCTI arnomepaty 21,6
BVKOPUCTaHHSA B LUMXTi JOMEHHOI NraBku Heodnoco-
BaHMX okaTuLiB abo KycKOBOI 3ani3Hoi pyau, a 3a apy-
MM LIASXOM Npu OCHOBHOCTI arnomeparty 0,8-0,9 —
30iMbLUEHHST BUTpPATU CUMPOrO BarHAKy B AOMEHHIN
LUMXTI, O NpW iCHYIOYi KpYNHOCTI 3aBaHTaXXyBaHOro B
niv BanHsKy NpU3BOAWTL 40 OAATKOBOI BUTPATU KOKCY
Ha TOHHY YaByHY. MOXMMBMI TaKoX BapiaHT BUKOPUC-
TaHHA B LUMXTI JOMEHHOI MnaBku arnomepaTiB ABOX
OCHOBHOCTEW, arne B LibOMY BUNaAKy MOXYTb BUHUKATM
opraHisauiriHi TpygHoLlli. pn BUKOPUCTaHHI B LUNXTI
OOMEHHOI nnaBku arnomepary 3 ocHosHicTio 0,8-0,9
A.0. 3 METOI0 HeaonyLeHHs 36inbleHHS NMTOMOI BU-
TpaT! KOKCY [AOUINBbHO NEPEexXoauMTU Ha TEXHOOrio
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3aBaHTaXeHHS B AOMEHHY nid BanHsaKy dpakuii 10-25
(5-25) MM 3aMmicTb BUKOPUCTOBYBAHOIO B AaHUIM 4ac
BanHsKy KpynHicTio 25-50 mm. Lis TexHonoris cBoro
Yyacy 6yna BunpobyBaHa Ha nevax [HINpoBCbKOro me-
TanyprinHoro 3aBogy iM. [eTpoBcbkoro [34] i noka-
3ana, LWo ApibHMI BamnHSAK MNOBHICTIO pO3KNagaeTbes y
BEPXHi 30Hi TENNOOBMiHY JOMEHHOI NeYi, BUKOPUCTO-
BYIOUM HAAMMWLLIKOBY TENSOTY rasoBOro MoToKy B LW
30Hi. 36inbLUEHHS BUTPATU BanHsAKy 40 NEBHOT MEXi He
BMKINMKAE 3POCTaHHS BUTPATU KOKCY, @ BUKOPUCTaHHSA
GinbL MiLHOTO arnomepaTty A03BONSE NIOBULLMTU TeX-
HIKO-€KOHOMIYHi MOKa3HWKM OMEHHOI MfaBKn 3a paxy-
HOK 1T iHTEHCUIKaUil Ta NONINWEHHS BUKOPUCTAHHS
rasy B neui. Lleit pesynbtat OyB oTpMMaHuit i Ha go-
MeHHil nedi Ne6 o6'emom 2000 m3 MAT «ApcenopMit-
Tan Kpusui Pir», e Takox npoBenu eKCnepuMeHT i3
3aMiHm dpakuii 25-50 MM [ONOMITU30BaAHOrO BanHsAKy
Ha dpakuito 5-25 mm [34].

F'y

OCHOBHICTE 4 ] OCHOBHICTE
armoMepary Ocnouicts armoMepary
Ca0/Si0; <0,8-0,9 m.o. ariiomepary Ca0/S10; >1.6 g.ox.

Bukmrountn i3
TOAPIOHEHOTO BAHAKY
¢pakuio +3 MM

PucyHok 4 — YeTBepTa UinboBa dyHKLiA — « OCHOBHICTb arnoMepary»

[ns 3abe3ne4yeHHst 3pOCTaHHA LiNbOBOI OYyHKLIi 4
HeoOXxiaHa PeKOHCTPYKLiA Ta po3pobka HoBoro obnaa-
HaHHSA: BMCOKOedeKT1BHI Apobapkn Ta rpoxotn Ans
NiArOoTOBKM BarHsiKy, 0COOMMBO B YMOBaX BUCOKOI MOro
BOJIOrOCTi.

Mata (5) uinboBa yHKUIS — «By3bKWIM Adiana3oH
dpakuiviHoro cknagy arnomepaty» (puc. 5). [Ansa 3a-
BesneyeHHs oNTUMarnbHOIo ra3ognHaMIYHOTO PEXUMY
AOMEHHOT nnaBku i 3abe3neyeHHs opcyBaHHA nna-
BKW LUNAXOM 30inbLUeHHs1 BUTpaTh OyTTs, 3a paxyHOK
3HWKEHHS BEpPXHbOro nepenagy TUCKY ra3y B

Y mocKoHalIeHHA IIPOLECY
IOIIepeIHLEOTO APOOIeHHS

[OOMEHHI nevi HeobXiaHO NogaBaTu B Niy arrnomepar
3 BY3bKMM fJiana3oHoMm dpakuinHoro cknagy (10-40
MM). JOMOITUCS LiIbOrO MOXITMBO 3a paxyHOK OpraHisa-
il TexHonorii TpaBMyBaHHS arriocreka Ha nanetax
nepes po3BaHTAXEHHAM 3 YOOCKOHANEHHSAM npoLecy
nonepeaHbLoro ApobrneHHsa rapayoro arnomeparty i 3
noJarnbLUol0 iHTEeHCUIKaLLiEld npoLiecy Noro oxoro-
[PKEHHS LUMSIXOM MOEAHAHHS MPOLIECIB OXONOMKEHHS,
cTabinizauii Ta rpOXOYEHHs!, @ TakoX 3a paxyHoOK rpo-
XOYEHHS1 OXONOMKEHOro arnomepary 3 AoapobneH-
HAM BENUKMX chpaKuii.

InTencudikamnisa npomnecy
OXOIIO/KEHHs CIIEKY IULAXOM
[IOE[HAHHS TIPOTIECiB
0XO0JIOMKEHHs, cTablm3amii Ta

A

By3pkuii Jianmazon
dpaknifinore ckaaay
araomepary (10-40 nvm)

TDOXOUYCHHA
5 3

TexromOrIA TPABMYBaHHA
aTJIoCIeKy Ha BI3KY Iepel
PO3BaHTaXKEHHIM

I'pOXOUeHHs OXOJIOLKEHOTO
armoMepaTty moeJHaHe 3
goapobIeHHAM BeMHKHX (pakiii

PucyHok 5 — IN'ata uinboBa ¢yHKLia — «By3bkuin giana3oH dpakuiitHoro ckrnagy arnomepary»

[nsa 3abe3nevyeHHs BUKOHAHHSA LiNboBOiI yHKUiT 5
HeobxigHa pEKOHCTpyKUis Ta po3pobka HOBOroO

obnagHaHHA: CTBOpPeHHs1 Apobapku BMBIpKOBOro Apo-
OneHHs rapsyoro cneka, po3pobka MexaHi3my
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TpaBMyBaHHSI NUpOra arnocrneka Ha OCHOBI BUPIBHIO-
BaHHS LUBUOKOCTEN MEXaHi3My i naneT arnoneHTn, po-
3pobka oxornompkyBaya — ctabinisaTopa Ha OCHOBI Ba-
XKENbHO-THIMHOITO MexaHi3My, po3pobka rpoxoTy 3
ApobunbHMM aebanaHc-poTopoM i HEOOHOPIAHUM MO-
neM TpaeKTopiln.

LocTa (6) uinboBa yHKLis — «MiUHICTb arnome-
paty» (puc. 6), cboma (7) uinboBa yHKLIA — «BMICT B
arnomeparti HeKOHAULINHMX dopakuii» (puc. 7) i Bo-
cbMa (8) LinboBa (yHKLsS — «BigHOBMIOBAHICTLY (puC.
8) TicHO noB'A3aHi Mixk coboto. Tak, BiAOMO, LLO fnerko-
BIOHOBMIOBaHU arnomepar NigaaeTbCA CUMbHILLIOMY
PpyMHYBaHHIO B NpoLeci BigHOBMOBANbHO-TEMNMNOBOI
06pobKM, a nigBuvLLIEHA PYWMHIBHICTbL Takoro arrome-
paTy MOXe NpPU3BECTU OO0 HEMOXIMBOCTI OTPUMAHHSA
edekTy Big BMCOKOI BigHOBNOBaHOCTI. BigHosnoBa-
HiCTb arnomepaty 30iNblUyeTbCSA i3 3POCTAHHSAM Yy
HbOMY KifbKOCTi ferko BigHOBMOBAHWX MiHepanis i
3POCTaHHAM CyMapHOi MOBEPXHi MOP, AOCTYMHUX rasy-
BiAHOBHWUKY.

MiuHn B npoueci BiOHOBNEHHS arnomepar, Lo
Marno PyMHYETbCA B OOMEHHIN Nedi, NOBMHEH, KpiM
TOro, MaTu BMCOKY TemnepaTypy Mo4vaTKy po3M'siK-
LUEHHS | BY3bKWI iHTEpPBan MiX Li€lo TemnepaTtypoto i
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TeMnepaTyporo po3nsiaBreHHs, OCKiNbKA BUCOTa 30HU
PO3M'SIKLLIEHHSI Ma€ 3HAYHUI BNAMB Ha BTpATy HaMnopy,
pO3MOAin i BUKOPUCTaHHSA ra3oBoro MoToKy, a, Bigno-
BigHO, Ha BUTpPATy KOKCY i MPOAYKTMBHICTb JOMEHHOI
neui.

Y Mipy 36inbLUEHHsI BMICTY 3aKuCy 3ariza B arfiome-
paTi KinbKiCTb remaTtuty B KOro CTPYKTYpi 3MeHLUy-
€TbCS, a KiNbKiCTb 3anisocunikaTHOi asun 36inbLuy-
eTbes. [py uboMy niABULLYETLCA MILHICTE arrome-
paTy, 9K y BUXiAHOMY CTaHi, TaK i B npoLeci horo Bia-
HOBMEHHSI NPV OOHOYACHOMY 3HWXKEHHI BigHOBOBA-
HOCTIi. 3a JaHUMK SINOHCLKMUX AOCNIAHMKIB, Npwu 30inb-
LUEHHi BUTpaTU KOKCOBOI ApibHuui B arnowunxTi Ha 10
Kr/T armomMeparty BMICT 3aKuCy 3ani3a B HbOMy 3pocTae
Ha 4 %, MiLUHICTb NPV BiAHOBMNEHHI NiOBULLYETLCA Ha 8
%, a BiAHOBMIOBAHICTb 3HWXYeTbcA [35]. [Ana nigsu-
LLIeHHS BiQHOBMIOBAHOCTI arrioMepaty AOUiNbHO 3HW-
XyBaTtu BMIicT y HboMy FeO (36inbwweHHs FeO Ha 1 %
3MEHLUYE LIBUAKICTb BiAHOBMEHHSA arromMepary Ha
0,12 %/xB) i nigBuLLYyBaTK BMICT reMaTuTy i heputy Ka-
nbuito. 3a BENUYNHOK OCHOBHOCTI HE MOXHa OAHO-
3HaYHO CyaWTU MNpPO BIOHOBIIOBAHICTL arromepary.
BnnmB iHWNX KOMMOHEHTIB CkNnagy TakoX HEOOHO3Ha-
YHUNA.

Bupobunnrtro "ribpiaHoro”
arIoMepaTy (arIooKaTHIIIE)

TepMO3MINHEHHS BEPXHEOTO
mapy

IlinBHIIeHHs AHHAMIYHOTO
BIUIHBY HA ArJIOIIXTY B

Fpoxoqemm OXO0JIOIKeHoro
ariioMepary Io€aHaHe 3

mporieci Ii OrpyAKyBaHHS

MinnicTs arimomeparty

,I[O,ILPOGJ'IBHHSH\«I BEIIHKHX

6 ¢paxmiit

BupisaioBauHsa

I

FHZOHpOHHKHDCTi mrapy mrHxXTH
o H_[HpHHi arIoManmrnHA

VY 1ocKoHaTeHHA IIPOIECY
TIOTIepeTHEOTO APOOTIeHHA
arzoMepary

OmnTnMizania MiHepaJIoTiTHOTO
CKJIaJly ariioMepary

T

TlixBUINEeHHs BICOTH IAPY
aryTomuxTH 70 550-600 MM.

TexHOI0TLA TpaBMYBaHHA aIIOCIIEKY
Ha BI3KY Iepe]] po3BaHTaKeHHAM

Tepmoobpobxa crexa

PucyHok 6 — LocTa uinboBa gyHkuUig — «MiuHiCcTb arnomepaty»

Bincie 100% dpakrii 0-5 MM 2
TOTOBOTO IPOAYKTY

BipoGHANTEO armoMepaTy IBOX
ocHoBHOCTell Ca0/Si0: <0.8 m.om.
u Ca0/Si0> > 1,7 m.ox.

ITigeHinesss e eKTHBHOCTI
TPOXOUEHHS OXOIOIKEHOTO
armoMepary

361TBIIeHHA BUCOTH IIAPy
ArTOIIIXTH

MDopMyBaHHS pIBHOMIPHOT
Ta30MpOHAKHOCTI TI0 IIIPUHI
mapy Ha arIoMallHHi

AN
d

BumicT HexoHIHIIHHAX (-5 MM)
dpakuiii (He dinbme 2-4 %)

/ 3HIDKeHHA BMicTy Si0; ¥ muxTi
7

N\

OOMesKeHHS TeMIIepaTypu

(hpoHTY ropiHHA 3 METOIO
VHEMOKIIHBIIEHHS CKIIHHS
CIIeKy

TepMozMinHEHHS
BepXHBOTO MAapy

CyMillleHHs 0XONIOIKEHHA
arIocIeKy 3 TPOXOUeHHAM Ta
cTabimizamicro

Buxirodenss y darocax ta
MaIHBI IMHXTH KIacy +3 MM

PucyHok 7 — CboMa uinboBa yHKUis — «BMIiCT B arnmomepaTi HEKOHONLINHWX dopaKLii»
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3umxennd emicty FeO B
ariioMepari

BuxtroueHHs BMICTy (pakii
“ +3 MM y IanuBi arIomHXTH

OCHOBHICTE arloMepaTy
Ca0/Si0>> 1,6 m.ox.

7
301IbIeH S IIBHIKOCTL
dhpoHTy TopiHHA

By3pkuii fianazoH TeMmepatyp

i

TligeunteHas

. d

BignoenicTtn

MDK pO3M'SKIIeHHIM Ta
[IaBIeHHAM

ra30IpOHHKHOCTI Iapy

3ale3neueHHs BHCOKOTIOPHCTOL

3umxennd Si0; B armoMepaTi

IligBHIIEHHS BMICTY
Fe;03 B arimomepati

CTPYKTYpH 3 ApiOGHAMH OpamMu
A

T

3aMiHa arIopyoi Ha
TiJIIPeCcOBAHMI KOHIIEHTPAT

IlinBUIIEeHHA MiTLHOCTI TPaHyI
II1J[ 9AC OTPYAKYBAHHS [IHXTH

PucyHok 8 — Bocbma UinboBa dyHKuUist — «BigHosntoBaHicTb arnomeparty»

PyWHyBaHHsi armomeparty B JOMEHHIW nevi Biabysa-
€TbCS B pe3ynbTaTti 3MiHW CTPYKTYpu arfiomepary B
npoLueci BiQHOBMEHHS i OQHOYACHOrO MeXaHiYHOro
pYMHYBaHHA nig gieto Macu wunxtn [36]. Hansuwmin
CTYMiHb BIOHOBMEHHA Manu arnoMepaTtn 3 HU3bKUM
BmictoM SiO2 i FeO, npu LbOMy BiAHOBMIOBAHICTb Y
30Hi KyCKOBMX MaTepianiB ZOMEHHOI neYi 4ns arriome-
paty 3 Husbkum BMmicToM SiO:2 i FeO Takox byna Bu-
woto. Y CTpykTypi armomepaTty nicns BiAHOBIEHHS
crocrepiranyM BenuKy KinbKiCTb  ApibHoAMCNEepCHUX
MeTaneBux 3epeH, Lo yTBopunuca 3 rematuty. Bea-
XKaeTbCs, Lo HasBHICTb MEPBUHHOMO reMaTuTy B CTpY-
KTypi arnmomepary i 36inblUeHHs B Hil KinbkocTi Apib-
HMUX NOp B MpOUECi BiAHOBMNEHHS CnpusitoTb 30inb-
LLIEHHI0 Moro BiAHOBMIOBAHOCTI [34]. Y cTpykTypi arno-
Meparty 3 HU3bkum BMicTom SiO2 i FeO nepea BigHoB-
NEHHAM MOPIBHAHO Mano KpPynHO3epHUCTOro MarHe-
TUTY i NnacTUHYacToro eputy Kanblilo, nepeBaxa-
10Tb OPIOHO3EePHNCTUIA CHEPUYHUIA TeMaTUT, ronyac-
TUI chepuT KanbLito | IPUCYTHA OCUTL BaraTo ApibHMX
nop, Wo, MabyTb, cnpusie 36epexeHH0 MILHOCTI npwu
BigHOBMEHHI [34].

Ha 1M Ne 2 3aBoay cipmm «Nippon Steel» B Mypo-
paHi, 3aBOSKN 3MEHLUEHHIO BMICTY B arnomeparti SiOz,
OOCSINM NOMIMNWeEHHS NMoKasHMKa BUCOKOTEMMNepaTyp-
HOro BiAHOBIEHHS. TakuM YNHOM BCTAHOBWMN, LLIO OC-
HOBHICTb arfiomepary noBuHHa 6yTu B iHTepBani 1,6-
2,0, i Wwo gouinebHO NiaBuMLLyBaTh B HBOMY BMICT 3ara-
nbHOro 3anisa i 3Hmxkyeatn BMmicT Al203. MigBuLLEHHS
3aranbHOi NOPUCTOCTI arnomepaTy Ccnpusno niasu-
LWEHHIO WMOro BIiAHOBMNIOBAHOCTI. TakoX Big3HAYEHO
BMMMB Ha BiAHOBMIOBAHICTL PO3NoAiny rnop 3a po3mi-
pamu i MiHepanoriyHoro cknagy arnomeparty. Ha Ha-
CTYNHOMY eTani AoCriaKeHb NPoBEny NPOMUCIIOBI BU-
npobyBaHHs arnomepaTy 3i 3HWKEHO BUTPATO Ha 1
T arnomepaTy KOKCOBOI APiOHUL 3 METOI 3MEHLLEHHS
BMicTy B HboMy FeO. B pe3ynbTaTi BUNpoOyBaHb Npu
30epexeHHi MiLHOCTI armoMepaTy niasuLLmMnacs moro
BiQHOBIIOBAHICTb, @ B AOMEHHIN nedi Byno 3HWKeHo
nMTOMYy BUTpaTy KOkCy [0 324 Kr/T 4aByHy npwu

30inblIEeHHI NUTOMOI MNPOAYKTMBHOCTI nevi oo 2,3
T/(noby-m3) [37].

