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Pedepat. YcnoBus skcrulyaTalMy MallldH CKa3bIBAIOTCA HA TEMIAX M3HOCA AaXK€ OJHOTHUIHBIX MX y3JI0B. Cpoku paboThl
OIHOTHUIIHBIX Y3JI0B U MAllMH HE OAMHAKOBBL, M IO3TOMY YHCJIOBBIC BBIPAKEHUS 3KCIUTYaTallMOHHOW HAalIEKHOCTH OymyT
BEPOSTHOCTHBIMH BEIMYMHAMH. HemomHOe BOCCTAHOBICHHE IIEPBOHAYANBHBIX CBOWCTB Y374, HEOPEKHBIH PEMOHT,
HCYJIOBJIIETBOPHUTEILHOE 00CITYKHBa HUE OOBIYHO MPUBOIAT K TOMY, 4TO JIF00asi AeTallb, HE3aBUCHMO OJIHA OT JPYTOM, MOXKET
OTIpENEeNATh HAJISKHOCTh MAIIUHEI (y371a). DTO 0COOCHHO Ba)KHO YUYHTHIBATh IPH IPOU3BOJCTBE YINAKOBKH BO W30€kKaHUE
Opaka. DKCIUTyaTalldOHHAs HAJIC)KHOCTh COBPEMEHHBIX MAIlIMH, COCTOSIINX M3 COTCH, & HHOT/IA U THICSAY JIeTaleH, POIecChl
HM3HAIIMBAHUS KOTOPBIX HAXOIATCS B CIIO)KHOW B3aMMOCBSI3H, 3aBHCUT OT psaa (akTopoB. VcciemoBaHWe HaIC)KHOCTH
OCHOBHBIX Y3JIOB U YCTPOHCTB O00OpYIOBaHUS — aKTyalbHas 3ajada. YCHELIHas 3KCIUTyaTalus HNOIUrpadryuecKux MalluH
BO3MOJKHA TOJBKO MPH YCIOBUM YETKOM OpraHu3auud HOpoQUIaKTHYECKHX paboT, 00ECledMBAIOUIMX IOArOTOBKY HX K
MeyaTaHUIO U TocjenedyaTHoil o0paboTke. Bricokonmpon3BoanTenbHAsS TEXHUKA, Takas KakK BBICEKAJbHBIE MPECCHI, JODKHA
peryisipHO o0cinenoBaTbesi, HACTPAUBAThCS U MOANCPIKUBATHCS B TAKOM COCTOSHHM, YTOOBI Ha BBIXOJE IOJY4aTh CTaH-
JlapTHBIE pe3yibTaThl. B cTarhe uccienoBaHa HaJe)KHOCTh OCHOBHBIX Y3JI0B M YCTPOMCTB BBICEKAJIBHBIX IIPECCOB HA OCHOBE
pacyera BEpOSTHOCTH OTKa30B. BBIYMCICHHS MPOBOIMINCH [0 AHAJIOTHH C PACUCTOM BEPOATHOCTH COOBITHI 110 AEPEBY
oTKa30B. [locTpoeHbl nuarpamMmbl OTKa30B YCTPOMCTB M Y3JIOB BbICEKaJIbHBIX IpeccoB. Ha ocHOBe aHann3a BEpOSTHOCTH
OTKa30B OCHOBHBIX Y3JIOB U YCTPOMCTB MOCTPOCHBI Tpa)MKU OCTATOYHOTO pecypca (GyHKIUOHHPOBAHHS O00OPYIOBaHUS Ha
€ro KU3HEHHOM LIUKJIE.
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Study of Reliability for Main Components and Devices
of Die-Cutting Presses for Packaging
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Abstract. A large variety of machine operating conditions leads to a difference in the wear rate even for their units being of
the same type. Operational time terms of single-type units and machines are not the same, and therefore, numerical expres-
sions of operational reliability will be probabilistic values. Incomplete restoration of original properties of a unit, a negligent
repair, a poor maintenance usually lead to the fact that any of several parts independently one from another can determine
reliability of a machine (a unit). This is especially important to consider when manufacturing packaging in order to avoid
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rejects. The operational reliability of modern machines consisting of hundreds, and sometimes thousands of parts, wear pro-
cesses of which are in a complex relationship, depends on a number of factors. A study on reliability of main components and
equipment devices is an urgent task. Successful operation of printing equipment is possible only if there is a clear organization
of preventive work, ensuring preparation of printing machines for printing and post-printing processing. High-performance
equipment, such as die-cutting presses, should be regularly inspected, adjusted and maintained in such a way as to obtain
standard results at the output. The paper has studied reliability of main components and devices of die-cutting presses based
on calculation of failure probability. Calculations have been carried out by analogy with the calculation of the probability
of events in the fault tree. Failure diagrams of devices and units of die-cutting presses have been built in the paper. Based
on the analysis of the failure probability for main components and devices, graphs of residual life for equipment operation
on its life cycle have been constructed in the paper.

Keywords: failure, failure probability, unit, device, failure tree, residual resource, diagram, life cycle
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BBenenne

ITo cpaBHEHUIO C IPYTHM 000PYAOBAHUEM JIJTH-
TENBHOTO UCIOJIH30BAHMS, TAKUM KaK aBTOTPAHC-
MOpPTHAsI TEXHUKA, CETbCKOXO3SHCTBEHHBIE MAIIlH-
HBI, METANIOOOPA0ATHIBAIONTNE CTAHKH, ITOJIUTPa-
(hryeckue MalHBI UMEIOT CBOM CHEIM(UUSCKUC
OCOOCHHOCTH, BJIMSIOIINE HA OPTaHU3aII0 B TH-
norpadun Texaumaeckoro obcmyxuBanus (TO) u
MpoBeIeHne peMoHTa [1]. DTO CBsI3aHO C TEM, YTO
nonurpaduieckoe 000pyIOBaHHE B COOTBETCTBUU
C 0COOEHHOCTSIMH TEXHOJIOTHYIECKOTO TIpoIiecca Mmpu
TIPOM3BOJICTBE YITAKOBKH MOKET OTIMYAThCS [2]:

— KOHCTPYKTHBHBIMH OCOOCHHOCTSIMU,

— OOJBIIION HOMEHKJIATYPOU THUIIOB M MOAEICH
B K&)KZIOM TEXHOJIOTHYIECKOM ITPOIIECCE;

— MaJlbiIM 00BEMOM BBIMTYCKA OTICIbHBIX BH-
JIOB X MOJIEJICH;

— CJIO’KHBIM COCTaBOM;

— BBICOKOM TOYHOCTBIO HM3TOTOBJICHHS OCHOB-
HBIX Y3JIOB H MEXaHU3MOB MallIHH;

— HETPAHCTIOPTa0ETTHbHOCTHIO, BBI3BIBAIOIICH He-
00xomuMocTh opranmzanuu TO u peMOHTa HETo-
CPEIICTBEHHO Ha MECTE IKCILTyaTaI|H.

HccnenoBanne HaJEKHOCTH OCHOBHBIX Y3JIOB
U YCTPOUCTB MOJIUTPaPUIESCKOTO 000PYIOBAHUS —
aKTyasibHas 3a/1a4a. ABTOPBI CTaThU H3YYWIN Ha-

NeKHOCTh OCHOBHBIX Y3JIOB M YCTPOMCTB BBICE-
KaJIbHOTO OOOpYy/IOBaHMS Ha OCHOBE pacyiera Be-
POSITHOCTH OTKa30B.

ABTOMaTHYECKHE BBICEKaJbHBIE MALIMHBI
(IwTaHUarperatsl) — HAMOOJIEE YAaCTO MCIIONB3YEMOE
obopynoBaHue i1  BBICOKOIIPOW3BOAMTEIHHOM
BBICCYKH KApTOHHOTO M TO(QPOKAPTOHHOTO KpPOs
NpU M3TOTOBJICHHU YIAKOBKH (KOPOOOK, SIITHKOB
u ap.) [3, 4]. Mamusbl paboTalOT MO MPUHLIHITY
«TUTOCKOW» BBICEYKH U MO3BOJIIOT B OJTHOM LIUKJIE
W3 TIPEIBapHUTEIHHO 3aledyaTaHHONH MPSMOYTONb-
HOM 3arOTOBKH IIOJIYYUTh Ha BBIXOZIE BHICEUEHHYIO
[0 KOHTYpy W OTOMTOBaHHYIO KapTOHHYIO pa3-
BEPTKY, KOTOPYIO 3aT€M HYXHO TOJBKO CKPEIHTH
CKOOOW, CKJIICWTHh JIMOO 3aIleNKHYTh Ha KJIaraH
(kopoOka ¢ caMOCKJIagHBIM ITHOM), YTOOBI TOJTY-
YUTH TOTOBYIO MPOIYKIIMIO — KAPTOHHBIE KOPOOKH,
WCTIONB3YyEeMBIE [T YITAaKOBKH.