Mpwn IHTEHCMBHIN pOBOTI OMEHHMX Neven niaBu-
LLEHHS BiQHOBMNOBAHOCTI 3ani3opyaHOi CUPOBUHN He
NOBMHHO CYNPOBOAXKYBATUCHA iICTOTHUM 3HWKEHHSIM 1T
MILHOCTi B NOYATKOBOMY CTaHi i npu BigHOBMEHHI. Lle
MOXIMBO AOCAITM NPW BAOCKOHANEHHI TeXHonoril ar-
nomepadii (cnikaHHA BUCOKOOCHOBHOTO arromepary y
BMCOKOMY LLApi, perynioBaHHA po3noainy nanvea B ar-
nowapax, Tepmoobpobka cneky, noaginHe Apo6NeHHst
i noABiHe rPOXoYeHHs arnomepary, onTUMansHUN Xi-
MiYHWIA | MiHEpanoriYHWI ckNaam Ta iHWi 3axoawn).

[ns 3abes3neyeHHs1 3pOCTaHHS LiNbOBUX (OYHKLIN
6-8 HeoOXxigHa peKoHCTpPYKLUis Ta po3pobka HOBOro 00-
nafHaHHSA: MoJepHisauis orpyakysadiB (rpaHynsito-
piB), PEKOHCTPYKLiA NOTKa-rnagunkn, po3pobka 3aBa-
HTa)KyBarnbHOro MPUCTPOIO arfoLInXTK, po3pobka me-
XaHiamy TpaBMyBaHHS arfiocneka Ha naneTtax 3 BUpiB-
HIOBaHHAM LUBWAKOCTI NaneT i MexaHiamy TpaBMmy-
BaHHA arnocneka, po3pobka rpoxota OXONOAXKEHOro
arnomepary, NoegHaHoro 3 Apobapkoto BENMKMX dpa-
Kuii, pospobka obnagHaHHsa Ans TepmMoobpobku
crieka, po3pobka rpoxoTta nepeciBaHHA 3BOPOTY 3a
Knacom -(2,5-3 Mm), 3MiHa KOHCTPYKL,i CUT rpOXOTiB 3
NiABULLIEHHAM X anepTypu, rPOXOTU TOHKOFO POXO-
YeHHs1 abo cepito MalLVH Ha cTagii AoBedEeHHS KOHLe-
HTpaTy B 3baravyBanbHOMY nepegini, iMoOBipHiCHi rpo-
XOTW Nanuea i BanHa.

BucHoBKu

TakMM 4YMHOM, MOKa3aHo, L0 BUPOGNEHU Ha BIT-
UN3HAHMX arnocabpukax arnomepaT He BignoBigoae
BMMOraM AOMEHHOi MMaBku OO0 WOro MeTanypriiHmnx
XapaKTepUCTUK, a TEXHIKO-EKOHOMIYHI MOKa3HUKM NOro
BMPOOHMLTBA Aaneki Big onTMManbHUX 3HaveHb. [Joc-
nigHMKamMm i BUpOBHMYHMKaMmM po3pobneHi i, B BinbLuo-
CTi BUNagkiB, BUNpobyBaHi B NPOMMUCIIOBMX YMOBaXx Te-
XHOMOriYHi 3axoan Ta obnagHaHHS, WO O03BONSTb
NONINWNTM TEXHIKO-EKOHOMIYHI MOKa3HMKN BUPOOHML-
TBa arriomepary i Moro MeTanyprinHi XxapakTrepuCTUKK.

&9
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Ons Toro, wob6 ycnilHO KOHKypyBaTun, MeTanypriv- TexHonoria AOMEHHOI NnaBkv B AaHW Yac BUMa-
HUM NigNpUMEMCTBaM B Cy4aCHMX YMOBax HeoOxigHO  rae, neplu 3a Bce, BUNEepe;KatoUvoro NiaBULLIEHHS SIKO-
3HWKyBaTK COBIBapTICTb NPOAYKLI, LLIO BUMYCKAETLCH,  CTi KOKCY i arnmomepaty. [logaTkoBi BUTpPATK Ha Le Ha
nepLl 3a BCe, 3a paxyHOK BOOCKOHaNEHHs i BNpoBa-  KOKCOXIMIYHWX i arnmoMepauinHnx nignpuemMmcraeax 3 nv-
DPKEHHS1 Y BUPOOHMLITBO HOBUX TEXHOSOMYHMX NPOLE-  LUKOM OKYMnsTbCA B AOMEHHOMY BMPOOHULTBI 3a pa-
ciB i 06nagHaHHS, 3HWKEHHS BUTPAT NanvMBHO-EHEpre-  XYHOK 3HWKEHHS BUTPATK KOKCY.

TUYHNX PECYpPCiB HA BMPOOHWMLTBO OCHOBHMX BUWAIB
npoayKuil.
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MaTtemaTuyHe MOJIeJTI0BAHHSA NMPOIleCy NpecyBaHHs TPYO i3
BUKOPUCTAHHAM nakety QForm

Medvediev M.I., Bobukh 0.S., Krasiuk A.V., Nytkin Yu.V., Kvak B.I.
Mathematical modeling of the pipe pressing process using
the QForm package

AHomauis. Mema po6omu . CmeopeHHs MameMamu4Hoi MoOeni Mpouecy 2apsiioeo npecysaHHs mpy6, po3pobka ma
800CKOHaIEHHS MEXHOI02ii ma KOHCMPYKUii MeXHOM02IYHO20 iHCMPYMEHMY WIISXOM 8U3SHAYeHHs 3anexHocmel Mix
memnepamypHo-0echopmauyitiHUMU ma ninacmuyHUMU XapakmepucmuKkamu Memarly 8 yMo8ax iHmMeHCU8HOI nnacmu4yHoi
depopmauji. Memoduka docnidxeHb. B ocHogy Mmamemamuy4Hoi Moderi noknadeHa cucmemMa PiBHSIHb , W0 BKITHOHaE
PIBHSIHHS pigHOBa2uU , PiBHAHHS 383Ky MK ronem weudkocmell MamepianbHUX mMoYoK i weudkocmel Oegopmauil ,
PiBHSIHHS 38'A3KY MiXK Hanpy»eHumM i 0eghopmMogaHUM CMaHOM , yMogea HeCXKUMaeMocmi , Kpumepitl ninacmu4yHocmi, pie-
HSIHHS eHepaemu4Hoeo . Onip dechopmauii Mamepiasny 3azomierni 88axaembCs 3aeXHUM 8i0 Hakoru4eHoi deghopmauiii,
rnomo4Hoi weudkocmi deghopmauii ma memnepamypu. Pesynsmamu. ModentogaHHs1 npouecy rpecysaHHss mpy6b npo-
gedeHo Ornisi cmarnel aycmeHimHozo knacy 12X18H10T ma ¢hepumHoeo knacy 12x13 dns mpy6 po3amipamu 45x4.0-
5.0 MM, 88,9x6,45 mm , 114x6,88 mm ma 219x 7.0-8 . Y danili moderni sukopucmosysarnu 3akoH mepmsi JlegaHosa A.H.,
3a AKUM KoegbiuieHm mepmsi Ha No8epxHi Memarn-iHcmpymeHm 3Haxodumscs 8 mexax 0,015-0,02. lNepesipka adeksa-
mHocmi Moderii nposedeHa 3a eeoMempuUYHUMU apamempamu rpecosaHux supobie ( mpy6 45x4,5 mm i cunu npecy-
8aHHs1 0ns mpy6 poamipamu 45x4.0-5.0 mm, 114x6,88 mm i 219x 7.0-8.0 Mm. AHani3 pesyribmamie MoOesito8aHHs1 Npo-
yecy, weudkKicmb 3aKiHYeHHs, HopMarnbHi ma domuyHi Harpyeu. Haykoea Hosu3Ha. Briepwe ompumani 0aHi po3nodiny
memmnepamypu, cmyneHs ma weudkocmi deghopmauii, HopmanbHUX ma omuyHUX Harpye 8 ocepedKy Oeghopmauii npu
npecysaHHi mpy6 3 gukopucmaHHaAM MemoOdy KiHUesux erleMeHmis, Wo 8iOpi3HIEMbCS ypaxy8aHHSIM eKcriepuMeHma-
JTbHO 8U3HAYEeHUX Peosio2iyHUX erracmueocmel cmarnel ma KOMeKkcHo20 obriky 3akoHoMipHocmel ma ocobnugocmel
MPYXKHO-N1acmu4YHo20, mernnoeoeo ma KiHemamy. [pakmuy4Ha 3Ha4Yumicmb. BukopucmaHHs ompumaHux 0aHux 0o-
380/15I€ 8U3HA4YUMU pauioHanbHi memnepamypHo-0eghopmauitiHi ma weudKicHi napamempu rnpecysaHHs mpyb6, wo 3a-
besneyyoms MiHIMI3auito UmMosipHOCMi ymeopeHHs Oeghekmie Ha nosepxHi aupobis.

Knroyoei cnoea. lpecysaHHs, deghopmauiss, MoOesntosaHHs, mpyba, Hepxasitoda cmarib, Harpyeaa.

Abstract. Purpose of the work. Creation of a mathematical model of the process of hot pressing of pipes, development
and improvement of the technology and design of the technological tool by determining the dependencies between the
temperature-deformation and plastic characteristics of the metal under conditions of intensive plastic deformation. Re-
search methodology. The mathematical model is based on a system of equations, which includes the equilibrium equa-
tion, the equation of connection between the velocity field of material points and deformation rates, the equation of con-
nection between the stressed and deformed state, the incompressibility condition, the plasticity criterion, the energy equa-
tion. The resistance to deformation of the workpiece material is considered to depend on the accumulated deformation,
the current deformation rate and temperature. Results. The modeling of the pipe pressing process was carried out for
steels of austenitic class 12X18N10T and ferritic class 12x13 for pipes with dimensions of 45x4.0-5.0 mm, 88.9x6.45 mm,
114x6.88 mm and 219x 7.0-8. This model used the friction law of Levanov A.N., according to which the coefficient of
friction on the metal-tool surface is within 0.015-0.02. The adequacy of the model was checked using the geometric
parameters of the pressed products (pipes 45x4.5 mm and pressing forces for pipes with dimensions 45x4.0-5.0 mm,
114x6.88 mm and 219x 7.0-8.0 mm. Analysis of the results of the process modeling, completion speed, normal and
tangential stresses. Scientific novelty. For the first time, data on the distribution of temperature, degree and rate of
deformation, normal and tangential stresses in the deformation center during pipe pressing were obtained using the finite
element method, which is distinguished by taking into account experimentally determined rheological properties of steels
and comprehensive accounting of the regularities and features of elastic-plastic, thermal and kinematics. Practical sig-
nificance. The use of the obtained data allows us to determine rational temperature-deformation and speed parameters
for pressing pipes, which ensure the minimization of the probability of defects on the surface of the products.

Key words. Pressing, deformation, modeling, pipe, stainless steel, stress.

BeeneHHs. B gaHui yac Hanbinbl edpekTUBHUM, a
4YacTo i €gUHO MOXITMBMM, CNOCOOOM BMpPOBHMUTBA
TPy©O 3 KOPO3INHOCTINKMX CTanen i HU3bKO MIAaCTUYHUX
MaTepianis € NpoLec rapsyoro nNpecyBaHHs Ha ropu-
30HTanbHKX rigpaeniyHmx npecax [1-5]. Mpu po3pobui
TEeXHOIOorii NpecyBaHHs TPYO i3 pi3HUX cTanen Ta cnna-
BiB HE3MiHHO [0BOAWUTLCA BUPIWYBaTM MUTAHHA

BMOOpY ONTMManbHUX TemnepaTypHo-AedopmaLlii-
HMX NapamMeTpiB, WO A03BOMSATL BECTU npoLec 6e3
NopyLUEHHS CyLiNbHOCTI MeTany. ICHyto4i B JaHWi Yac
MeToan po3paxyHKy TemnepaTypHO-AedopmaLuinHnx
napameTpis, O BU3HAYaAKOTLCA HA OCHOBI MEXaHiYHNX
BMnNpoOyBaHb [6-8], a He onopy aedopmalii 3 ypaxy-
BaHHAM OXOMOMKEHHSA MeTany 3a Yac TPaHCMOPTHUX
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onepauin, He MOOEMNIOTb CXEMY HaMPY>XEHOro CTaHy
npouecy npecyBaHHsa TpyO i He 403BONAKTL AOCTOBI-
PHO NPOrHO3yBaTW NOBEAIHKY MeTany B npoLeci Aedo-
pmallii. ,BMKOPUCTaHKX Yy Ui poboTi ,e MaTemaTnyHe
MOZJENBaHHSA 3acHOBaHe Ha MeTogj KiHLeBUX eneme-
HTIB, @ came nporpamMHoro npoaykty QForm [11,12]
QForm (onuc nporpamMHoOro nNpoaykry)
Mporpama QForm npusHayeHa Ans maremartud-
HOro MoAentoBaHHS METOAOM KiHLIEBMX €NIEMEHTIB Te-
XHOMOriYHMX NpoueciB 06pobku MeTanis TUCKOM 3 ypa-
XYyBaHHSIM TEPMOMEXaHIYHNX MPOLIECIB HArpiBaHHA Ta
OXONOMXEHHA MeTany, y TOMy Y1cni, B npoueci Aedo-
pmalii, a Takox B3aemogii 3aroTieni, Wwo aedopmy-
€TbCH, 3 TEXHOMOrYHUM iHCTpyMeHTOoM. [11,12].
MaTtemaTnyHe MoaentoBaHHS 30iMCHIOETLCH Ha OC-
HOBI MeToAy KiHLEBUX €fIEMEHTIB i CUCTEMU PIBHSAHD,
LLO BKMNIOYAE PIBHAHHA pPiBHOBAru, PiBHAHHS 3B'A3KY
MDK nonem LBUAKOCTEN MaTepianbHUX TOYOK Ta LIBU-
JKocten gedopmMalin, piBHAHHSA 3B'A3KY MiXK Hanpyxe-
HUM Ta 0edOPMOBAHUM CTAHOM, YMOBa CTMCKaHHS,
KPUTEPIN NNacTUYHOCTI, PIBHAHHSA eHepreTuyHoro. Pe-
OroriyHi BNacTMBOCTI maTtepiany 3aroTiBni 3anexartb
BiJ HakonuyeHoi aecbopmadii, WBKAKOCTI Aedopmallii
Ta Temnepatypu Ta 3agaetbca TabnuyHo abo y

Matpuuetpmmad Bubupanu wogo Aiamerpa KoH-
TenHepa. Ona Tpy6 poamipamu 45x4-5,0 mm, 45x4,5
MM, 88,9x6,45 mm, 114,3x6,88 mm , 219x7,0-8,0 Mmm -
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Burnagi gopmynu [11]. Martepian BBaxaeTbcst i30TpoO-
MHMM Ta i30TPOMHO 3MiLHIOBAHUM. TepTa Ha KOHTaKTI
MK IHCTPYMEHTOM Ta 3aroTiBfiel0 BPaxOBYETbCS MO-
aensimm TepTa 3idens, JleeaHosa [13], KynoHa

MeToauka pocnigxeHb.

CTBOpEHHSA MaTeMaTMYHOI MogeNi Mpouecy npecy-
BaHHS Tpyo.

FeomeTpis enemMeHTIiB MaTeMaTU4HOI Moaeni

MouyaTkoBa 3agaya NMpu CTBOPEHHI MaTteMaTuyHOl
mMogeni 6yab-akoro npouecy o6pobkm meTanis TUCKOM
nonsira€ y CTBOPEHHi reoMeTpii AedopMyoyoro iH-
CTPYMEHTY Ta AedopMOBaHOro matepiany.

[nga BUKOHaHHA NOCTaBMNEHOI 3aa4i MateMaTUu4Hy
MoZAenb NpoLecy NpecyBaHHs NpeacTaBuiv 3 5 Kom-
MOHEHTIB (4 BiAHOCATBLCA A0 IHCTPYMEHTY Ta 3aroTiBni)
puc 1 — 5 (Ha MantoHKax 300paxeHi enemeHTH, sKi BU-
KOPUCTOBYIOTBCA MPU CTBOPEHHI MaTeMaTW4HOi MO-
Aeni ons oTpMMaHHs Tpyo po3mipom 45x4 Mm).

[na maTpuyHKX Kineub Npu npecyBaHHi Tpy6 pos-
Mipamn 45x4 MM, 45x4,5 MM, 88,9x6,45 MM,
114,3x6,88 mm Ta 219x7-8 MM, BUKOPUCTOBYBanNu oc-
HOBHi PO3Mipy MPEecoBOro iHCTPYMeHTy dipmn SMS
MEER.

Puc.1. -KanibpyBaHHS MaTpM4HOrO Kinbus.

Pwuc.2 -reomeTpia matpuueTpumMaya.

BVKOPWCTOBYBanu OCHOBHi PO3Mipu MaTpuLeyTpumy-
BauiB npecis ipmn SMS MEER

AT IR

Y

—

MM\W

Puc.3-I'eomeTpisa koHTeHepa
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Mpn maTemaTMyHOMY MOAENIOBAHHI Npouecy npe-
CyBaHHS JOCTaTHLO reoOMeTPii BHYTPILUHLOI BTYIKN KO-
HTenHepa (Hagani "KoHTenHep").

Ons Tpy6 po3mipamu 45x4,0-5,0 mm, 88,9x6,45
MMm,114,3x6,88 mm T1a 219x7,0-8,0 MM-OCHOBHI po3-
Mipu KOHTenHepiB npecie dipmn SMS MEER.