Kondurypanus BeicekanbHOTo mnpecca (puc. 1.)
3aBHUCHUT OT KOHKPETHOTO Ha3HAYCHUs, HO B O0IIEM
CJIy4ae B €ro COCTaB BXOIAT [5]:

cexyusi nooayu. CyIecTBYIOT IBE Pa3HOBUJ-
HOCTH: BaKyyMHO-DOJIMKOBass M BaKyyMHas IS
paboThl ¢ rodhpo- U MUKPOTOPPOKAPTOHOM (BepX-
HUE BaKyyMHBIE 3aXBaThl).

Brei6op Tuma mogauu MpOMCXOTUT MPH 3aKase
000pyIOBaHMS UCXOJS U3 CBONCTB HMCIIOIB3YEMBIX
MaTeprasoB U popmaTa MaIIHHBI.

b "

Puc. 1. Cxema BbICEKaJILHOTO aBTOMaTa: 1 — CaMOHaKJIa1; 2-— CCKIUA BBICCUKHU (HITaHHeBaJIbHaS[); 3 — ceknust OTHACIICHUA 06.1105[;
4 — cexmus pa3aciicHus 3aroTOBOK, MIPUEMHOC yCTpOﬁCTBO; 5- CCKIUA 06pe3KI/I U yJaJICHUS KPOMKH 3aXBaTOB

Fig. 1. Die cutting machine scheme: 1 — feeder; 2 — die cutting (punching) section; 3 — waste-stripping section;
4 — blanks separation section, receiving device; 5 —section for trimming and edge removal of grippers
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JlaHHAsT CEKIUS YIpaBISIET KaXKIbIM OTIEIThb-
HBIM JINCTOM W BBIPABHHUBAET €r0 OTHOCHTEIHLHO
[ITaHIEBAIbHBIX MUHCTPYMEHTOB C MOMOIIBIO Me-
XaHUYECKOM WK JMHAMUYECKOUM MPpUBOAKU [0, 7];

ceKyusi 8blceyku, OCHOBHOM y3eJ, OTBEUaIOIIUn
32 Ka4eCTBO BBICEUKH W pecypc pabOTHl MAIIWHBL.
InockoBBICEKAIBHBIM MPECC MOXKET JOMOJIHUTEIh-
HO YKOMIUTIEKTOBBIBATECS YCTPOWCTBOM TO3HITHO-
HUPOBAaHUS W OBICTPON CMEHBI INTAHIIOPM IS
9KOHOMUU BPEMEHH;

cekyust yoanenust oonos. BHyTpeHHUE 00pe3Ku
1 uHOTAa OOKOBas W 3aJHss KPOMKH YIAISIOTCS
C HUCTIOIP30BAHNEM BEPXHETO W IEHTPAIBHOTO HH-
CTPYMEHTOB U B PsiJie CITy4aeB — HIHKHAMH BBITAII-
KUBATEIISIMHU.

NpUEeMHAsL CeKYUsl,

nepugepuiinvle ycmpoucmed, Takue Kak pas-
JETUTEIHA U TIAJUICTU3aTOPEI.

OO01ras cxema BBICEKaJILHOI'O Mpecca MOXKET
BBRITJIANETh KaK yIOPOIIECHHOE JIepeBO OTKa-
308 (puc. 2) [8].

B cocraB TumoBoii cucTeMbl MOTYT BXOJWTH
YCTPOMCTBO 3arpy3Kd, CaMOHAaKIall, HECKOIbKO
cekuuil (QIiekconeyaTd ¢ CYIIKOW M KOHTPOJIEM
Ka4yecTBa, CEKIUA IUJIOCKOW BBICEUKH, YCTPOWUCTBO
JUTSL OTICIICHUS OTXOJIOB M Pa3AeauTeNIb/Talie-
TH3aTOp. DTy KOH(HIypamuio MOXXHO CO34aTh
MyTeM J00aBICHUsS] HECKOJBKHX CEKIUid (prekco-
neyatu U Tepu(epUHBIX YCTPOWUCTB K IICHTPAIIb-
HOMY ITUTOCKOBBICEKATBHOMY TIPECCy HIIH TOCPEICT-
BOM OOBCIMHCHUS aBTOHOMHOW IEYaTHOW MAITFHbI
C TUTOCKOBBICEKATGHBIM TIPECCOM M JTOOABIICHUS
nepuepuiHbIX ycTpolcTB. Bo MHOrMX Momemsx
BBICEUKA COUYETACTCS C TOPSYUM TUCHEHUEM.

OcHoBHasl YacTh

JInst aHamM3a HaACKHOCTH Y3JI0B M YCTPOWCTB
BBICEKAJTLHBIX MPECCOB ObLTa coOpaHa U OTCOPTUPO-
BaHa WH(poOpMAanusl, 3aQUKCHPOBaHHAS B JKypHATax
PETHUCTpAaIlMK OTKa30B OOOPYJOBAHUS HA TIONHIPa-
(HYECKUX TPEANPUATHAX. JTH JAaHHBIC HA TICPBOM
aTane 00pabOTKH BBOJMJIKCH B AJIEKTPOHHBIC Ta0IH-
el Excel ¥ 0TCOPTHPOBBIBAINCH 1O TojiaM HaOIO-
JICHUST M MapKaM BBICCKATBHBIX MamivH. [0 Kax-
JIOMY By 000py/I0BaHHs Obla yCTAHOBIICHA Hapa-
0O0TKa Ha OTKa3, T. €. TEXHUUECKUIA TTapaMeTp, Xapak-
TEPH3YIONIHUN HAJISKHOCTh OOOPYJIOBAaHUSI U OTpa-
HKAFOIIUA TIPOIODKUTEIBHOCTh PAabOTHI YCTPOUCTBA
MEXIy OTKazamu. [IJisl pacueroB MPHHUMAJICS SKC-
MOHEHIIMATBHBIN 3aKOH pacrpe/ieieHns], Tak Kak pa-
Hee MCCIIeJIOBAHMS TAKOTO 000PYIOBaHUS TTOKA3aJIH,
YTO YKU3HCHHBIN ITMKJT BRICEKATBHBIX MPECCOB TOJI-
YHHSETCS JAHHOMY pacIpe/IeIiCHHIO.

PacyeTsl yCTpOMCTB M Y3JIOB TMPOBOAWIM IO
AHAJIOTHH C PacueToOM BEPOSTHOCTH COOBITHI IO
nepeBy otka3oB [8]. CoObITHsI B JAepeBe OTKa-
30B CBSI3aHBI CO CTATUCTHYECKOW BEPOSTHOCTEIO,
WHBIMH CJIOBAMH, BEPOSITHOCTh KAKIOTO COOBITHS
OILICHMBAETCS Ha TpakTHKe. HIDKHUMU 3BEHBSIMH
COOBITHI OyaeM CUYUTATh Y3Jbl BBICCKATLHBIX
npeccos (puc. 2). Ilo hopmynam a1t SKCHOHEHIIU-
QIBHOTO PACHpe/Ie]ICHUsl PACCUUTAEM CpEJIHUC
3HAYCHUSI BEPOSTHOCTH KaXJOTO y3ja IPECCOB,
a 3aTeM IO HUM MOCTPOUM JUArpaMMy BEPOSTHO-
CTH OTKa30B y3IJIOB, HA KOTOPOW HArJSHO OTOO-
pakaeTcs BKIIQJ KKIAOTO y3Ja B MPOCTOM MAaIllH-
Hel. JlaHHas AuarpamMMa MpejcTaBieHa Ha puc. 3,
a BEPOSTHOCTH OTKA30B Y3JIOB — B Ta0JI. 1.
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Puc. 2. Cxema BbICEKaIBHOTO Ipecca