Y gaHin matemaTu4Hin Mogeni ronka Ta npec wre-
mMnenb 06'eAHaHi B OOuH IHCTPYMEHT, Wwo aedopmye
(Hagani "ronka").
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[[eomMeTpuyHi po3mMipn 3aroToBOK Nif Yac npecy-
BaHHS TPyb KOXXHOro TMNOPO3MIipy BM3Ha4anu ans Ko-
XHOTO KOHTENHEepa 3 ypaxyBaHHSM 3a30pYy MK BHYTPi-
LLIHEOO BTYSIKOKO Ta 30BHILLHIM AiaMeTPOM 3aroTOBKM

Ha puc.6 npegcrtaBneHa cxema npecyBaHHs TpyO
(puc. 6 a) Ta cxema i peanisadii B nporpamMmHoMy npo-
aykTi (MNM) QForm (pwuc. 6 6).

Pwuc.4 -reomeTpisi ronku

Pwuc.5 -reomeTpis 3aroTiBni (rinb3u).
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b

Pwuc.6 — Cxema npouecy npecyBaHHs Tpyb (a) Ta ii BigobpaxeHHs y MM QForm (0)

2. BnactuBocTi maTtepiany, wo gedopmyeTbes
(napameTpwm 3aroTiBni)

MogentoBaHHs npouecy npecyBaHHst Tpy6 nposo-
AvnnM Ha HacTynHux wmartepianax 12X18H10T Ta
12X13.

Conpemnanerine gebopraun [MMa]
Cropocts ebopmatumn [1/c]

0.01 01 1 10 100 500

0.0397809 4225 5625 749 072 13277 16217

0.0098203 4943 6581 2751 11665 15531 180.71

% 0.199671 54.24 7221 96.15 12801 17043 208.18

g 0.299755 56.98 75.86 101 13448 179.04 2187

'§' 0.400478 58.92 7845 104.45 139.06 18515 226.16

= 0.699165 62.75 83.55 11.24 148.11 19719 240.87

0.999672 65.26 86.89 115.68 154,02 205.06 25048

1.29828 67.14 89.39 119.02 15846 21098 25771

Tenneparypa [*C]
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Jebopuauma

a)

Ons matepianie 12X18H10T (pucyHok 7, a) Ta
12X13 (pucyHok 7, 6) onip aedopmadii BBogunocs B
TabnuMyHoOMy BUIMSAI 3aneXHO Big Temneparypu, CTy-
neHs Ta weugkocTi gedopmauii [14].

Conpotusnexme gedopmaumn [MIMa]
Cropeers gedopmarym [1/c]

001 01 1 10 100 500
00387209 2337 3141 22 56.74 7626 =77
00888203 35.03 4709 63.28 §5.06 11431 140,56
2 01961 w04 53.84 725 9744 13096 161,02
Y] a3 S7.79 .67 10438 14029 17249
£ a6 235 385 .76 10585 14227 17482
Y 4401 59.15 795 106.85 14361 17653
0699165 a3 59.56 .04 107.58 14459 177,78
0800732 4454 59.85 8046 108.13 14533 178,69
[Temneparypa [*C]
800 900 w0 | 100 1200

Tpagux

Conpothaaesine Aepopmaini [M(Ta]
88 E B
T T T T

1
020 09

b7 1 1 1 ||
B-DO 010 020 030 040 050 060 070
JOedopmauns

9)

Puc. 7 — Xapakrepuctukm mapok ctanen: a — 12X18H10T, 6 — 12X13

Kpim onopy aedopmaldii mogeni BpaxoByBanm Taki
BNaCTUBOCTI MeTany: LWifbHICTb, TEMMonpoBigHICTb,
TENNOEMHICTb, Moaynb FOHra.

[nsa KOXXHOro 3 po3rnsHyTUX pexunmis gedopmMallii
3ajjaBanacs noyaTtkoBa TemnepaTtypa meTany Ta iH-
CTPYMEHTY 3riAHO 3 pekoMeHaaLisMu poboTu [5]

3. NapameTpu iHCTpyMeHTa .

Y MatemMatU4HNX MoZensax Ans iHCTPYMeHTy 6yno
obpaHo mapky ctani — 4X5MoC.

96

MaTpuus, maTpuueyTpMMyBay Ta KOHTeNHep Bynu
YKOPCTKO 3aKpinmneHi (He mManu MOXIMBOCTI nepemi-
LLIEHHS).

LBMAKiCTb NepemilLleHHs TOfKM KOXHOro MaTema-
TUYHOTO MOAENOBaHHSA NpuManu BignoBigHO Ao pe-
KoMeHaauismm paboTt[2,3]

[na nedopmyro4oro iHCTpYMEHTY 3afjaBanacs Ha-
CTyMHa nepBicHa TemnepaTypa:

maTpumus 200C ;

maTtpuueTpumad 50 °C;
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KoHTenHep 3500C : €IIEMEHTIB), Y KOXHIiN 3 AKX (PYHKLi0 anpoKCMMyBanm
ronka 250 °C. nofliHoMamMm HU3bKMX CTyneHiB. KiHUeBi enemeHTn
4. MNapameTpu po3paxyHKy B3aEMOAit0Tb MiXk CODO0 B OOMEXKEHIN KiNTbKOCTi TOYOK,

Mpu anckpeTnsauii cepenoBuLLia peanbHuii 6esne-  3BaHux By3namu KE, i BigpisHAOTbLCSA po3MipHICTHo, re-
pepBHMI OG'eKT 3aMiHioBanM 06'edHaHHSIM KiHLEBOI  OMETpU4YHOO DOPMOLO Ta CTyNeHeM anpokcumallii.
MHOXWHW Manux 3a po3mipom obnacten (KiHLEBUX

maTpuuegepKarenb

Puc. 8 — Po3buBka rinb3u Ha KiHLEBi eneMeHTn

3 faHunx, HaBedeHVX ManoHKy 8 cnig, Wo y nonepevyHoMy nepepis BorHuwa gedgopmadii nepebysatotb npu-
6nu3Ho 6 K3. MoganbLue 36inbLeHHs iX KiNbKOCTi He Npu3Bege A0 OTPUMaHHS TOYHIWKX pe3ynbTaTiB.

5 OCHOBHI NapameTpu Ansi MOAENOBaHHSA NpoLecy NpecyBaHHsA Tpyo

Leuna-
. . KicTb Koedp-HT
Po3wmi AL, L s, T npec-Hsa BUTSDKKN
P Mapka ctanu P .
Tpyou, mm P Mm/c
. KOHTeu-
Crons o [ 5 0,

1 45x4 08X18H10T @ 46,1 37,4 156 152 | 45 565 140 1150 33,61
2 45x4,5 08X18H10T 46,1 36,4 156 152 45 637 140 1150 28,46
3 88,9x6,45 @ 12X13 91,12 76,2 195 191 84 894 180 1150 14,43
4| eS8 1213 1176 101 266 250 112 736 190 1140 19,30
5 219x7 12X18H10T @ 224,48 208,2 372 366 220 1092 180 1160 14,83
6 219x8 12X18H10T 224,48 206,4 372 366 220 915 190 1160 13,44
7 273x8 12X18H10T | 279,82 261 372 366 270 1299 250 1160 | 8,12
8 273x9 12X18H10T 279,82 259,2 372 366 270 1160 250 1160 7,28

6.TepTA Ha KOHTaKTI MeTan-iHCTPYMEHT .

Y uin mogeni Ha NOBepXHi MeTan-iHCTPYMEHT BMKOPUCTOBYBarmn 3akoH TepTd JleBaHoBa, SKMM (hakTop TepTs
(koedbiuieHT TepTs) nepebyBae y gianasoHi 3HaveHb 0,015-0,02 [13].

MepeBipka agekBaTHOCTI MaTteMaTU4HOI Moaeni .

[nsi nepeBipkM agekBaTHOCTI MaTeMaTUYHOI MoZeni npoueciB 00pobku MeTaniB TUCKOM BUKOPUCTaHi reome-
TPUYHI MapamMeTpyu BUPOOY, LLIO OAepPXKYEThCS, | cuna, Lo BUHUKAE Npu aedopmaldlii.

1 3a reomeTpieto BUpOOY (Tpyowm) micnsa npoLecy NpecyBaHHs .

Ha pu ¢ .9 HaBegeHO BUMipY TOBLLMHYM CTiHKU Tpyou 45x4,0 mm.
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Man. 9 — ToBLWMHa CTiHkM Tpyomn 45x4 mm y MM QForm .

Y BCix aHanisaoBaHMXx MapLupyTax npecyBaHHs TpyO BiOXMNEHHS 3a reoMeTPUYHUMY NapameTpamn He nepe-
Buwmno 1,5%, Wo niaTBepaxye agekBaTHICTb Moaeni.

2 . 3a cunoto npecyBaHHs .

Wrctpynent 20 - Yonnue, 1

45x4 ( 145 H ) ¥ @73-73 or 21.01.20
TeXHONOrM4ECKan KapTa rOPH3OHTANBHOTO rMAPaBIMYecKoro TpyGonpodunsHoro npecca 20MH.

.......... | R SN J S R M S
000~ 1 | PA3MEP TRYBH | b3A | L |TEMEPATY!  IrMAPO! CMA3KA | .
D MAPKA  4e-eeTeoeeoTaeoantonTonTooeslWb- {PA TWIB3H!BUN LCEMB 4-nvn-Toomeos
VCTAMM @ S § L J AL ALy 3 (HA CTORE | 1+ oma (AMHAY A4 | 1
H H i H H (EHy | inognp | CT.CMAIKM; i~ HeT|cTona|noxKu|
[ —+ee RO S S
o : VT e T s Por o
108X18H1OT! 45.0) 4.8} 11.1}152! 45!423) 387 |1140-1170) TW | - | 478} 12 |
TPIGAL | H 1 15.2) | |565) 519 | I ' H H 1
R et T L

432

Wncrpyment 20 - Mepemewenie, M B

Puc. 10 — Mpadik po3noginy cunm npecyBaHHS 3anexHo Bif NepeMilLieHHS ronkv anst Tpyom 45x4 mm
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Wrerpyment 10 - Yeunne, ¢

1800 T T T T
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Wrerpyment 10 - Mepemewerne, s

Puc. 11 — Mpadbik po3noginy cunv npecyBaHHsi 3aneXHo BiA NepeMiLLEeHHsI rofku aAns Tpyou 45x4,5 mm

Wnctpyment 10 - Yeunue, T
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Wnctpyment 10 - Mepemewenne, mm

Puc. 12 — I'padbik po3noginy cunu npecyBaHHs, 3anexHo Big NepemilleHHs ronkv ans Tpyou. 88,9 x6, 45 mm

Ha pucyHkax 10, 11 Ta 12 npegctaeneHi rpacikn  rpadidHmx 3anexHocten puc. 10-12 pospaxyHKOBI
CVnn NpecyBaHHs Ana Tpyo po3mipamu 45x4, 45x4,5  gaHi cun npecyBaHHA 3HAXOASATbCA B Aianas3oHi cun,
Ta 88,9x6,45 Mm BignoBigHO, Ha SKi HaKMageHi fgiana-  HaBedeHWX Y TEXHOMOMYHUX KapTax, WO CBig4MTb Npo
30HW CUN Yy TEXHOMOrMYHMX KapTax. FAK BUNMMBAE i3  afeKkBaTHICTb NpeacTaBneHol Moaeni. 3pocTaHHs cun
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y cTagii npouecy npecyBaHHs NOB'A3aHi 3 NpeBarnto-
YMM BMMBOM OXONOMKEHHS 3aroTiBni Hag aedopma-
LinHMM po3irpiBoM 3 gonomoroto podoTtn gedopmaldiii.

AHanoriyHa KapTuHa mae micue i ans Tpy6 posmi-
pamu 114,3x6,88 mm, 219x7 MM, 219x8 MM, Ha AKi Ha-
KNnageHi gianasoHn NikoBUX CUN i CUN NpecyBaHHA B
npoLeci, HaBedeHi B TexHonoriyHnx kaptax. [lpu
LbOMY PO3paxyHKOBI AaHi CUN NpecyBaHHsA siK MiIKOBUX,

a)

1280
1240
1200
1160
1120
1080
1040
1000
960
6) B)
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Tak i BCTAHOBUNUCH NPaKTUYHO 3HAXO4ATbCA B Aiana-
30Hi CUN, HaBeJeHUX B TEXHOMNOrMYHUX KapTax, Lo CBi-
O4Y1Tb NPO ageKBaTHICTbL NpeacTaBneHoi mogeni. 3po-
CTaHHs1 cun y ctagii npouecy ansa Tpy6 114x6,88 mm 3i
cTani epuTHOro Knacy gyxe HesHadHe i nos'd3aHe 3
NpeBartoYnM BMSIMBOM OXOSOMMKEHHS 3aroTOBOK MO-
piBHAHO 3 AedopMaUinHNM pPo3irpisom

920

Puc. 13. Temnepatypa meTtany B ocepeaky AedopMaii npy MogerntoBaHHi npecyBaHHs Tpyb po3mipamu:
a—45x4 mm; 6 - 45x4, 5 mm; B - 88,9 x6, 45 mm (ge: 1 - rinb3a, 2 - ronka, 3 - maTpuus).

4 AHania oTprMaHnx gaHux.

Ons gocnimpkeHHsA npouecy npecyBaHHS BUOpanm
TaKi xapakTepUCTUKN:

Temneparypa mMeTany;

cepefHs Hanpyra;

LWBKMAKICTb aechopmalii;

LWIBUAKICTb 3aKiHYEHHA MeTany;

HOpMarnbHi Ta JOTUYHI Hanpyru.

1. Temnepatypa metany .

Ha puc. 13 npeacraeneHo po3noain Temnepatypu
(°C) no ocepepnky fedopmalLii Ha NpyKnagi Mogento-
BaHHA Mpouecy npecyBaHHs TpyO po3mipamu
45x4 mm, 45x4,5 mm Ta 88,9x6,45 mm.

Ak BUNnMBae 3 AaHux, HaBeaeHux Ha puc. 13 Tem-
nepaTtypa meTtany B ocepefky Aedopmadii gocdarae

a) 6)

CBOr0 Makcumymy B WOro BuxigHomy nepepisi. NMpu
LibOMY MakCcMarbHi 3Ha4eHHsA TemnepaTypu xapakre-
pHi 4nsa TpyO, WO npecyoTbes 3 BinbLl BUCOKMMUY 3Ha-
YeHHSAMK KoedbilieHTa BUTSXKKM | BignoBigHO 6inbLu Bu-
COKUM AedopMaLliiHuM po3irpiBoM MeTany, Lo Moxe
np13BOONTU OO0 YTBOPEHHS MOBEPXHEBUX OedeKTiB
BHaCMigOK OMraBneHHs Mex 3epeH AedhOpMOBaHOro
meTany [9] .

2 . CepegHsi Hanpyra

Ha puc . 1 4 npeactasneHo posnodin cepeaHbol
Hanpyru (Mlla) B meTani npy MogentoBaHHi npouecy
npecyBaHHsi Tpy0 45x4 mm, 45x4,5 mm i 88,9x6,45 mm
BigNOBIOHO.

100
. ;
-100

%

B) -1100

Puc. 14 . po3noain cepegHboi Hanpyru B ocepenky gedopmadii ana Tpyb posmipamu: a — 45x4 mm; 6 -
45x4, 5 mm; B - 88,9 x6, 45 mm (ge: 1 - rinb3a, 2 - ronka, 3 - matpuus).
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Puc 15 — Cxema noginy ocepenky aedopmaldlii Ha KOHTPOSbHI Nepepisu.

[Ons aHanidy cepefgHix Hanpyr BuOpanu cxemy,
npencraeneHy Ha puc.15 . CepeaHio Hanpyry posrns-
HyNn B 6 KOHTPONbHNX TOYKaX, SKi 3HaX0OATLCS B LUa-
pax MeTany Ha KOHTaKTi 3 iHCTpyMeHToM. [o3uuii KoH-
TPOMbHKX TOYOK (pyc. 15) posTalloBaHi Ha piBHIN Bia-
CTaHi 0auH Big OQHOMO NO AOBXWHI KOona, yTBOPEHOro
pagiycoM MaTpuui, MOYMHAYM Bid rOPU3OHTarnbHOI
NnoBepxHi 40 kanibpyto4oro nosicka.

Y Tabnuui 1. npeacTaBneHi gaHi po3noginy cepea-
HbOT Hanpyru (MlMa) 4na onucaHnx BULLE MapLUpYTiB.

Ha puc. 16. HaBeaeHo fiarpamy po3noainy cepen-
HiIX Hanpyr y KOHTPOSbHMX TOYKaX ONsl PO3rNsHYTUX
MapLUpyTiB NpecyBaHHA. AHani3 po3noginy cepegHix

Tabnuus 1. - Posnogin cepegHix Hanpyr (MIMa)

Hanpyr nokasye, Lo 3 NPOCyBaHHA MeTany Ao BuXig-
HOro nepepisy BorHuLLa aedopMallii cepeHi Hanpyrm
3MiHIOOTb 3HaK, TOBTO. BiA CTUCKaOUMX nepexoasTb
[0 TUX, WO po3TArytoTe. Lie Mmoxe npm3secTy 4o nopy-
LUEHHS CyLinbHOCTI MeTany Ta yTBOpPeHHs AedekTis.
Xapakrep po3noginy cepefHix Hanpyr no JOBXWHI Ae-
hOPMYHOHOi 30HN MaTPULL NPaKTUYHO NiHIVHWIA 3a BUY-
HSTKOM TOYKM 6, LLO BMMarae BHECEHHSI KOpUryBaHb
KanibpyBaHHS MaTPUYHOTO KiNnbLs .

3 Wenakictb aedopmallii .

Ha puc.17 npeacrasneHo po3nogin WenaKocTi ae-
dopmauii (1/c) y meTtani npu npecyBaHHi Tpyb
45x4 mm, 45x4,5 mm Ta 88,9x6,45 MM BignoBigHO.

1 -547 -548 -356
2 -451 -439 -279
3 -356 -335 -216
4 -269 -247 -158
5 -166 -158 -75
6 11 -2 22

PacnpefeneHune cpeaHux HanpameHui

100

=]

-100

-200

-300

-400

CPEOHEE HANMPAXEHWE, MMNA

-500

-600

— |
' |

B 45x4 W 45x4,5 1 88,9x6,45

KOHTPOMbHBLIE TOYKK (MO ONWHE PAOKWYCA)

10)

Puc. 16 — Npadik po3noAiny cepeaHboi Hanpyr B KOHTPOSIbHUX TOYKaX.
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Puc 17. - Po3nogin wsuakocTi gedopmalii B ocepeaky gedopmadii ana Tpyd pos3mipamu: a - 45x4 mm;
0 - 45x4, 5 mm; B — 88,9x6,45 mm (ge: 1 —rinb3a, 2 — ronka, 3 — MaTpuus)

Posnogin wewmnakocTen gedopmadii nokasye HasB-
HICTb 30H i3 36inbLueHot (4o 3 pasiB) WBMAKICTIO NO6-
nn3y NoBepxHi ronku ta matpuui. MNMpu uboMy No3uuii
TaKMX 30H OCi NpecyBaHHs1 He 30iratoTbes | He Nnepeby-
BalOTb Y nepepisi Buxody 3 matpuui. BennuuHa no-
KanbHO NiABWLLEHOT LWBMAKOCTI AedopmaLlii Ta no3umuii
30H TaKoIl noKanisauii 3anexuTb Big MapLupyTy npecy-
BaHHA.

1
2
3
a) 6) B)

Taka TeHOeHUis NposBRSETbCA HACKpasiwe npu
npecyBaHHi Tpyo 45x4mm i 45x4,5Mm, Lo MOXxe npus-
BOOUTU OO NiABWULLEHOI BUTPATU TEXHOMOFMYHOro iH-
CTPYMEHTY Ta YTBOPEHHSI MOBEPXHEBUX AeEKTIB.

4 lllBnakKicTb 3aKiHYeHHs meTany .

Ha puc. 18 HaBegeHa LUBMAKICTb 3aKiHYEHHA Me-
Tany no oci Z (mm/c) ansa Tpy6 poamipamu 45x4 Mm,
45%x4,5 mm i 88,9x6,45 mm.

Punc.18.-Po3noain wBMAKoCTi 3akiHYeHHA meTany B ocepedky dedopmadii ansa Tpy6 poamipamu:
a-45x4 mm; 6 - 45x4, 5 mm; B - 88,9 x6, 45 mm (ge: 1 - rinb3a, 2 - ronka, 3 - maTpuus).

AHani3 WBNAKOCTI 3aKiHYeHHA MeTany oci Z NpoBo-
OMBCS B KOHTPOMbHUX TOYKax BignoBiAHO OO pUCYyHKa
15.

Ha puc. 19 npeactaeneHa giarpama posnoginy
LUBWAKOCTI MeTary KOHTPONbHUMU TOYKaMu A5is po3r-
NSAHYTUX MapLUPYTiB MpecyBaHHs.

Tabnuus 2. Po3nogin WwenakocTi Tevii meTtany (Mm/c)

Y Tabnuui 2 HaBegeHO AaHi Npo WBWUAKICTb MeTany
B ocepenky Aedopmalii (MM/c) Ana onucaHux BuLle
MapLUpyTiB.

1 12 3 5

2 230 208 159
3 766 653 492
4 1713 1502 956
5 3156 2768 1707
6 4301 3882 2228
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CHOpOCTb WUCTEYEHMA MeTasna no ocu 72

N 45x4 W A45x4,5 W 88,9x6,45

<
2
-
0 e
2 3 4 5 6

KOHTPO/TIBHBIE TOYKK (MO ONMWHE PAOWUYCA)
Puc. 19 — Npadbik po3noginy WBWAKOCTI BUTIKAHHA MeTany.

HaBepeHi gaHi nokasyloTb, WO LWBMAKICTb 3aKiH-
YEHHsS1 MOHOTOHHO 30inbLUyeTbCA Big nepepisy o ne-
pepi3y 3rigHo i3 3aKOHOM, B6MM3bKMM [0 MiHINHOrO. IH-
TEHCUBHICTb 3pPOCTaHHS LUBMAKOCTi 3aKiHYEHHS Me-
Tany 3anexwuTb Big MapLupyTy npecyBaHHs. beanepe-
pBHE 3POCTaHHS LWBMAKOCTI 3aKkiHYeHHs (MM/C) Ta He-
MOHOTOHHE 3pOCTaHHs LUBMAKOCTI Aedopmaldii (1/c)
(ame. puc. 17) nigBuLye HePiBHOMIPHICTb AedopmalLil

a) 6)

i MOXXe NPM3BECTM A0 NiABMLLEHOTO 3HOCY IHCTPYMEHTY
Ta nosieu gedekTis.

HaBepgeHi paHi nigTBepOXylOTb  afeKBaTHICTb
npeacTaBneHoi moaeni Ta fobpe KopecnoHayThCs 3
OaHMMK iHWnX gocnigHukis [1-3].

5 HopmanbHi Hanpyrw.

Ha puc. 25 HaBegeHo po3snogin HopManbHux ( oy,
Ma) Hanpyr y meTani ana 1py6 po3mipamu 45x4 mm,
45x4,5 mm Ta 88,9x6,45 mm BignosigHo.

5888888

-1000

-1100

B)

Puc. 20 — Po3nopgin HopmanbHUX Hanpyr B ocepeaky aedopmadii ansa Tpyo Tpyb posmipamu: a — 45x4 mm;
0 - 45x4, 5 mm; B — 88,9x6,45 mm (ge: 1 —rinb3a, 2 — ronka, 3 — MaTpuus)

I

[ns aHani3y HopManbHUX HaNpyr, WO BUHUKAKOTb Y
MeTani B 30Hi gedopmalii, CKOpUCTanmcsi OnNMcaHo
BULLE MeToamKow (puc. 15).

Ha puc 21 npeacrtasneHa giarpama po3noginy Ho-
pMarnbHUX Hanpyr KOHTPOMbHUMUW TOYKaMK Ans po3r-
NAHYTUX MapLUPYTiB NPECYBaHHS.

Y Tabnuui 3 npeacTaBneHi AaHi Npo HopMarbHi Ha-
npyrM B ocepeaky gedopmadii (MlMa) gna onucaHmnx
BULLIE MapLLPYTIB.
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1 -640 -654 -445

2 -522 -520 -365

3 -376 -357 -240

4 -240 217 -133

5 -80 -71 3

6 88 82 99
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-600
-700

KOHTPONBHBIE TOYKM (MO ANMHE PALWYCA)

Puc. 21 - I'padik posnoainy HopmanbHUX Hanpyr

AHani3z posnoginy HopMarbHUX Hanpyr nokasye,
LLO B Mipy NpOCyBaHHsA MeTarny A0 BUXigHOro nepepisy
BorHuwa Aedopmaldii HopMarbHi Hanpyru 3MiHIOKTb
3HaK, TOOTO Bif CTUCKaKOYMX NepexoadTb A0 PO3TAry-
t0Tb. 3a NeBHMX YMOB Lie MOXe NPU3BOAUTM OO Mopy-
LIEHHS CYLinbHOCTI MeTany Ta YTBOpPeHHs AedeKTis.
Xapakrep po3noginy HopmanbHUX Hanpyr No SOBXMWHi
0eopMyodoi 30HM MaTpuUUi NPaKTUYHO NiHIMHWUA,
X04a i BUMarae BHECEHHSI KOpuryBaHb KanibpyBaHHS
MaTpPUYHOrO KifbLs., fika 3abe3ne4nTb NiHiNMHWI Xapa-
Kkrep i po3noain i BiOCYTHICTb WMOBIPHOCTI

a) 06)

yTBOpeHHs aedekTiB. [Inst KopuryBaHHs KanidopyBaHHs
MaTpuub Ta 3anobiraHHst yTBOPEHHIO AedekTiB Ha no-
BEPXHi NpecoBaHux Tpyd MOXHa pekoMeHayBaTh pe-
3ynbTatv pobotn [ 31/

.6 JoTuyHi Hanpyru

Ha pwc/ 22 npeactaBneHo po3nodin AoTUYHMX (
T,x, MIa) Hanpyr y34oBX Oci Z NPy MoZentoBaHHI Npo-
Luecy npecyBaHHs Tpy6 po3mipamun 45x4 mm, 45x4,5
MM i 88,9x6,45 mm.
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B)

Puc. 22 — Po3nogin ooTnyYHNX Hanpyr B ocepeaky aedopmadii ans Tpy6 posmipamu: a — 45x4 mm; 6 - 45x4,
5 mm; B — 88,9x6,45 MM (ge: 1 —rinb3a, 2 — ronka, 3 — maTpumus)
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Ak BUNNuBae i3 gaHuX, HaBegeHMxX Ha puc. 22 go-
TWYHI Hanpyrn OOCAraloTb MaKCUMyMy Ha 30BHILLHIN
noBepxHi Tpyou, Npu LbOMY Y BUXiAHOMY Nepepisi BO-
rHYLLA BOHM MPAaKTMYHO BIACYTHI i HE BMMMBAKOTb Ha
NMOBIPHICTb YTBOPEHHS aedekTiB Ha Tpybax.

BucHoBku

1. Po3pobneHo «matematuyHa Mopernb npouecy
npecyBaHHs TPy Anst ayCTEHITHNX | hepUTHUX cTanen
po3mipamu 45,0x4,0-5,0 mm, 88,9x6,45 mm,
114,3x6,8 mm i 219,0x7,0-8,0 MM 3 BMKOPUCTaHHSM
MnraQ - Form
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2. BMKOHaHO nNepeBipKy agekBaTHOCTI po3pobneHoi
MoZeni, BHAacNigoK YOro BCTaHOBIEHO, LLO L0 MOAeNb
MOXXHa BMKOPWUCTOBYBATMW A1 AOCHIMKEHHS MpoLecy
npecyBaHHss TpyO 3 METOK 3HWXKEHHS WMOBIPHOCTI
YTBOPEHHS BHYTPILLIHIX Ta 30BHILLHIX AedeKTIB Ha Tpy-
fax Ta niaBULLIEHHA CTINKOCTI TEXHOMOrYHOrO IHCTPY-
MEHTY.

3. Ha nigcTtaBi MogentoBaHHSA peanbHOro TeXHOMNo-
riYHOro npouecy npecyBaHHA TpyO BCTaHOBIEHO OC-
HOBHi dpakTopW, SKi 3yMOBMIOOTE MMOBIPHICTb YTBO-
PEHHST BHYTPILLUHIX Ta 30BHILLHIX AedekTiB Ha Tpybax
Ta NigBWLLIEHWNI 3HOC IHCTPYMEHTY Ta 3amnpornoHOBaHO

LUNIAXM X 3anobiraHHS.
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Improvement of methods for calculating the distribution of charge
components in the volume of a blast furnace

Ieanua M.I'., Buwnsikos B.1., Mypasiiosa LI., lllep6a4os B.P., binrowanka 0.0.,
€Epmonina K.I1.

Y10CKOHAJIEHHSI METOAIB PO3PAaXYHKY PO3MOAiy KOMIIOHEHTIB IIMXTH
B 00'eMi IOMEeHHOI neyi

Abstract. The analysis of known calculation methods and mathematical models of the distribution of charge materials on
the top of a blast furnace, used in technological and research practice, was performed. It was noted that mathematical
modeling, including those based on the discrete element method (DEM), and experimental studies (both in industrial
conditions and using physical models) are used to determine the distribution of charge in a blast furnace. At present, there
are no instrumental means of controlling the distribution of charge components. It is shown that the distribution of compo-
nents on the surface of the backfill is the result of the interaction of a number of processes occurring at all stages of the
formation of portions of charge materials, their delivery to the top and unloading into the furnace. There are three ap-
proaches to describe the process of the movement of charge materials in hoppers, on the basis of which mathematical
models have been created for specific objects at the present time and results acceptable for practical use have been
obtained. The first one - in the form of geometric dependencies determines the volume of the zone of active material
movement, the shape of which is determined experimentally, and the volumes of bulk material arrays, which in a given
sequence enter further into the zone of active material movement, and then move vertically to the outlet of the hopper.
The second approach is an attempt to take into account the kinematic patterns of bulk material movement in the zone of
active movement in combination with the provisions of the first approach to describe the behavior of bulk outside the active
zone. The third approach is based on DEM, mathematical models based on which require input data, the receipt of which
causes difficulties in determining, or data, the reliability of which does not have sufficient confirmation. A developed com-
plex mathematical model of the formation of multicomponent portions of charge materials, their loading into the hopper of
a cone-free loading device (CFLD), unloading from the hopper and distribution on the surface of the backfill is presented,
which was created on the basis of the synthesis of a number of models developed and improved by the Institute of Ferrous
Metallurgy Z.1. Nekrasov of the National Academy of Sciences of Ukraine of mathematical models that most fully describe
the entire complex of processes of loading a multicomponent charge into a blast furnace. The model provides determina-
tion of the current component composition of the flow formed during unloading of multicomponent portions from the BLT
hopper, and the full composition of mixtures of charge components in various annular zones of the top. The developed
complex model is successfully used by the Institute of Ferrous Metallurgy Z.l. Nekrasov to solve a number of technological
problems regarding the selection of rational loading modes of operating blast furnaces operating on a multicomponent
charge, including the selection of parameters of special loading modes that ensure the creation of the necessary condli-
tions for lining or washing depending on the current requirements of the smelting process. Information on the distribution
of charge components across the furnace cross-section, which can be obtained using the developed complex model, is
also necessary for conducting analytical studies of physical - mechanical and physical - chemical processes in a blast
furnace, in particular, the conditions of slag formation and the distribution of melt properties in the volume of the blast
furnace.

Key words: blast furnace, charge, components, loading system, coneless loading device, charge distribution, mixtures,
mathematical models.

AHomauis. [MposedeHo aHani3 gidomMux Memodie po3paxyHKy ma MamemamuyHux modenel po3nodiny wuxmosux ma-
mepiarnie Ha KOrIoWHUKY OOMEHHOI reyi, W0 8UKOPUCMOBYIOMbCS 8 MEXHO02i4HIl ma docniOHUUbKIl npakmuyi. 3a3Ha-
YeHo, Wo Oris1 BU3HaYEHHsT Po3nodiny Wuxmu 8 O0MeHHIU rnedi 8UKOPUCMOBYEMbBCS MameMamu4yHe MOOETH08aHHSI, 30K-
pema Ha ocHosi Memody duckpemHux enemeHmie (MOE), ma ekcriepumeHmarnbHi O0CTiOXeHHS (K y MPOMUCIO8UX YMO-
8ax, makK i 3 sukopucmarHsM hisudHux modeneli). Hapasi iHcmpymeHmansHux 3acobie KOHMpPOoIo po3rodiny KOMIOHe-
HmMie wuxmu He icHye. NokasaHo, w0 po3rnodinn KOMIMOHEHMI8 Ha MO8epPXHi 3acurKu € pe3ysibmamom 83aeMo0ii HU3KU
npouecis, wo 8idbysaombCsi Ha 8Cix emarnax ¢hopMysaHHs Mopyill WUxmosux Mamepiaris, ix nodayi Ha KO/TOWHUK ma
gusaHmMaxxeHHs1 8 riy. IcHye mpu nidxodu Ao onucy Npouecy pyxXy Wuxmosux mamepiarie y OyHKkepax, Ha OCHO8i SIKUX Ha
OaHuli MOMeHm cmeopeHi MameMamuyHi Modeni 05151 KOHKpemHux 06'ekmie ma ompumaHi pe3ynbmamu, nputiHAMHI 0ns
pakmu4yHo2o sukopucmaHHs. Mepwul — y suenadi ceomempuyHUX 3anexHocmel susHayae 06'eM 30HU pyxy akmue-
HO20 Mamepiary, ¢hopMa SIKOI u3Ha4YaembCsi eKkcriepuMeHmarnbHo, ma ob'eMu macusie curly4o2o mamepiany, siKi 8 3a-
OaHiti nocnidogHocmi 8xo0simb Oarli 8 30Hy pyXy akmueHOo20 Mamepiasny, a MomiM pyxaombCsi 6epmuKaibHO 00 8UX00y
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3 byHkepa. [pyeul nidxid — ye crpoba epaxysamu KiHeMamuyHi 3aKOHOMIPHOCTMI pyXy Cury4020 mamepiasy 8 30Hi aK-
MUBHO20 PyXy 8 MOEOHAHHI 3 MOMIOKEHHSIMU repuio2o nidxo0dy Orisi onucy noeediHKU cury4o20 Mamepiany nosa akmue-
Hoto 30Hor. Tpemili nioxid 6asyembcsi Ha DEM, mamemamuyHi modeni Ha OCHO8I siKux nompebyoms 8xiOHUX OaHUX,
ompuUMaHHs SKUX 8UKITUKae mpyOHOWi y 8u3HadeHHi, abo daHux, docmosipHicmb SKUX He Mae 00CmamHb020 ridmeep-
OxeHHs. [NpedcmasieHo po3pobirieHy KOMIIIeKCHy MamemMamuy4Hy Modesib popMysaHHs ba2amoKOMIOHEHMHUX nopuyit
wuxmosux mamepianis, ix 3aeaHmaxkeHHs1 8 OyHKep 6e3KOHYCHO20 3agaHmaxyeasbHo20 npucmpoto (633r1), susaHma-
)XeHHs1 3 6yHKepa ma po3nodinly No No8epxHi 3acurku, sika byna cmeopeHa Ha OCHO8I CUHMe3y HU3KU Moderel, po3po-
breHux ma 800CKOHaneHux IHcmumymom YopHoi memanypeii im. 3.1. Hekpacosa HauioHanbHoi akademii Hayk YkpaiHu
MmamemamuyHux moderel, Wo HalinoeHiue onucyms 8eCb KOMIIEKC NMPOuecie 3asaHmMaxeHHs 6a2amoKOMMOHEeHMHOI
wuxmu 8 domeHHy ri4. Modenb 3abe3nedyye 8U3HaYEHHS MOMOYHO20 KOMIOHEHMHO20 CKady MOmMOKY, WO ymeopto-
€mbCcs nid Yac susaHMa)KeHHs1 bazamoKOMIOHeHMHUX rnopuiti 3 6yHkepa BLT, ma noeHo2o cknady cymiweli KOMIOHEH-
mig wuxmu & Pi3HUX Kinbuyesux 30Hax KomowHuka. Po3pobreHa KomnneKkcHa Mooesib ycriuHO 8uKkopucmosyemscsi IH-
cmumymom YopHoi memarypeii imeri 3.1. Hekpacosa 051 supiweHHs1 HU3KU MEexXHO02iyHuUX 3aday wod0o eubopy pauyio-
HarnbHUX Pexumie 3asaHmaxeHHs1 OOMeHHUX neyed, Wo rnpayrooms Ha 6azamoKOMIOHeHMHIU Wuxmi, 8KrtoYaoyu subip
napamempie creyianbHUX Pexumie 3agaHmaxeHHs, Wo 3abe3neyyoms cmeopPeHHsI HeOOXIOHUX yMog O gbymeposKu
abo rpomMueKuU 3anexHo 8i0 MOMOYHUX 8UMO2 M71a8UNIbHO20 npouyecy. IHghopmauis npo po3nodisl KOMAOHeHMI8 wuxmu
10 M1ONEePeYHOMY MepPEPI3y nedi, Ky MoXHa ompumamu 3a 00rMoMo20t0 Po3pobrieHOI KOMIIEKCHOI Moderi, maKox Heob-
XiOHa Ornisi MposedeHHs1 aHanimuy4HUx AocnioxeHb ¢hi3UKO-MexaHiYHUX ma hi3UKo-XiMiYHUX npouyecie y OOMEHHIU nedi,
30Kpema, yMo8 WwirakoymeopeHHs ma po3nodiny enacmusocmeti po3rnagy 8 06'emi OOMEHHOI rnedyi.