Fig. 2. Die cutting press scheme
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Puc. 3. JlnarpamMma 0TKa30B y3710B BbIceKaabHBIX IIpeccoB: a — BOBST EXPERTCUT 106 apraprapr LER; b — BOBST SP 102-E II;
c— YAWA MW 1050 YC; d— YAWA TYM 1050 S; 1 — camoHakmnaz; 2 — CTOJI paBHEHUsI; 3 — CEKIHS BBICCUKH;
4 — cexuus yaajaeHus o050s1; 5 — CeKIHs pa3/IeNieHusI 3ar0TOBOK; 6 — BIKIA (IpUEeMKa); 7 — Lelb ¢ TOCKAIKaMHU;
8 — aexTpoobopynoBanue; 9 — KoMIbIOTEpHOE yrpasienue; 10 — 610k HaHeceHHs: (OIIbTU
Fig. 3. Failure diagram of die-cutting press units: a — BOBST EXPERTCUT 106 apraprapr LER; b— BOBST SP 102-E II;
c—YAWA MW 1050 YC; d— YAWA TYM 1050 S; 1 — feeder; 2 — splice table; 3 — die cutting section;
4 — flash removal section; 5 — blanks separation section; 6 — display (acceptance); 7 — longing chain;
8 — electrical equipment; 9 — computer control; 10 — foil coating unit

Tabauya 1
BepOﬂTHOCTb OTKa30B VIl OCHOBHBIX Y3/I0B BBICEKAJIbHBIX IIPECCOB
Failure probability for main die-cutting press units
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1 2 3 4 5 6 7 3 9 10 11
BOBST EXPERTCUT 106 apraprapr LER
2013 | 1,236:107% | 1,476-107 — - 1,411-1072 — — 1,714-1072 | 2,333-1072 —
2014 | 5,280-10° | 5,460-10° | 3,550-10° | 1,645-10° | 3,600-10° | 2,549-107 - - 1,619-107 -
2015 | 3,270-10° | 8,500-107 - - 2,760-107 — - 5,051-10° | 5,515-10° -
2016 | 5,480-107° | 6,590-10° | 2,750-10°° - 3,760-10° | 1,157-10° | 3,891-10° | 8,811-10° | 1,359-1072 —
2017 | 1,100-107 | 8,020-10° | 8,050-10° | 3,656:10° | 9,690-10° — 7,233-10° | 8,000-10° | 5,964-10° —
BOBST SP 102-E II
2010 | 2,139-107% | 7,801-107 | 3,077-107 | 1,676-10> - — 5,714-107% | 5,517-107 — —
2011 | 2,028:107 | 4,076-107 | 4,645-107% | 8,316-10° - 1,082:102 | 6,473-102 | 2,015-102 | 1,302:1072 —
2012 | 2,151-102 | 2,145-102 | 2,835-102 | 1,238-102 | 1,093-102 | 1,587-102 | 4,432:102 | 7,065-107 | 1,741-107 -
2013 | 2,486-102 | 1,571-102 | 4,587-107 | 9,281-10° | 6,928:10° | 1,879-102 | 2,426:102 | 4,021-107 | 9,368:107 -
2014 | 2,190-107% | 7,229-10° | 4,280-10° | 1,542-107% | 1,020-102 | 1,214-102 | 2,584-102 | 2,825-102 | 7,712:107° —
2015 | 1,405-102 | 5,703-10° | 6,849-10° | 1,681-102 | 3,623-10° | 3,226:10° | 1,383-107 | 3,518-107 - -
2016 | 2,890-102 | 1,146:102 | 1,143-107 | 2,488-107 - 4,076:10° | 1,575-102 | 2,273-107 | 4,071-107 -
2017 | 1,902-107% | 1,471-107% | 9,980-10° | 1,781-107% | 1,541-10° | 3,322-10° | 6,785-102 | 5,351-102 | 1,276:1072 —
YAWA MW 1050 YC
2010 | 9,836-102 | 1,754-102 | 10,092-10 | 9,516-102 | 3,810-107 - 5,435-107 - 4286107 -
2011 | 1,639:107% | 2,439-107% | 1,791-107% | 2,486-107% | 7,418-107% | 2,273-1072 | 2,579-102 | 2,376:10° | 2,427-107 —
2012 | 7,960-102 | 8,753-102 | 2,421-102 | 9,064-102 | 10,204-10 | 3,226:102 | 7,495-102 | 5,231-107 | 5,114-107 -
2013 | 4,412-107% | 1,130-107% | 3,101-107% | 6,061-10° | 1,702-107% | 6,397-10° | 7,435-102 | 7,905-10° | 1,061-1072 —
2014 | 3,628-102 | 1,327-102 | 6,593-107 - 1,186-10° | 9,174-107 | 2,539-107 | 4,992-107° - -
2015 | 3,838:107% | 1,386-1072 | 1,047-107 - - 1,770-1072 | 3,486:1072 - 4,060-107° —
2016 | 4,986-102 | 8,715-107 - - 2,242-10° | 2,116:102 | 3,234:102 | 5,038-10° | 1,126:107 -
2017 | 6,539-107 | 3,374-107 | 4,171-10°° - 1,695-102 | 3,404-107 | 18,588-107% | 2,110-107 | 1,389-107° —
- HayK 323
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OxoHnuanue maobn. 1