Knroyoei cnnosa: OomeHHa rid, wuxma, KOMIOHeHmMuU, cucmema 3a8aHmakeHHs1, 6e3KoHyCHUU 3agaHmasxysarsibHul rnpu-

cmpit, po3nodin wuxmu, cymiwi, Mamemamu4Hi Mooerti.

Introduction.

Controlling the blast furnace operation “from above”
by changing the parameters of the loading mode is one
of the most effective tools for the operational adapta-
tion of the blast furnace smelting process to changes
in charge conditions and regulation of temperature-
thermal and gas-dynamic modes. Control “from above”
is carried out on the basis of information on the distri-
bution of charge materials, gas flow and its character-
istics. At present, a number of technical means of con-
trolling the distribution of the composition and temper-
ature of the gas flow are used, which have proven
themselves quite well. Regarding the distribution of
charge materials, the main source of information re-
mains computational methods - mathematical models.
At the same time, it should be noted that various de-
vices that have been widely introduced recently for de-
termining the configuration of the charge surface and
its temperatures in different zones of the blast furnace
make it possible to obtain an indirect, very approximate
(qualitative) idea of the distribution of raw material and
fuel components of the charge as a whole, without the
possibility of any quantitative assessment of their
masses in different zones of the blast furnace. There
are currently no instrumental means of controlling the
distribution of individual components of the charge. At
the same time, the distribution of the charge compo-
nents and the composition of their mixtures formed in
different zones of the blast furnace largely determine
the formation and development of the gas flow, its
characteristics and their distribution in the volume of
the furnace, the condition of the lining and the possibil-
ity of risks of violating its integrity, the formation of fields
of primary slag formation, the gas permeability of the
zone of low-mobility materials, the parameters of the
plastic zone and a number of other processes and fac-
tors that determine the course and indicators of blast
furnace smelting.

The objective of the study, carried out at the Iron
and Steel Institute of Z.I. Nekrasov of the National
Academy of Sciences (NAS) of Ukraine (ISI), was to
develop a computational tool that enables the
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determination of the distribution characteristics of each
charge component within the furnace volume, with
subsequent determination of ore loads and the compo-
sition of charge material mixtures formed in the con-
ventionally defined annular zones of the blast furnace.

Calculation methods and mathematical models
for the distribution of charge materials on the cru-
cible of a blast furnace, used in technological and
research practice.

Increasing the efficiency of using the regenerative
power of gases in the blast furnace, and as a result,
the overall technical and economic indicators of smelt-
ing is ensured, first of all, due to the rational distribution
of charge materials on the furnace [1].

Charge distribution has an important effect on heat
transfer, mass transfer, and chemical reactions in blast
furnaces [2]. Since the 1970s of the last century, met-
allurgical scientists have been studying the laws of the
movement and distribution of the charge in its working
space for the well-founded management of blast fur-
nace operation. Among the most significant, the re-
search of V.K. Gruzynova In work [3], he first system-
atically analyzed the features of the formation of layers
of charge on the surface of the backfill, clarified the
methodology for calculating the trajectories of the
movement of charge materials after leaving a large
cone. The results of the following studies under the
leadership of V.K. Gruzinova are presented in works
[4, 5].

Among the most significant should also be at-
tributed the results of research carried out by M.M. Ba-
barykin [6], V.M. Klempert, A.O. Hryshkova [7], A.M.
Pokhvisnev, I.P. Kurunov, V.O. Dobroskokom [8], V..
Loginov [9], V.P. Tarasov [10].

It should be noted that until recently, the mathemat-
ical models of the loading and distribution of charge
materials in the blast furnace did not consider the load-
ing and distribution of any specific component loaded
as part of the iron ore or coke feed parts. In addition,
from the entire complex of processes of forming por-
tions (feeds) of charge materials (delivery of them to
the furnace, loading of portions into the loading device



and unloading from it, movement along the path of the
loading device, in particular, a rotating tray, free fall of
the charge flow in the furnace space to the surface of
the backfill, its interaction with the existing profile and
the formation of a new one) in the vast majority of
known models were considered the movement of
charge materials along the path of the loading device,
the movement of the charge in the furnace space and
the formation of the backfill surface after unloading the
next portion (feed). Accordingly, the capabilities of
these models were limited to the calculation of charge
movement trajectories in the blast furnace space, the
determination of the geometric characteristics of the
backfill profile, and the calculation of the mass distribu-
tion of the fuel and raw materials components as a
whole along the radius of the blast furnace, with further
determination of their ratios (ore loads) in conditionally
selected ring zones of the blast furnace. Such models
include the one developed by Nippon Kokkan Corpo-
ration [11], which describes the processes of the down-
ward movement of the charge inside the bowl during
the lowering of the large cone, the pouring of the
charge materials from the bowl and the subsequent fall
to the peripheral area on the surface of the backfill, as
well as the movement from the periphery to the center
of the furnace with the formation of a slope and the
change in the shape of the surface during the rise of
the charge materials. The simulation model of charge
distribution on the blast furnace furnace, also devel-
oped by researchers in Japan [12], takes into account
additional factors: the formation of a mixed layer in the
center of the furnace during the discharge of ore onto
the coke layer, the reduction of the slope angle under
the influence of the gas flow, the change of the slope
angle due to the difference in the charge descent
speeds along the radius of the furnace. The authors
believe that the formation of a mixed layer has the
greatest influence on the distribution of the ore load.

Mathematical models developed in Finland with the
use of neural networks should be singled out in a sep-
arate direction of research on the distribution of mate-
rials on the blast furnace crucible. The published works
[13 - 15] present a developed model of the formation
of a charge layer in a blast furnace, the initial infor-
mation of which is the thickness of the layers, which is
determined by radar measurements of the charge level
in the furnace. Based on the results of the model test-
ing, conclusions were made about the possibility of its
use as a tool for evaluating changes in the charge dis-
tribution indicators - the fuel part of the charge and the
ore load - in operating furnaces. The distribution of in-
dividual components - constituents of both ore and fuel
parts of the charge - was not considered at all.

The installation of bell less blast furnace top charg-
ing system (BLT) with a tray charge distributor on blast
furnaces (since the mid-seventies of the last century)
and the need to select and justify their operating
modes for controlling the technological parameters of
the furnace initiated the beginning of active research
aimed at developing mathematical models of the
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movement of charge materials along the path of the
loading device.

In addition to ICM, which will be discussed below,
studies of the process of loading blast furnaces
equipped with BLT with a tray distributor, aimed at
studying the distribution of charge materials, including
studies using mathematical modeling, were carried out
at the Dnipropetrovsk Metallurgical Institute under the
leadership of V.M. Kovshova [16], A.K. Tarakanova,
N.Sh. Grinstein and V.V. Barrels [17, 18]. In work [16]
V.M. Kovshov presented the results of the develop-
ment of a mathematical description of the movement
of the charge through the inclined surfaces of the dis-
tribution devices - a cone, a tray, in the furnace space
and on top of the backfill. The mathematical model of
loading the furnace with a tray loading device, devel-
oped at NMetAU, allows obtaining quantitative charac-
teristics of the distribution of iron ore and coke compo-
nents of the charge across the cross section of the fur-
nace [17, 18]. As input parameters of the model, the
following are used: type of materials to be loaded;
mass of coke and iron ore portions; bulk mass and
slope angles of materials; working angular positions of
the tray; backfill level; the speed of lowering the charge
materials along the radius of the furnace; the number
and sizes of annular zones for which the quantitative
characteristics of the charge distribution are deter-
mined; the number and sequence of portions of the
charge in the cycle; time of loading portions into the
oven; dimensions of the furnace furnace; the main di-
mensions and characteristics of the operating mode of
the boot device. The initial parameters of the model
are: the value of ore loads of the charge in the annular
cross-sectional areas of the blast furnace, the profile of
the backfill surface of the materials after loading the
batch cycle, the plot of the thickness of the layers of
coke and iron ore materials in the vertical cross-section
of the furnace for the batch batch cycle.

Active research on the development of mathemati-
cal models for the movement of bulk materials along
the BLT tract was carried out in Germany at the end of
the last century. The work of L. Kreutz and B. Bergman
[19]is of interest, which provides a model that provides
a mathematical description of the movement of parti-
cles of charge materials through a tray distributor and
the descent of materials from the end of the tray, the
calculation of the trajectories of their movement in the
furnace space, the formation of the backfill surface, in
particular, under lateral constraints imitating the wall of
the furnace furnace. A number of input parameters of
the model were determined on the physical model of
the crucible of the blast furnace with BLT. The pre-
sented results of experimental studies and calculations
contain data on the formation of the flow of charge ma-
terials on the tray and the peculiarities of the stacking
of materials on the backfill surface. L. Kreutz, H.V.
Goodenau and N. Standish investigated the asymmet-
ric distribution of materials on the furnace crucible
caused by the design features of the BLT with a tray
distributor [20]. Various modifications of the tray distrib-
utor have been studied and constructive
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recommendations and technological measures have
been proposed, contributing to the improvement of the
distribution of charge materials.

At the beginning of the current century, work on the
creation of mathematical models of the movement of
charge materials along the BLT tract and in the furnace
space of the furnace intensified in China [21 - 23, 25,
26]. [21] shows the importance of reliably determining
the trajectory of the charge materials after leaving the
tray and, accordingly, the point of its fall on the backfill
surface for further calculation of the formed profile. In
order to clarify the algorithm for calculating the charge
movement trajectories in the blast furnace space, the
authors performed experimental studies on a blast fur-
nace model with a volume of 2500 m3, made on a scale
of 1:15. In [22], a mathematical model of the movement
of the charge after its exit from the tray distributor is
presented, taking into account the Coriolis force and
the gas resistance force. With the help of the devel-
oped model, the coordinates of the points of fall of the
charge on the backfill surface and the width of its flow
were obtained and analyzed. The values of particle ve-
locities at the unloading end of the tray were compared
with and without taking into account the Coriolis force.
With the help of the developed model, research was
also carried out to determine the influence of the length
and torque of the tray on the flight range of the charge
particle in the blast furnace space. The results of the
simulation were confirmed by measurements made at
the blast furnace using a laser range finder.

In work [23], using mathematical modeling, the in-
fluence of the different cross-section of the furnace at
the rate of descent of the charge on its distribution on
the furnace is considered. The influence of the rate of
descent of the charge in different zones of the blast fur-
nace on the formation of layers of charge materials on
the surface of the backfill was also studied by scientists
of the Republic of Korea [24]. An overview of modern
methods of modeling and control of the charge distri-
bution on the blast furnace crucible is given in [25],
where the peculiarities of the discharge of charge ma-
terials from parallel-installed BLT hoppers are consid-
ered, as well as the equations of the movement of the
charge particles through the tray distributor and the
subsequent formation of layers on the surface of the
backfill, taking into account the displacement of coke,
are given. In [26], the conditions of movement along
trays of rectangular and semicircular cross-section are
considered, the forces acting on the particle moving
through the tray are shown, and the equations of its
motion are given. The trajectories of particle movement
after exiting the tray were determined and dependen-
cies were obtained for calculating the coordinates of
their meeting points with the backfill surface. The relia-
bility of the model was confirmed by the results of pre-
commissioning studies at the blast furnace, during
which measurements of these coordinates were per-
formed using laser instruments.

Works [27 - 38] also consider the calculation equa-
tions of the movement of the charge through the tray
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distributor, the trajectory of its fall in the blast furnace
space, and the characteristics of the layer formed on
the surface of the backfill. The model presented in [28]
contains the equations of the trajectory of the charge
after it leaves the tray and the dependences that de-
scribe the formation of the dependence surface taking
into account the actual values of the angles of the ma-
terials. In [29], a model was considered that provides
the possibility of calculating the trajectories of the fall
of the charge before it falls on the backfill surface, es-
timating the profile of the formed surface, and the dis-
tribution of ore loads along the radius of the blast fur-
nace. The model functions using data from radar me-
ters that monitor the charge level at various points on
the backfill surface, which increases the accuracy of
calculations.

Confirmation of the results of modeling the for-
mation of charge layers can be obtained by measuring
the profile of the backfill surface on an operating fur-
nace with a 3D scanner, as done by the authors of [30],
which describes a mathematical model of charge dis-
tribution in a blast furnace with BLT. The purpose of
the model is to use it in real time for the prompt selec-
tion of charge loading programs. The calculation capa-
bilities of the model, as discussed earlier in [19-29], re-
garding the characteristics of the charge distribution
are limited to determining the distribution of ore loads
along the radius of the furnace.

The features of the model, created using the finite
element method and Visual Basic [32], are the combi-
nation of two calculation blocks, one of which allows
determining the parameters of charge fall trajectories
taking into account the type and mass of portions, the
coefficient of friction of the charge on the tray, the
speed of rotation and the angle of inclination of the tray,
and the other is designed to calculate the characteris-
tics of the distribution of ore loads along the radius of
the blast furnace. The values of the coefficients of the
charge motion equations were specified based on the
results of the model experiment. The model of the for-
mation of the top of the charge fill, described in [33], is
distinguished by the development of new equations for
the formation of internal and external slopes taking into
account the influence of the vertical and horizontal ve-
locities of the charge flow during the formation of the
top of the layer on the surface of the fill. Confirmation
of the reliability of calculations of the formed surface
using the model was also provided by comparing the
calculation results with experimental data.

An overview of studies of the laws of the movement
and distribution of the charge on the furnace of the
blast furnace, carried out by metallurgical scientists,
starting from the 1970s, is given in [34]. As a rule, the
first studies in this area were limited to experimental
measurements of the coordinates of the points of the
charge's falling trajectories in the blast furnace space
and the characteristics of the resulting backfill profile.
Determination of the specified characteristics in a num-
ber of cases was carried out using laser or radar de-
vices. In the work of A. Agerevel [36], with the help of



a developed mathematical model, a study was carried
out with the generalization of the results in the form of
geometric characteristics of the layers and the distribu-
tion of ore loads along the radius of the blast furnace
furnace in conditions of variable content of pellets in
the charge, which affects the course of blast furnace
smelting. A number of publications, for example [37,
38], show the possibilities of developed mathematical
models of charge loading in the part of studies of coke
knocking out processes, its redistribution during the
unloading of iron ore material on the coke layer and the
formation of mixed layers of these materials on the sur-
face of the backfill, as well as the selection of rational
parameters of axial portions of coke and technological
methods of their loading.

Among the review publications, we can also single
out work [39], which examines the development trends
of modeling, control and management of charge distri-
bution in a blast furnace. This review examines meth-
ods for determining the distribution of ore load on a
blast furnace pile, including experimental studies using
physical models, as well as mathematical modeling us-
ing the discrete element method (DEM) and without
using this method. The rapid development of computer
technologies has ensured the progress of numerical
modeling, in particular, with the use of DEM, in the de-
velopment of models that ensure the calculation of the
distribution of ore loads and the characteristics of the
layers of charge materials formed on the blast furnace
furnace.

In recent years, on the basis of DEM, studies re-
lated to the modeling of phenomena and interactions
in the bulk medium, which have a significant impact on
the distribution of the ore load on the furnace of the
blast furnace during loading of charge materials and
the distribution of gas permeability characteristics of
the layers of charge materials being formed, have been
actively carried out. A detailed analysis of blast furnace
charge distribution studies using DEM-based models
is given in a review [40]. According to the authors, the
use of DEM provides a quantitative determination of
the forces acting on each particle, and, therefore, the
possibility of forecasting the spatio-temporal evolution
of the granular flow. The advantages of DEM are that
it can be used to analyze both the parameters of the
bulk material flow in general and the behavior of indi-
vidual particles, which makes it promising to use this
method not only to study the distribution of ore load,
but also to study the gas permeability characteristics of
the layer and its individual zones. The initial parame-
ters of the models created on the basis of DEM are the
morphological characteristics of the material (distribu-
tion of particles by size and shape), its strength prop-
erties (Poisson's ratio and Young's modulus), parame-
ters characterizing the interaction of the particles of the
charge (recovery and friction coefficients, indicators of
the shape of the particles and their surface roughness).
Obtaining reliable results with the help of this model,
which reflect the actual behavior of the material ob-
served in experiments, is determined by the level of re-
liability of the values of the input parameters listed
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above, the determination of which in real conditions
causes great difficulties.

In [41], the results of modeling based on DEM are
presented, which show the influence of the speed of
movement of the particles of the charge on its distribu-
tion on the surface of the backfill and the process of
segregation by size. The modeling results were con-
firmed by experimental studies, during which it was es-
tablished that the distribution of the angular velocity of
particles in the cross section of the chute has a U-
shaped character, while the distribution of the transla-
tional velocity has the form of a convex curve. As you
approach the unloading end of the tray, the distribution
of both velocities becomes more uniform. The flow
width and material mass distribution in the flow were
also determined. The results of the research made it
possible to clarify the features of the formation of the
layer of charge discharged onto the surface of the
backfill and the distribution of particle size in it.

In Japan, with the help of a model developed with
the use of DEM, the circumferential unevenness of the
charge, which occurs when it is unloaded from the BLT
with two parallel-installed hoppers, was investigated,
and its negative effect on the stability of the blast fur-
nace operation was shown [42]. The model describes
the movement of the flow of charge particles in the
valve assembly, the central pipe and on the rotating
tray distributor at different angles of its inclination. The
simulation showed that the cause of the circumferential
unevenness is the displacement of the charge particles
towards the walls in the central pipe, and the degree of
the circumferential unevenness depends on the angle
of inclination of the tray. With the help of the model,
recommendations for installing a conical vertical gutter
were developed to reduce circumferential unevenness.

Unlike previous studies using DEM, which mostly
modeled the behavior of a charge with spherical parti-
cles, in [43] a charge with non-spherical particles was
considered, which is characteristic of real charge ma-
terials. The authors performed a comparative study of
the effect of different particle shapes on the charge dis-
tribution in a blast furnace.

Thus, the analysis of previously performed re-
search in the field of developing mathematical models
and methods for calculating the characteristics of the
distribution of charge materials showed that the vast
majority of works [11 - 43] were devoted to the distri-
bution of iron ore and coal-containing parts of the
charge in general, without assessing the distribution of
the components that are part of them.

The steady trend of increasing the cost of raw ma-
terials and fuel determines the operation of blast fur-
naces in batch conditions that change continuously
and are characterized by the use of low-quality materi-
als, the use of a multi-component batch with the simul-
taneous use of two or more types of each of the main
components (agglomerate, pellets and coke), the intro-
duction of substandard (screened) fractions of batch
materials into the batch, as well as the use of various
fuel-regenerative, garnish-forming and washing addi-
tives [44, 45]. In blast furnace production, technological
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methods of introducing various non-traditional iron-
containing materials (including fractions of agglomer-
ate and pellets that are sifted out), fuel and carbon-
containing additives into the composition of the charge,
which were actively developed by V.l. Bolshakov [1],
V.O. Dobroskok, Y. Buchwalder, E. Lonardi, S. Koeh-
ler [46, 47], L.D. Nikitin, Bugaev S.F. [48], E.A. Shepe-
tovskyi [49], S.L. Yaroshevskyi, V.O. Nozdrachov, O.V.
Kuzin [50, 51] and others. As shown in these works,
improvement of blast furnace loading technology by
finding and implementing rational formation parame-
ters and modes of loading portions of multicomponent
charge is a promising direction for reducing the con-
sumption of scarce energy sources and ensuring the
necessary level of energy efficiency of blast furnace
smelting. For example, the practical experience of in-
troducing pellets into the blast furnace charge and the
results of numerous studies conducted under the lead-
ership of V.I. Bolshakov [1], proved the advantages of
loading them in a mixture with agglomerate in the form
of mixed portions with a given structure, as well as the
negative consequences of separate loading of these
components. The results of previously performed re-
search and the experience of industrial testing of vari-
ous technological methods of loading a multi-compo-
nent charge showed that mixing iron ore charge mate-
rials and coke before loading into the blast furnace, in-
troducing into the charge additives of the desired pur-
pose with the formation of a mixed layer of charge ma-
terials on the furnace of the blast furnace, as well as
introducing sifted fractions of charge materials into the
blast furnace charge and loading them into composi-
tion of multicomponent mixed portions is one of the
most effective ways to reduce the energy intensity of
blast furnace smelting and reduce the cost of cast iron,
provided that the parameters of the formation of mixed
portions of the charge and their loading mode are well-
founded [1, 44 - 46].

The distribution of components on the surface of
the backfill is the result of the interaction of a number
of processes that occur at all stages of the formation of
portions of charge materials, their delivery to the fur-
nace and discharge into the furnace [45]. Depending
on the method of delivery of the charge to the furnace,
the formation of portions of charge materials is carried
out by unloading the components of the charge onto a
conveyor or into skips in a specified sequence and with
a given distribution of component masses on the basis
of technological requirements for the structure of the
portion. In the process of forming multi-component por-
tions and loading them into the blast furnace, as a re-
sult of repeated overloads, the location of the compo-
nents in the volume of the portion changes signifi-
cantly, the components are mixed, and masses of un-
mixed materials and mixtures with different composi-
tions are formed. As a result of the redistribution of
components in the portion volume, the sequence of un-
loading components from the BLT hopper is signifi-
cantly different from the sequence of their loading into
the hopper, therefore the current component
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composition of the output flow of the charge, which
comes from the hopper to the distribution tray, is not
determined, which significantly reduces the informa-
tiveness and technological value of the calculations of
the distribution of charge materials in the blast furnace.
In this regard, at a certain stage, the effectiveness of
the use of multi-component charge was restrained by
the lack of technical means of control and calculation
tools for evaluating the distribution of components in
the blast furnace, which led to the urgency of develop-
ing mathematical models that would describe the pro-
cesses of loading multi-component portions of charge
materials to BLT hoppers and unloading from them
with the possibility of determining the component com-
position of the output stream throughout the portion un-
loading time. In combination with mathematical models
of the formation of portions, the movement of the
charge along the BLT tract and along the distribution
tray after leaving the hopper, flight in the blast furnace
space, and the formation of the backfill surface, the
availability of such data provides the possibility of fur-
ther calculation of the characteristics of the distribution
of each component of the charge on the surface of the
backfill, forecasting the composition of mixtures of
charge materials in different zones of the blast furnace
and the properties of the melts that are formed from
them. Accordingly, there is an opportunity to implement
the technological requirements for the distribution of
charge components, which provide the most rational
thermal and gas-dynamic regimes, as well as recovery
and slag formation regimes that correspond to the
composition of mixtures of charge materials in different
zones of the blast furnace. Information on the distribu-
tion of components of the blast furnace charge across
the cross-section of the furnace is important not only
for the selection or prompt adjustment of parameters
of the operating modes of the blast furnace, it is also
necessary for conducting analytical studies of the
physico-mechanical and physico-chemical processes
occurring in it. To solve these tasks, it is necessary to
develop a complex mathematical model of loading a
blast furnace, which can be created as a result of the
synthesis of a number of mathematical models that
take into account to the maximum possible extent the
peculiarities of the movement of multi-component por-
tions of charge along the path "charge supply - surface
of the backfill", and first of all, the movement and mix-
ing of arrays of charge materials in the process of form-
ing portions on the main conveyor, in skips, during their
sluicing in BLT hoppers and distribution on the backfill
surface. Thus, a complex mathematical model should
contain separate mathematical models describing the
behavior of bulk materials:

- a model of the formation of multi-component por-
tions of the charge in bell less blast furnace top charg-
ing system and with skip delivery of the charge to the
furnace;

- a model for loading multi-component portions of
the charge into the BLT hopper, which for systems with
skip delivery of the charge to the coke takes into



account, including, the redistribution of components in
the volume of the skip when turning it in the unloading
curves;

- a model for unloading multi-component portions
of the charge from the BLT hopper, which provides a
calculated determination of the content of each com-
ponent in the output stream;

- the model of the movement of charge materials
along the BLT tract (in the valve assembly, the central
pipe and along the tray distributor) and the blast fur-
nace space;

- a model of the fall of a multi-component charge
on the surface of the backfill and distribution on it in the
form of the formation of layers, which provides a calcu-
lated determination of the component composition of
the charge in a given zone of the blast furnace.

From the listed models, we currently do not know of
models for loading multicomponent portions of the
charge into the BLT hopper, which describe the redis-
tribution of components in the volume of the skip when
it is turned in the unloading curves.

Regarding the models for unloading multicompo-
nent portions of the charge from the BLT hopper, it
should be noted that until recently there were only sin-
gle examples of models that provided a calculated de-
termination of the content of each component in the
output stream. These include studies of the distribution
of fine coke loaded as part of iron ore portions [52, 53],
as well as the work of I. Matsui, A. Sato, T. Oyama, T.
Matsuo [54], which should be noted as containing very
interesting results from a practical point of view. It pre-
sents the results of research on large-scale physical
models, which show the change in the content of pel-
lets loaded into the iron ore portion together with the
agglomerate, in the outlet flow from the hopper and
along the radius of the blast furnace, depending on the
location of the dose of pellets in the portion.

The limited number of research results on the dis-
tribution of individual (separated) components of the
charge is primarily due to the fact that the mathemati-
cal description of the movement of bulk materials,
which are the charge materials of blast furnace produc-
tion, has always encountered significant difficulties.
This is explained by the specific properties of bulk ma-
terials, which are a discrete medium made of solid par-
ticles, the behavior of which in the process of move-
ment in some manifestations under certain conditions
may be similar to the behavior of liquids, but in most
cases obeys specific regularities inherent only to bulk
media.

Modern ideas about the flow patterns of bulk mate-
rials were formed on the basis of research into this pro-
cess over the past 100 years. Despite the large amount
of theoretical and experimental research carried out up
to now, a universal theory of the flow of bulk materials,
including a formalized description of their movement in
hoppers, which could be applied to a wide class of bulk
materials, has not been created. Moreover, the defini-
tion of the subject of research - bulk material - is for-
mulated by different researchers with significant varia-
tions regarding their main properties and features,
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which is due to the difference in the applied tasks faced
by the authors of the research.

To describe the process of movement of bulk ma-
terials in hoppers, three approaches can be used, on
the basis of which mathematical models have been
created for specific objects and results acceptable for
practical use have been obtained.

The first one is based on the description of the laws
of flow of the batch material in the form of geometric
dependencies that determine the volume of the zone
of active movement of the material ("discharge fig-
ures"), the shape of which is determined experimen-
tally, and the volumes of massifs of bulk material,
which successively enter the zone of active movement
of the material, and then move vertically to the dis-
charge opening of the hopper. At the same time, one
of the mandatory conditions is the equality of the vol-
ume of material arriving per unit of time in the zone of
active movement, and the volume consumption of ma-
terial being unloaded. In order to take into account the
loosening of the material inside the massif in the hop-
per during the outflow and entry of a certain amount of
material into the zone of active movement from the
side surface that limits this zone, some authors intro-
duce an empirical constant value [55 - 60].

The content of components in the output flow of
charge materials from the BLT hopper can be deter-
mined using mathematical models developed by K.
Nakano, I. Isei, and K. Sunahara [61, 62] in collabora-
tion with colleagues, which are based on the distribu-
tion of the entire volume of the charge in the hopper
into arrays, for which a certain sequence of the exit of
these arrays from the hopper is specified, repeatedly
confirmed experimentally.

At the same time, it should be noted that the con-
sidered mathematical models [52 - 62] do not cover the
entire complex of processes of moving arrays of
charge components and their mixing on the path of the
loading system "charge feed - furnace", in particular,
they do not take into account the effect of mixing com-
ponents during unloading from skips to the BLT hop-
per.

The second approach is an attempt to take into ac-
count the kinematic regularities of the movement of
particles of bulk material in the zone of active move-
ment in the initial phase of outflow in combination with
the determination of the volumes of masses of bulk,
which will further enter the zone of active movement of
the material, in the form of geometric dependencies
[63].

To describe the patterns of movement of bulk ma-
terial in the zone of active movement, which the au-
thors of the kinematic model call the zone of converg-
ing flow, they use the dependence of the speed of par-
ticles on their initial and current coordinates [64], which
makes it possible to analytically substantiate and de-
termine the shape of the "discharge figure".

According to our evaluation, the dependences pro-
posed by the authors make it possible to obtain a sat-
isfactory convergence with the data of experimental
studies of IPM at industrial facilities, only in the
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converging flow zone (the error in determining the exit
time of individual particles does not exceed 9%), how-
ever, less reliable results were obtained for the remain-
ing zones of bulk material. A preliminary analysis of the
dependencies of the kinematic model of flow of bulk
materials showed that if these dependencies are used
for three-dimensional modeling of the process, the
zone of active movement of the material will be a pa-
raboloid of rotation. As mentioned above, on the basis
of the dependencies of the kinematic model of outflow,
only the type of curve limiting the zone of active move-
ment is determined, and the mathematical description
of the subsequent stages of the process, as during the
application of the first approach, is reduced to the de-
termination of the corresponding volumes of bulk ma-
terial, which successively enter the zone of active
movement from the surface of the formed funnel.

The third approach is based on DEM, the mathe-
matical models on the basis of which require the as-
signment of a number of input data, the acquisition of
which causes difficulties in determining, or data, the re-
liability of which does not have sufficient confirmation.

In [65], modeling with the use of DEM was used to
quantify the segregation of charge materials by size
during loading of the BLT hopper and changes in the
content of individual fractions in the flow of charge ma-
terial discharged from the hopper. Using this method,
R. Kumar, Ch.M. Petelem, AK. Yana [66], D.K.
Chibwe [67] and a number of other researchers have
currently developed algorithms that ensure the possi-
bility of determining the sequence of exit of individual
components from the hopper and their mass ratio in
the flow. In combination with mathematical models of
the movement of charge materials through the BLT
tray, in the furnace space and their distribution on the
backfill surface in the furnace, models of this class can
provide calculation characteristics of the distribution of
charge components along the radius of the furnace.

ISI has been conducting multi-faceted analytical
and experimental studies of the process of loading
charge materials and their distribution in the working
space of the blast furnace for a long time. Under the
leadership of Academician of the National Academy of
Sciences of Ukraine V.. Bolshakov developed a meth-
odology for pre-commissioning studies on blast fur-
naces with BLT [1, 68]. The research involved deter-
mining the main parameters of the flow of charge ma-
terials during its movement along the BLT tract and in
the furnace space, as well as the characteristics of the
distribution of charge materials on the backfill surface.
The practical experience acquired in the process of
mastering BLT installed on blast furnaces became the
basis for the development of a number of calculation
methods and mathematical models, in particular: the
movement of the charge through the working surfaces
of the valve assembly and the tray distributor, the
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calculation of the trajectories of the movement of the
charge materials in the blast furnace space, the deter-
mination of the meeting points of the material flow with
the backfill surface and the calculation of the distribu-
tion of ore loads along the radius of the furnace furnace
[1, 45 - 49].

Analytical and experimental studies of the last dec-
ade, carried out at the ICH, made it possible to clarify
previously developed mathematical models and carry
out a series of developments to create a complex
mathematical model of blast furnace loading, which
describes as fully as possible the processes of forming
multi-component portions of charge materials at the
charge feed, delivering these portions to the furnace,
loading them into BLT hoppers and unloading them,
the movement of charge materials in a tray that rotates,
and in the blast furnace space, their fall on the backfill
surface and distribution on this surface. The main pur-
pose of developing such a model was to ensure the
possibility of determining the characteristics of the dis-
tribution of each of the components of the charge along
the radius of the blast furnace and, accordingly, the
composition of mixtures of charge materials formed in
different zones of the blast furnace.

The solution of this urgent task, in turn, made it pos-
sible to determine the high-temperature properties of
mixtures of charge components, the composition and
properties of the formed melts, and also made it possi-
ble to get an idea of the nature of their distribution
along the cross-section of the furnace.

The results of research and development work.

The general block - diagram of the algorithm for
modeling the process of loading multicomponent por-
tions of charge materials into the blast furnace is
shown in Fig. 1. The components of a complex mathe-
matical model of the process of loading a multicompo-
nent charge into a blast furnace are as follows.

A model of the formation of multi-component por-
tions of the charge in bell less blast furnace top charg-
ing systemand with skip delivery of the charge to the
furnace.

The structure of the portion in loading systems with
conveyor delivery of the charge to the furnace is un-
ambiguously specified by assigning the components
the corresponding indices, assigning the masses of the
doses of the components, and determining the leading
component (which go first to the hopper of the loading
device), assigning the offset values of the beginning of
the dose of other (known) components, relative to the
beginning of the dose of the leading component (Fig.
2). The displacement is expressed in units relative to
the mass of the portion. During conveyor loading into
the BLT hopper, each part of the portion on the con-
veyor, which differs in the composition of components,
forms a separate layer in the hopper, in which the input
masses of the components and their ratio are stored.
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Figure 2 — The structure of a mixed multicomponent batch of charge materials on a conveyor

In systems with skip delivery of the charge to the
furnace, a portion of the charge materials in the fin-
ished form is formed in the hopper of the loading de-
vice. In this regard, along with the loading sequence of
feed skips, the location of the layers of components
and their mixtures for each feed skip should be speci-
fied in the form of a layer index, which corresponds to
the order of arrival of the component or mixture of com-
ponents in the skip with the indication of the mass of
charge materials in each layer.

The unloading of materials from the skip to the BLT
hopper is carried out during the movement of the skip
in the unloading curves, starting from the moment
when the angle of inclination of the free surface of the
material in the skip to the horizontal exceeds the angle
of resistance to the shear of the material. During the

unloading of the skip, the layers of the charge formed
during its loading are intensively mixed. The layout of
the loaded and unloaded layers of bulk materials in the
skip is shown in Fig. 3. The output data of the model
are the mass, volume and component composition of
the charge layers loaded into the BLT hopper.

The model of loading multi-component portions of
the charge into the BLT hopper, which takes into ac-
count, among other things, the redistribution of compo-
nents in the volume of the skip when turning it in the
unloading curves.

Determination of the mass distribution of the com-
ponents and their mixtures in the volume of the portion
loaded into the BLT hopper is carried out identically for
the options of skip and conveyor loading of the hopper.
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1 — 3 — layers of bulk materials formed during skip loading; I - VI — layers of bulk materials unloaded from
the skip (loaded into the BLT hopper)
Figure 3 - Diagram of the location of loaded layers of bulk materials in the skip and layers unloaded from the
skip.

Based on the known volume of the layer of bulk ma-
terials loaded into the BLT hopper and its component
composition, the coordinates of the points of intersec-
tion of the straight lines bounding the surface of the
bulk materials formed after loading this layer with the
lines of the internal contour of the BLT hopper are de-
termined. Thus, it becomes possible to imagine the
structure of the portion in the BLT hopper in the form
of a series of layers of different shapes with the known
volume and composition of the components of each
layer, which, in the presence of the index of each layer,
uniquely characterizes the structure of the multicompo-
nent portion in the hopper (Fig. 4).