1 2 3 4 5 6 7 8 9 10 11
YAWA TYM 1050 S

2010 - 1,307-1072 - - - - - - 4,082:1072 -

2011 | 1,182-102 | 9,434-10° | 2,597-107 - - 1,818:102 | 6,266:107 | 2,486-107 | 5,570-102 | 1,724-107
2012 | 8,460-10° | 2,732-107 | 1,795-107 - - 1,969-107 | 12,105-102 | 1,630-102 | 2,155-107 | 2,179-107>
2013 | 3,968-107 | 9,828-107 | 1,026-107 - - 2,235-1072 | 7,062:102 | 1,114-102 | 1,437-107 | 1,859-107>
2014 | 2,604-107 - - - - 5,319-10° | 7,817-102 | 1,818:1072 | 1,966:102 | 1,099:1072
2015 | 3,974-1072 | 9,485:107 - - - 3,945-10° | 4,523-107 - 1,132:1072
2016 | 2,455-107 | 2,985-102 | 1,021-107° - - 5,479-10° | 4,432-1072 | 1,783-10° | 1,205-102 | 1,583-1072
2017 | 4,262-102 | 1,509-102 | 1,117-107 - - - 3,987-102 | 5,900-10° | 1,754-107 | 7,407-107°

Kak BumHO M3 puc. 3, MaKCUMaIbHOE KOJHMYeE-
CTBO OTKa30B HaOIIOJaeTCsl y LENH ¢ TOCKAIKAMHU,
Ha CaMOHAKJIa/Ie U CTOJIE PaBHEHHs. DTO TOBOPUT
0 TOM, YTO MHHUMAaJbHOH HaJle)KHOCTBHIO y BhICE-
KaJIbHBIX MPECCOB 00IaIacT YCTPOMCTBO BBOJIA.

Ceknusi BeIKIQAKH (MPUEMKH) 00JamaeT Mak-
CUMAaJIbHOM HaJIe)KHOCTBIO TI0 CPaBHEHHUIO CO BCe-
MH y3J1aMH BBICEKaJIbHBIX MAIIMH, OTKa3bl JAaHHOH
KaTerOpHUH HE MPEBBIMAIOT 6 %o.

Kak u B mewaTHbIX MamInMHax, OOJBIIYIO POJb
B YIIPaBIIEHUU WTPAIOT KOMIBIOTEPHBIE (IATIHKH)
n dnekTpuueckue ycrpoiictBa [9]. Kpome Toro,
JATYNKH WTPAIOT OTPOMHYIO POJIb B CEKIUH BbI-
CEUKH, TaK KaK OTBEYAIOT 3a JaBJICHHE, TeMIIe-
paTtypy, TOYHOCTh WITAHIIEBAJIBHOTO TIpoOIEcca.
BeposiTHOCTD TaHHBIX MPUYHH OTKA30B MpPEICTaB-
JieHa Ha puc. 4.

ml
n2
u3
n4
us

ml
m2
=3
u4
=5
=6
"7

Kak BugHo wu3 puc. 4, camoe Oombinoe
KOJINYECTBO OTKA30B YINPAaBICHUs HAOIIOAeTCs y
caMOHaKJiaga W TpPUEMHOro ycrpoictBa. Yacto
cpa0aThIBAlOT JAaTYMKK DABHEHMS JIMCTA, JOBOJA
THCTa 10 OOKOBBIX YIIOPOB, 3aIIOTHEHUS] IPHEMHOTO
motka U T.1. Bmpecce YAWA TYM 1050 S
MaKCHUMAITbHAs BEPOSTHOCTh OTKAa30B HAOIIOIACTCS B
Onoke TUCHeHHs (ONBrOM, T. €. IITAHICBATEHOM
Moayie. MUHAMaTbHOE KOTMYECTBO OTKA30B y LETH
C TOCKaJKaMH, INTAaHLEBAIGHOM CEKIMM U CEKIIUH
ynaneHus o0iosl.