The model of unloading multi-component portions
of the charge from the BLT hopper, which provides a

calculated determination of the content of each com-
ponent in the output stream.

One of the approaches (analyzed above) was used
to describe the process of movement of bulk materials
in hoppers, based on which mathematical models for
specific objects have been created and results ac-
ceptable for practical use have been obtained [78].
This approach is based on the description of the laws
of the flow of the batch material in the form of depend-
encies that determine the volume of the zone of active
movement of the material ("discharge figures"), and
the volumes of massifs of bulk material that succes-
sively enter the zone of active movement of the mate-
rial and move vertically to the discharge opening of the
hopper (Fig. 4).

Figure 4 - Diagram of the location of the loaded layers of charge materials in the BLT hopper and the layers
unloaded from it.

In the model, the shape of the zone of active move-
ment of the material and the sequence of the output of
elementary volumes of the material from the hopper
are specified, which have been repeatedly confirmed
by the research of the ISI experimentally. The output

116

data of the model are the masses of the components
in each elementary volume of the unloaded material.

The model of the movement of charge materials
along the BLT (in the valve assembly, the central pipe
and along the tray distributor).



The model contains a mathematical description of
the process of movement of charge materials from the
plane of the discharge opening of the BLT hopper to
their exit from the rotating tray. A system of differential
equations is used to describe the complex movement
of charge particles on the surface of a rotating tray (Fig.
5).

The output data of the model are the magnitude
and direction of the speed of movement of the charge
particles at the time of exit from the tray.

The model of the fall of a multi-component charge
on the backfill surface and distribution on it in the form
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of formation of layers, which provides a calculated de-
termination of the component composition of the
charge in a given area of the blast furnace.

The model contains the equations of movement of
the charge in the furnace space of the blast furnace
and dependencies that describe the process of for-
mation of the backfill surface on the furnace in the form
of a gradual increase and distribution of the volume of
discharged charge materials until the BLT hopper is
completely emptied.

1 - the central pipe of the BLT; 2 - the direction of movement of the charge material; 3 - distribution tray; 4 -
longitudinal axis of the tray; 5 - the center of gravity of the flow at the beginning of movement along the tray; 6 -
the limits of the flow of charge materials on the tray; 7 - trajectory of the center of gravity of the flow; 8 - the
trajectory of the movement of the material point along the tray; 9 - position of the center of gravity of the flow on
the unloading end of the tray; a - angle of inclination of the tray to the vertical, degrees; w - angular speed of tray
rotation, rad/s; ¢ - the angle of lifting (deposition) of materials on the tray, degrees; Fq - gravitational force, N;
Fcsr - centrifugal force from tray rotation, N; Feor - Coriolis force, N; Fcts. - centrifugal force from lifting (carrying)
materials onto the side of the tray, H; N is the normal component of the reaction force, N.

Figure 5 — Diagram of the forces acting on a charge particle during movement along the tray.

The model takes into account the peculiarities of
the formation of the backfill surface in the wall and axial
zones of the blast furnace, as well as the influence of
the processes of redistribution of the coke layer when
the iron ore portion is unloaded onto it. The model pro-
vides a calculated determination of the characteristics
of the distribution of masses and volumes of charge
materials discharged in different angular positions of
the tray, in the annular zones of the furnace. The con-
tent of the components of the charge and the compo-
sition of mixtures of charge materials in the annular
zones of the furnace is determined on the basis of the

data on the content of the components in the flow of
the charge in the specified angular positions of the tray,
which are the initial data of the model of unloading por-
tions of the charge from the BLT hopper. An example
of a fragment of a table with output data of a complex
mathematical model of the process of loading a multi-
component charge into a blast furnace, as well as the
distribution of component masses along the radius of
the furnace according to the results of the simulation of
the loading cycle consisting of 10 passes, is given be-
low (Table 1, Fig. 6).
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On the basis of the synthesis of mathematical mod-
els describing the processes of loading multi-compo-
nent bulk materials, their unloading from the BLT hop-
per, movement along the distribution tray of the loading
device and distribution on the backfill surface, which
were developed in ISI earlier [79] and improved, a
complex mathematical model of the formation of multi-
component portions of bulk materials, their loading into
the BLT hopper, unloading from the hopper and distri-
bution on surface of the backfill [80].

The model provides determination of the current
component composition of the flow formed during
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unloading of multi-component portions from the BLT
hopper, and the full composition of mixtures of charge
components

in different ring zones of the furnace. Mathematical
and algorithmic support of the model was developed
on the basis of the established fundamental depend-
ences of the flow of charge materials from hoppers and
their movement along the BLT path, as well as the re-
sults of numerous experimental studies performed by
ICH at blast furnace production facilities in industrial
conditions.

Table 1 — Fragment of a table with output data of a complex mathematical model of the process of loading a

multicomponent charge into a blast furna

Parameter, charac-

teristic L 2 e =
Values (relative)

gi‘l’ge boundary ra- a16 0447 0548 0,632
Zone mid-radius 0,158 0,382 0,498 0,590
Sinter mass 0,059 0,088 0,116 0,111
Mass of pellets 0,021 0,041 0,077 0,110
Mass of coke 0,156 0,131 0,097 0,087
Mass of scrap 0,020 0,040 0,076 0,109
Mass of anthracite 0,018 0,038 0,076 0,110
Mass of nut coke 0,026 0,047 0,083 0,116
Ore mass 0,060 0,079 0,117 0,129
Mass of ore part 0,045 0,070 0,101 0,111
Mass of coke part 0,149 0,125 0,097 0,090
Ore load 0,300 0,557 1,046 1,229
Ore part volume 0,046 0,071 0,103 0,111
Coke part volume 0,152 0,127 0,097 0,090

No. of the ring zone of the blast furnace top

5 6 7 8 9 10

0,707 0,775 0,837 0,894 0,949 1,000
0,670 0,741 0,806 0,866 0,922 0,974
0,100 0,089 0,091 0,103 0,115 0,128
0,136 0,160 0,145 0,119 0,104 0,088
0,085 0,082 0,088 0,092 0,092 0,091
0,145 0,180 0,137 0,113 0,099 0,081
0,130 0,145 0,152 0,125 0,111 0,096
0,130 0,141 0,146 0,119 0,104 0,089
0,111 0,087 0,099 0,103 0,108 0,117
0,114 0,117 0,111 0,109 0,111 0,112
0,089 0,087 0,093 0,093 0,090 0,088
1,289 1,342 1,200 1,172 1,227 1,279
0,113 0,115 0,109 0,108 0,111 0,113
0,088 0,086 0,091 0,092 0,090 0,088
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Figure 6 — Mass distribution of charge components along the radius of the to

The model takes into account the influence of the
complex of processes of moving mass of charge ma-
terials and mixing components in the process of move-
ment and overloading of multi-component portions of
the charge, starting from the stage of unloading them
on the blast conveyor, or loading them into skips before
unloading them on the surface of the backfill on the for-
mation of the characteristics of the distribution of the
components of the charge on the surface of the back-
fill, including the redistribution of components in the
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volume of the skip when it is turned in unloading
curves.

The developed mathematical model contains data-
bases of structural parameters of blast furnaces, load-
ing devices of various types, skips, as well as data-
bases of loading programs and characteristics of
charge materials. It is possible to introduce different
velocities in the ring zones of the blast furnace if there
is a profiler on the blast furnace. One of the most im-
portant results that can be obtained with the help of the



model is the quantification of the mass of each compo-
nent of the charge entering the considered annular
zone during the unloading of the charge materials dur-
ing the discharge of the charge materials in each in-
volved angular position of the BLT tray.

This makes it possible to analyze the influence of
the quantitative characteristics of the applied program
for the distribution of charge materials on the indicators
of the distribution of individual components, both the
iron ore and fuel parts of the charge, as well as the ore
loading, and creates the possibility of selecting and ad-
justing the program based on the results of predictive
calculations before introducing it into the loading con-
trol system, which significantly reduces the duration of
the development of rational charge loading programs
and reduces the risk of making ineffective decisions.

The research carried out in recent years has shown
the possibilities of using a complex model of the distri-
bution of charge components in solving various tech-
nological problems. In particular, based on the results
of mathematical modeling of the distribution of charge
components in the annular zones of the blast furnace,
it is possible to determine the parameters of the plastic
zone in the blast furnace, which largely determines the
parameters of blast furnace melting [81].

The results of modeling with the help of a complex
model make it possible to evaluate the possibility of im-
plementing the requirements for the distribution of
charge materials and gas flow during the operation of
blast furnaces in various technological conditions [82].

It is known that the properties of primary slags sig-
nificantly affect the operation of the blast furnace and
furnace heating, and the position of the zone of primary
slag formation in the furnace depends primarily on the
composition of the charge. In this regard, one of the
problems that can be solved by predicting the proper-
ties of primary slag melts is the justification of the
choice of the composition of the charge. Methods of
optimizing the composition of the blast furnace charge,
which are known and used at present, do not take into
account the uneven distribution of its component com-
position in the working volume of the blast furnace and
the related features of the processes of heating, recov-
ery and melting of the charge materials in its various
zones. Accordingly, the specificity of the properties of
the melts formed in different zones of the working
space of the blast furnace is not taken into account.
The ability to assess the properties of primary slag
melts in different zones of the furnace will allow pre-
dicting the state and parameters of the plastic zone,
which largely determines the efficiency of the melting
process.

The developed complex mathematical model of the
distribution of a multi-component charge on the fur-
nace of a blast furnace in combination with physico-
chemical models of high-temperature transformations
of iron ore components of the charge makes it possible
to calculate the properties of primary slag melts in dif-
ferent zones of the blast furnace. The use of these
models made it possible to improve the method of es-
timating the composition and indicators of high-
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temperature properties of iron ore materials and pri-
mary slag melts, which are formed in selected zones
of the blast furnace as a result of the distribution of the
charge components during loading. With the help of
this ICM method, predictive and analytical studies of
the properties of primary slag melts in different zones
of blast furnaces during their operation in different
technological conditions have been carried out in re-
cent years. Based on the forecast of the properties of
the primary slag melts and their comparison with the
characteristics set by the technological requirements,
an assessment of the effectiveness of the applied load-
ing modes and slag modes is performed, based on
which well-founded decisions are made on manage-
ment and adjustment of their parameters.

Conclusions.

1. Analysis of well-known calculation methods and
mathematical models for the distribution of charge ma-
terials on the crucible of a blast furnace, which are
used in technological and research practice, showed
that mathematical modeling using the results experi-
mental studies remain the main way of obtaining infor-
mation about the distribution of charge materials.
There are currently no instrumental means of control-
ling the distribution of charge components.

2. It is also shown that the distribution of compo-
nents on the surface of the backfill is the result of the
interaction of a number of processes occurring at all
stages of the formation of portions of charge materials,
their delivery to the furnace and unloading into the fur-
nace. In the process of forming multi-component por-
tions and loading them into the blast furnace, as a re-
sult of repeated overloads, the location of the compo-
nents in the volume of the portion changes signifi-
cantly, the components are mixed, and masses of un-
mixed materials and mixtures with different composi-
tions are formed. As a result of the redistribution of
components in the volume of the portion, the sequence
of unloading components from the BLT hopper is sig-
nificantly different from the sequence of their loading
into the hopper. At the same time, the distribution of
charge components and the composition of their mix-
tures formed in different zones of the blast furnace
largely determine the formation and development of
the gas flow, its characteristics and their distribution in
the volume of the furnace, the condition of the lining
and the possibility of risks of violation of its integrity, the
formation of fields of primary slag formation, the gas
permeability of the zone of slow moving materials, the
parameters of the plastic zone and a number of other
processes and factors that determine the course and
indicators of blast furnace melting.

3. Three approaches to modeling one of the more
complex processes that take place on the path of the
loading system - the unloading of multi-component
portions from the BLT hopper - are highlighted. The
first - in the form of geometric dependencies, deter-
mines the volume of the zone of active movement of
the material, the shape of which is determined experi-
mentally, and the volumes of massifs of loose material,
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which in a given sequence will further reach the zone
of active movement of the material, and then move ver-
tically to the outlet of the hopper. The second approach
is an attempt to take into account the kinematic laws of
movement of bulk material in the zone of active move-
ment in combination with the provisions of the first ap-
proach to describe the behavior of bulk material out-
side the active zone. The third approach is based on
DEM, the mathematical models on the basis of which
require input data, the acquisition of which is difficult to
determine, or whose reliability is sufficiently confirmed.

4. On the basis of the synthesis of mathematical
models describing the processes of loading multicom-
ponent bulk materials, their unloading from the BLT
hopper, movement along the distribution tray of the
loading device and distribution on the backfill surface,
which were developed and improved in the ICH, a
complex mathematical model of the formation of multi-
component portions of batch materials, their loading
into the BLT hopper, unloading from the hopper and
distribution on the backfill surface was developed. The
model provides determination of the current
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component composition of the flow formed during the
unloading of multicomponent portions from the BLT
hopper, and the full composition of mixtures of charge
components formed in different annular zones of the
blast furnace.

5. Over the past 15 years, the developed complex
model has been successfully used by the ISl to solve
a number of technological tasks regarding the selec-
tion of rational loading modes of operating blast fur-
naces operating on a multicomponent charge, includ-
ing for the selection of parameters of special loading
modes that provide the necessary conditions for the
formation of garnish or washing depending on the cur-
rent requirements of the smelting process. Information
on the distribution of charge components across the
cross-section of the furnace, which can be obtained us-
ing the developed complex model, is also necessary
for conducting analytical studies of physico-mechani-
cal and physico-chemical processes in the blast fur-
nace, in particular the conditions of slag formation and
the distribution of properties of melts in the volume of
the blast furnace.
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Complex solid-phase reduction in a blast furnace of self-healing pellets

CAMOBITHOBJIIOBAJILHUX OKATHIIIB X0JI0HOI arjioMepanmii, o MiCTATH

Vaniukov A.A., Ivashchenko V.P., Ivanova L.Kh., Kovalov M., Tsybulia Ye.

of cold agglomeration containing by-product carbon materials
of metallurgical production

Banwkoe A.A., Isawyenko B.IL, Ieanoega J1.X., Kosaiwvoe M., lluby.as €.
Kommuiexkcne TBepaogasHe BiTHOBJIEHHS B JOMEHHIN nmeyi

noOIYHi Byrjeuesi Marepiajau MeTaJypriiHoro BUpOOHUITBA

Abstract. The reactions of direct and indirect reduction occurring during the heat treatment of self reducing pellets (SRP)
have been studied. In this investigation Blast furnace (BF) sludge which contains particles of coke, has been included in
the SRP blend as a source of solid reductant. In the SRP as a part ot the blast furnace burden occur the reactions
simultaneously: inside of SRP-direct reduction by Cs.jig; gasification of carbon and indirect reduction by CO; and outside
of SRP-indirect reduction of iron bearing oxides by reducing gas coming from the hearth of blast furnace through the
column of charged materials. The experiments was performed continuously from the start temperature (~200 °C) to the
experimental temperature (500 °C; 700 °C; 900 °C; 1100 °C) in argon free environment. Upon reaching the desired tem-
perature argon was replaced by hydrogen during 30 minutes. After that the reduced probe of SRP was cooled in argon.
The objective of the present work is to research a quantitate ratio of degree direct reduction inside of SRP and degree of
indirect reduction outside of SRP on the top of the blast furnace.

Key words: self reducing pellets; direct and indirect reduction degree; degree of metallization.

AHomauisi. [poyecu domeHHOI neyi 8idpi3HssembCsi 8id npouecie sUPobHUYMEea 3ariza npsMuM 8idHOB8MEHHSIM. Y meep-
Oux i camosiOHoe8anbHUX bpukemax (CBP) y cknadi wuxmu doMeHHOI neyvi o0HoyacHo 8i0bysarombcsi peakuii: ece-
peduHi CBP — npsive 8idHO8EHHS 8yarneuem (meepoum); 2a3upikauisi 8yaneyto ma Herpsame 8iOHOBIEHHST MOHOOKCUOOM
gyarneyto, a 308Hi CBP — Herpsime 8iOHO8EHHSI 8iIOHOB/1H08aTbHUM 2a30M, W0 Hadxodumb 3 nody OOMeHHOI reyi. IHme-
epanbHull cmyriHb 8i0HosneHHs CBP, a came npsive 8idHo81eHHs meepOum syaneyem, wo micmumscs 8 CBP, ma He-
npsiMe 8i0OHOB/EeHHSI 8iOHOB8aIbHUM 2a30M — 800HeM 308Hi CBP, docnidxysaescs npu memnepamypax 500; 700; 900
ma 1100°C.. Bynu ouiHeHi cmyneHi 8i0HosneHHs1 CBP meepdum gyeneuem (8cepeduHi 3pa3ka) 8 ammocghepi apeoHy
800HEM (308HilLIHSI TOBEPXHST 3pa3ka) 3a 00ITOMO20K0 eKCriepuMeHmy 3 8i0HosneHHs. OmpumaHo HacmyirHi pe3ynsmamu.
BidHoeneHHsi F203 do Fe304 eidbysaembcsi npsMumM iOHOBMEHHSIM (CmyriiHb MPsIMO20 8iOHOBMEHHST CMaHo8UMb
46,06%) ma HenpsiMum 8i0HO8EeHHSIM 800HeM (cmyriHb 8i0Ho8MeHHs 53,94%) 3a memnepamypu 500 °C. Bmicm KucHio
8 F203 dns nepexody Ha Fe304 dopisHioe 15,8%, wo eidrnosidae iHmMezpanbHOMy cmyneHto 8iOHogneHHs1 — 16,5%.
AHaroaiyHo, iHmeeposaHuli cmyniHb 8i0HOB8MIeHHS npu npsimit memnepamypi 700 °C OopigHioe 97,1%, wo ekoyae
34,9% 3a npsimoi memnepamypu 700 °C; ma 100%, w0 ekmoyae 48,7% 3a npsimoi ma 51,3% 3a Hernpsimoi 8i0HO8/1eHHS
3a memnepamypu 900 °C. IHmezposaHuli cmyriHb 8idHo8neHHs1 dopieHroe 100%, wo skrovae 98,6% 3a npsimoi 8idHos-
neHHss meepdum syarneyem 3a memnepamypu 1100 °C. XimiqHuli aHarni3 8iOHO8IeHO20 NOMIMEPHO20 80JIOKHUCIMO20 Ma-
mepiany (SRP) noka3ag 3miHy cmyrneHsi iHmezparbHo20 8i0Ho8neHHs1 3 85,79 % (900 °C) 8o 92,50 % (1000 °C) ma 84,6
% (1100 °C) ma memanizauyii 83,30 % (900 °C), 89,90 % (1000 °C), 80,75 % (1100 °C). Lli daHi gidrnosidatomb pe3yrib-
mamam 3anexHocmi cmyneHs 8idHoeneHHss CBP 8id memnepamypu. BiGHosneHul 3pa3ok micmums Memaresy ¢hasy,
wo ymeoptoe HalimoHwi 0eHOpuUmu y ckrnornoOlibHill Maci Wiakoymeoproryux KoMrnoHeHmie. Take nepemeopeHHsi 8 CBP
3abe3rneuye 3Ha4yHe MiosULLEHHST MiyHOCMI 3a805IKU YMBOPEHHIO Memaiiego20 KapKaca.