Takum 00pa3oMm, TO aHAJIOTHH C IEYaTHBIMU
MallHHaMH, MPOAHATU3UPOBAB BCE OCHOBHBIC Y3JIbI
YCTPOMCTB BBICEKATbHOM MAalllMHBI, MOXKHO HAMTH
BEPOSITHOCTh OTKA30B OCHOBHBIX YCTPOICTB Tie-
YaTHBIX TIPECCOB U TMOCTPOMTH IHMarpamMMy Ha-
JIEKHOCTH.

Puc. 4. lnarpamma 0TKa30B KOMIIBIOTEPHOT'O YIPaBJICHUS BBICEKAIBHBIX IIPECCOB:
a—BOBST EXPERTCUT 106 apraprapr LER; b — BOBST SP 102-E II; c — YAWA MW 1050 YC; d — YAWA TYM 1050 S;
1 — camoHaxsaz; 2 — CTOJI paBHEHUS; 3 — IIeMb ¢ TOCKaJIKaMHy; 4 — MITaHLEeBaJIbHAS CEKIUA; 5 — IPUEMHOE YCTPOUCTBO (BBIKIAN);
6 — CeKIus pa3feNIeHUs] 3aT0TOBOK; 7 — CEKIUs yaaneHus 0071051, 8 — 610K HaHeceHHs POJIBTH

Fig. 4. Computer control failures diagram of die-cutting presses:
a— BOBST EXPERTCUT 106 apraprapr LER; b— BOBST SP 102-E II; c — YAWA MW 1050 YC; d — YAWA TYM 1050 S;
1 — feeder; 2 — splice table; 3 — longing chain; 4 — punching section; 5 — receiving device (display); 6 — blanks separation section;
7 — flash removal section; 8 — foil coating unit
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Pacuernpie (hopMyIIBI 11 OCHOBHBIX YCTPOHCTB
BBITJISIAT CIIeAyronM oopa3oM (cBsizb «JIN» [8]):
1) ycTpo#cTBO BBOIA MaTepHaia

Pc1=1_(1_Pcn)(l_Pcn)(l_Pcw), (D

rae Pciy, Pcia, Pcis — BEpOSTHOCTh OTKas3a caMo-
HaKJIaga, cToja PAaBHCHHUS W IIEMH C TOCKAJIKaMH
COOTBETCTBEHHO;

2) YCTPONCTBO BBICCUKH

Fey =1=(1= Py )(1 = Fep (1 = Fep3), (2)

rae Pcai, Pcy, Pcis — BEpOSITHOCTh OTKa3a IITaH-
LICBAHHUS, TUCHCHHUS (POJBrOM M JOMOJHUTEIIBHBIX
YCTPOUCTB COOTBETCTBEHHO;

3) npueMHOE YCTPOHCTBO

Foy =1= (1= Pz )(1 = Fezp )1 = Fegz )(1 = Fesy)s (3)

rae Pc31, Pc32, Pc33, Pc34* BEPOATHOCTh OTKasa
BBIKJIQJKH, pa3feeHus 3ar0TOBOK, MPUEMHO-BBIBO/I-
HOT'O YCTpOMCTBa M JOMOJHHUTENbHBIX YCTPONCTB
COOTBETCTBEHHO;

4) yCcTpOHCTBO BBOAA MaTepraia
Fey =1=(1=Fey )1 - Fryr), (4)
rne Pcs4i, Pcg— BEpPOSTHOCTh OTKa3a KOMIIBIO-
TEpHBIX cOOEB U 3JEKTPOOOOPYIOBAHHS COOTBET-
CTBEHHO.

BeposTHOCTH OTKA30B y3/1a U YCTpONCTBA yJa-
JieHus1 007105 paBHOLICHHA, TaK KaK B JAHHOM CITy-
Yae y3eI ABISETCS YCTPOMCTBOM.

B Tabn. 2 mpencraBieHa BepOSITHOCTb OTKa-
30B OCHOBHBIX YCTPOWCTB BBICEKAJIBHBIX MAIIVH,
a Ha puUC. 5 — MPOILICHTHAsI BEPOSTHOCTH OTKA30B.