Knroyoei crioea: camogidHoeroearnbHi bpukemu, memnepamypa, 8yaneub, cmyriHb 8i0HO8MEHHS, Memasiesull KapKac,
MIUYHICMb.

Introduction

Metallurgical coke, produced from coking coal, is
the primary fuel used in blast furnaces for iron smelt-
ing. The cost of coke plays a decisive role in the overall
cost of iron production. Furthermore, for use in blast
furnaces, coke must meet certain quality criteria, in-
cluding chemical composition, particle size distribution,
mechanical strength, and metallurgical properties.
Among these properties, fuel reactivity is particularly

important, as it directly affects the temperature of the
blast furnace's thermal reserve zone, thereby influenc-
ing its operational efficiency [1-3 ].

To improve the efficiency of the iron smelting pro-
cess, self-reducing agglomerates and pellets are
widely used in the iron charge. These materials offer a
number of advantages, primarily due to the close con-
tact between the iron oxide and the reducing agent,
which increases the reduction rate and reduces fuel
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consumption [4-5 ]. Self-reducing materials allow the
use of ultrafine iron oxide and steelmaking by-products
such as sludge and powders with high iron content, fur-
ther enhancing the sustainability of this industrial sec-
tor [6]. Furthermore, the use of highly reactive carbo-
naceous materials leads to a decrease in the temper-
ature of the thermal reserve zone, thereby potentially
lowering the FeO-Fe equilibrium temperature and re-
ducing overall fuel consumption [7 - 9].

Numerous studies [10-21] have addressed the de-
velopment and performance characteristics of self-re-
ducing agglomerates, pellets, and developed models
to predict the reduction kinetics using different carbon
sources in agglomerates, pellets, and briquettes [22—
28]. For use in blast furnaces, the self-reducing ag-
glomerate must meet stringent quality requirements in
terms of reactivity (or reducibility) and mechanical
properties, both of which depend on the carbon source
and its amount in the mixture [29, 30]. Furthermore, the
volatiles of the reducing agent also have a reducing
potential, as shown in previous studies [31-36], which
may influence the formation of the agglomerate micro-
structure.

In recent years, to optimize the reducing process in
the blast furnace a great attention is paid to self reduc-
ing pellets (SRP). These materials are used already in
the operating blast furnace 1-5).The consumption of
SRP from 60 to 80 kg/tnm was used in the commercial
blast furnace melt. It provides the coke rate lowering
by 10-15 kg/tim and the degree of direct reduction falls
by 2% 2). The consumption of SRP could be come to
200 kg/tamin the blast furnace charge 3,4).

Results of the blast furnace operation indicated that
the SRP charged into the blast furnace does not re-
duce the gas permeability of the charge and does not
disturb the smooth run of the blast furnace. Reduction
of the iron oxides contained in the SRP starts at low
temperature zone and reduction to come to an end ear-
lier as the sinter and pellets. Thus there is a tendency
to a significant reduction in coke consumption.®)

The mechanism and kinetics of self reduction pel-
lets has already been modelled. These models take
into consideration not only the kinetics of gasification
of carbon and reduction reactions but also the mass
and heat transfer phenomena 67).

The simultaneous reaction between reduction of
the iron oxides and gasification of carbon was exam-
ined. The obtained results are as follows: coupling phe-
nomen between reduction and gasification existed.
The starting temperature of reduction was 250 ‘C in
the hematite graphite facing pair while the temperature
was 420 °C in the single hematite.®

It was calculated reduction degree at different tem-
peratures during thermal analysis of SRP samples.
Iron oxide reduction seems to start in relatively low
temperature range between 500-600 °C. A possible
explanation is that some carbon gasification catalyzed
by H20 from dihydroxylation of hydrates °19). The re-
duction mechanism of pellets with reducing gas can be
transferred to the SRP 11:12),
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The contribution ratios of direct reduction by solid
carbon and indirect reduction and carbon gasification
were estimated through reduction experiment of the
composite under inert atmosphere. The reduction from
Fe20s to Fe3O4 proceeds at low temperature ravel very
small. During this period direct reduction proceeds be-
cause new contact points between Fe2O3 and graphite
are formed. The contribution ratio of the direct reduc-
tion as approximately 45% during the reduction from
Fe203to Fes04-13. It carbonaceous material and iron
bearing oxides could be adjoin, the starting tempera-
ture of the reaction could be lowered. With the increase
in the degree of contact in such mixture the starting
temperature is lowered. It is an effective method to in-
crease the rate of direct reduction 4.

The blast furnace process differ from the pro-
cesses production of iron by direct reduction. In the
SRP as a part of the blast furnace burden simultane-
ously reactions occur: inside of the SRP —direct reduc-
tion by carbon (solid); gasification of carbon and indi-
rect reduction by mono oxide of carbon and outside of
SRP - indirect reduction by reducing gas coming from
hearth of the blast furnace.

A significant number of research of a reduction pro-
cesses carried out in the carbon composite agglomer-
ates in an inert atmosphere (nitrogen, argon). From the
point of a view of the use in the blast furnace process
SRP it is necessary to take into account indirect reduc-
tion of iron bearing oxides by reducing gas coming
from the hearth of the through the column of charge
materials of the blast furnace.

The purpose of this paper is to estimate the ratio of
indirect and direct reduction SRP depending on the
temperature in the range of 500-1100 °C.

Experimental Procedure.

Sample

SRP sample was selected from industrial parties.
The chemical composition and physical characteristics
of the sample are given below: SRP were produced
from the mixture of a blast furnace and converter
sludge in proportion (3: 2), with the addition 10 % of the
portland cement.

Chemical composition of SRP. %

Feot FeO Fe2x0s3 SiO2 CaO MgO C

43,10 8,0 52,68 7,50 14,0 8,0 9.8

Fractional size of SRP.

Size, mm 40-20 20-15 15-10 10-5 5-0

Yield, % 37,00 45,00 12,00 1,8 4,5

The SRP have been produced on the pelletizer 5,5
m. with productivity 25-30 ton per hour. After an probe
exposure during 28 day the compressive strength of
SRP was in average 90 kg/pellet.

The bulk weight g/cm3-1,4.

Reaction behavior of the SRP involving with reduc-
tion of iron bearing oxide has been investigated Diam-
eter of SRP ranked between 10-15 mm was set in re-
action crucible and than in reaction tube.

Research facility

The experimental setup is shown in Fig. 1. It con-
sists of a electrical heating furnace, which can be
moved up and down. The quartz tube passes through
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the furnace. The reaction zone is in the middle of the
furnace. Neutral argon atmosphere is created and for
indirect reduction argon was changed on hydrogen.
Gases of argon and hydrogen are introduced into the
furnace separately. Wire of nickel alloy chromosome
joins the scales test. A thermocouple is located in the
tube.The crucible of wire chrome-nickel was permea-
ble.

The reduced sample of SRP was to cool in Ar gas
until room temperature was reached.

Experimental Procedure reduction of SRP by
Hydrogen. Thermogravimetric method was used to
measure the degree of a reduction depends on the
temperature. The SRP fraction 10 - 15 mm was used.
The furnace temperature was varied in the range 500-
1100 ° C. The heating rate of the sample was varied in
the range of 27.7 - 29.5 ° C/min.

In this investigation chemical analysis of reduced
samples after thermal treatment was feasible. Calcula-
tion of reduction and metallization degree was done
using results from chemical analysis and the change in
mass due to oxygen removal from iron oxides of SRP
separately due to direct reduction and indirect reduc-

tion. Reduction degree has been defined as follows.
A

RD (%) = (ﬁ) X 100%

Where RD — is reduction degree, %

Am - is the change in mass due to oxygen removal
from iron oxide;

Minitial — initial mass of sample.

The SRP samples from heated to temperature:
1000 °C were studied using the methods of manual mi-
croscopy and petrography of ore using a notarizing mi-
croscopy the MIN — 9 microfotometric device PME — 1.
An ore, slag and carbonaceous components were de-
termined by reflectance, colour, polarization effect and
internal reflex.

Results and discussion

Results of the SRP reduction process study shown
in table 1 and figure 2. The experiments were per-
formed continuously by from the start temperature
(~200°C). The sample was placed in an furnace and
heated to the experimental temperature under argon,
and then replacement by hydrogen reducing gas, at
this temperature for 30 min. This cycle is to be
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repeated for the temperatures: 500 °C;700 °C; 900 °C;
1100 °C.

Fig 2 shows the dependence the reduction degree
of the iron oxides of SRP on the temperature. The di-
rect reduction degree of the SRP is 7,6%, at the tem-
perature 500°C.

Fig 2 shows the change in the indirect reduction de-
gree of iron oxides of SRP by reducing gas-hydrogen
on the outside surface of SRP. The degree of indirect
reduction is 8,9 % at the temperature 500°C.

Integrated degree of direct and indirect reduction is
equal 16,5 %. Initial probe of SRP contains 43,1 %
Fetwt; and 8 % FeO that it is corresponded to content of
34, 88 % Fes304. Thus Fe203 could be reduced to
FesO4. The following calculation let us to understand
that integrated degree of reduction 16,5 % corre-
sponds approximately to reduction of Fe203 to FesOa.
It occurs due to reaction 3Fe203= 2 Fe3Ou4+ [1202. The
content of oxygen removed from Fe203 to transfer for

FesO4could be : 52,22144 = 15,8% that correspond ap-

proximately integrated degree of reduction (16,5 %).

Where: 52,68 — content of Fe20s in initial sample of
SRP

144 — content of oxygen in 3 Fe203 according to re-
action

480 — molecular mass of Fe203 according to reac-
tion.

As to direct reduction of Fe20s3to FesOs by solid
carbon which proceeds at temperature 200 — 500 °C,
the gasification rate is very small. During this period di-
rect reduction prosseds due to contact between Fe203
and particle of carbon of which are formed continu-
ously due to expansion of iron oxides. The contribution
part of the direct reduction is 46,08 % during the reduc-
tion from Fe20s3 to FesO4 {7,6 : 16,5}= 46,06 %. It is
conform to result turn out earlier.'

The degree of the iron oxides SRP reduction by hy-
drogen shows 8,9 % at temperature 500 °C. The re-
duction mechanism of burnt pellets by reducing gas
could be transferred to the reduction of SRP. The de-
gree of direct reduction by carbon and indirect reduc-
tion of iron oxides of SRP are equal 34,9 % and 62,2,
% correspondingly at the temperature 700 °C. After re-
duction Fe203— Fes04 the total contents of magnetite
could be 178,6 g/mol and oxygen (O2) — 49,2 g/mol.

Table 1. Results of the integrated reduction of self-reducing pellets.

Temper- | Summary Summary | Reduction by carbon in ar- | For time of reduction of hydrogen
ature, duration of | loss of | gon athmosphere Indirect reduction
oC experiment, | mass, g Direct reduction
min Dura- | loss of | Degree | Dura- Degree | De- >
tion, mass of reduc- | tion, of re-| gree
min tion min duction | of re-
loss duc-
mass tion
500 48,0 0,76 18,0 0,35 7,6 30 0,41 8,9 16,5
700 55,0 3,44 25,0 1,61 34,9 30 2,87 62,2 97,1
900 61,5 4,93 31,5 2,40 48,7 30,1 2,53 51,3 100,0
1100 62,0 4,61 56,0 |4,55 98,6 6 0,064 14 100,0
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The integrated degree of the SRP reduction at the
temperature is equal 97,1%. The contribution part of
the direct reduction is 35,94 % at the temperature 700
°C and 48,7 at the temperature 900 °C and 98,6 at he
temperature 1100 °C.

The quantity of oxygen could be removed accord-
ing to indirect and direct reaction as follows:

Fe304+H2=3FeO+H20

Fes04+C=3FeO+CO

The quantity of oxygen removed by hydrogen (49,2
* 62,2 %): 100= 30,60 g
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And by carbon (49,2* 34,9):100 = 17,17g , where
62,2 % and 34,9 % degree of indirect and direct reduc-
tion of SRP at the temperature of 700 °C correspond-
ingly.

By the same wat it is possible to calculate quantity
of oxygen removed out of FeO to Fe.

3FeO+H2=3Fe+H20

3FeO+ C=3Fe+CO

(>02=35,46 g.). Degree of reduction is equal

100 I 7
90 Degree of integrated
80 // reduction of SRP
70 /

Degree of
reduction, %

60 S e Degree of inderect

50 // x Le(fljjction by

40 - ydrogen

30 L7 1\

20 / \ Degreg of direct

\ reduction
10 - \
0
500 700 900 1100

Fig.2 Depends of degrees reduction o on the temperature the SRP
Table 2. Chemical analysis of reduced SRP
Tempera- | Content of the component,% Content of | Degree of re- | Degree of
ture, Fetta, | FeO Fe203 | Femetar | Carbon- | oxide oxy- | duction, % metaliza-
°C % residual | gen,% tion, %
1100 °C 60,00 | 11,80 | 2,05 48,45 | 0,67 0,10 84,60 80,75
1000°C 59,25 | 3,95 5,30 53,30 | 0,85 0,19 92,50 89,90
900°C 62,20 | 7,85 4,70 51,85 | 0,63 0,35 85,70 83,30

Fig 2 shows that indirect degree of the SRP reduc-
tion is higher than direct reduction up to 900°C when
indirect and direct reduction of SRP are equal approx-
imately. When the temperature is higher then 900°C
the direct reduction degree of iron bearing oxides of
SRP increase from 53,1 % to 100 % at the temperature
1100° it occurs due to reaction of gasification of carbon
inside of the SRP (C+C02=2C0O). Chemical analysis of
reduced samples of SRP showed the higher degree of
reduction and metallization in range of temperature
from 900°C to 1100°C.

This paper presents the results of petrographic
studies of the microstructure SRP obtained from a mix-
ture of blast furnace and converter sludge production.

Three samples SRP studied: the initial and two re-
duced one. Sample obtained by heating in argon at
1000 °C undelayed and the second sample is also
heated in argon to 1000 ‘C and kept at this tempera-
ture - 150 minutes. 'C

The original sample was diagnosed with iron ox-
ides: hematite (Fe20s3), magnetite (FesOa4), coke, slag-
forming components differ in shape, size and compo-
sition. The detrital material: hematite, magnetite, coke

submicroscopic particles (Fig. 2) cemented cryptocrys-
talline material.

Recycled sample (undelayed) differs in composi-
tion from the starting components increased amount of
the metal phase. Metallic phase forming the finest den-
drites in the glassy mass of slag-forming components.
The metal is also dispersed in the form of units in unit
microns in size, which are concentrated on the surface
of the coke fragments and slag-forming components
(Figure 3).

The reduced sample (delayed) at 1000 °C over a
third metallized. Dendrites large metal. The rest obsch-
schee iron represented magnetite (FesO4) (Figure 4).
In the structure of the pellet is not coke.

Marked transformation in SRP provides a signifi-
cant increase in strength due to formation of a metal
frame. The strength of the reduced pellets (degree of
reduction 75 - 94,2 % and content of Femet 42,5 —
55,1%; compressive strength increases to 42,7 kg/s).

Conclusions

The blast furnace process differs from the pro-
cesses production of iron by direct reduction. In the
SRP as a part of the blast furnace burden occur simul-
taneously reactions: inside of the SRP - direct
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reduction by carbon (solid);gasification of carbon and
indirect reduction by mono oxide of carbon and outside
of SRP- indirect reduction by reducing gas coming
from hearth of the blast furnace.

The integrated degree of SRP reduction namely
there was direct reduction by solid carbon which con-
tains in the SRP and indirect reduction by reducing gas
— hydrogen outside of SRP was investigated at the
temperatures 500; 700; 900 and 1100°C. SRP by solid
carbon direct reduction and by reducing gas (outside
surface of SRP) through experiment. There were esti-
mated reduction degrees of SRP by solid carbon (in-
side sample) under argon atmosphere by hydrogen
(outside surface of sample) through reduction experi-
ment. The following results are obtained.

The reduction F203 to FesO4 proceeds by direct re-
duction (degree of direct reduction is 46, 06 %) and in-
direct reduction by hydrogen (degree of reduction
53,94 %) under temperature 500 °C. The content of
oxygen in F20s3 to transfer for FesO4 is equal 15,8%
that is corresponds to integrated degree of reduction —
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16,5 %. The same way integrated degree of SRP is
equal 97,1 % which includes 34,9 % by direct temper-
ature 700 °C; and 100 % which includes 48,7 % by di-
rect reduction and 51,3 % indirect reduction under tem-
peratures 900 °C. The integrated degree of reduction
is equal 100 %, which includes 98,6 % direct reduction
by solid carbon under temperatures 1100 °C.

The chemical analysis of the reduced SRP showed
the degree of integrated reduction change from 85,79
% (900 °C) to 92,50 % (1000 °C) and 84,6 % (1100 °C)
and metallization 83,30 % (900 °C), 89,90 % (1000
°C), 80,75 % (1100 °C).These data correspond to re-
sults of degree of reduction SRP depends on temper-
ature.

This paper presente the results of petrographic
studies of SRP after heating of sample in argon under
1000 °C. Recycled sample contains metallic phase
forming the finest dendrites in glassy mass of slog
forming components. Markes transformation in SRP
provides a significant increase in strength due to for-
mation of metal frame.
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