CorracHo puc. 5, camasi 60JbIIast BEPOSTHOCTH
OTKa30B HaOJIOaeTcs y yCTPOMCTBa BBOJA Mare-
puasioB Ha BbIceUKy — nodTH 50 %. Y BBICEKab-
Heix MammH BOBST BTopoe mecto mo oTkazam
3aHMMaeT NMPUYHMHA YIIPaBIEHUS MPECcCaMH, B TO
BpeMsi Kak y aBToMaToB YAWA Her £BHOTO
YCTpPOMCTBA, 3aHUMAIOIIETO0 BTOpPOoe MecTo. Bce
OCTaJIbHBIE YCTPOHCTBAa OTKAa3bIBAIOT MPHOJIN3HU-
TEJBHO C OJMHAKOBO PaBHOW BEPOSITHOCTBIO, KO-
Topas Konebuercs B mpeaenax 5—23 %.

Tabauya 2
BGPOHTHOCTB O0TKa30B AJIfI OCHOBHBIX yCTpoﬁCTB NMEeYaTHBIX MAallIUH
Failure probability for main devices of printing machines
Ton YcrpoiictBo BBOAA YcrpoiictBo YcrpoiictBo [Ipuemuoe anaBneHne:
HAOJFOICHUS MmaTepualia BBICCUKH yrnaneHus ooos YCTPOUCTBO BbICCKATLHOM
MalIunHOU
BOBST EXPERTCUT 106 apraprapr LER

2013 2,694-107 1,411-107 0,040-107
2014 1,071-107 3,550-10~ 1,646-10’ 6,140-107 1,606-10
2015 1,174-107° — — 2,756-10° 1,051-10°
2016 1,587-10° 2,751-10° — 491210 2,215-10
2017 2,560-10 8,048-10° 3,656:10~ 9,693-10~ 1,387-10°

BOBST SP 102-E II
2010 14,490-10° 0,030-10 - 0,017-10 — 0,054-10
2011 11,818:10° 4,539-10 8,282-10° 1,076:10 3,263-10
2012 8,358-10° 2,795-10 " 1,230-10 2,644:10 8,430-10°
2013 6,277-10 " 457610 9,238-10°° 2,539-10 " 4,837-10°
2014 5,349-107 4271-107 1,530-10 2,209-107 3,532:107
2015 3,303-107 6,826-10~ 1,667-10 6,826-10~ 3,457-107
2016 5457107 1,137-10° 2,457-107 4,068-10 2,645-107
2017 9,659-107 9,930-10~ 1,765-10 4,851-10° 6,412:107

YAWA MW 1050 YC
2010 15,655-10 10,092-107° 9,516-10 3,738107 4,195-10°
2011 6,440-10 1,775-10° 2,455-10" 9,236-10 " 4,690-10 °
2012 21,501-10° 2,392-10° 8,665-10 ° 12,567-10° 9,828-10 "
2013 12,170-10° 3,053-107 6,043-10° 2,315:10 1,835-10 7
2014 7,220-10 6,571-10° — 1,031-10 4,980-10°
2015 8,342-10° 1,042-10° - 1,754-10 4,052:10°
2016 8,691-107 — - 2,313-107 1,617-10°
2017 26,288-107 4,162 - 4,971-107 3,439-107

YAWA TYM 1050 S
2010 1,299-10° — — — 4,000-1072
2011 8,049-107 4,229-10° — 1,802-10° 7740107
2012 13,084-10° 3,896-10 — 1,967-10° 3,714:10
2013 11,319-10° 2,843-10° — 2,210-10 2,519-10
2014 9,896-10 - 1,093-10 — 5,305-10° 3,713:10
2015 9,013-10 1,126-10° — 3,937-10°° —
2016 9,400-10 - 1,671-10° - 5,464-10° 1,37410
2017 9,297-107 1,841-10° - - 2,317-107
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Puc. 5. lnarpamma 0TKa30B OCHOBHBIX ycTpoIcTB BbiceKkanbHbIX peccoB: a — BOBST EXPERTCUT 106 apraprapr LER;
b—BOBST SP 102-E II; c - YAWA MW 1050 YC; d— YAWA TYM 1050 S; 1 — ycTpoiicTBo BBOJa MaTepHaa;
2 — yCTPONCTBO BBICEUKH; 3 — yCTPOHCTBO yHalIeHUs 00J105T; 4 — MpUEeMHOE YCTPOIHCTBO; 5 — yIpaBIIeHNe BBICEKATLHON MalInHOM

Fig. 5. Failure diagram of main devices for die-cutting presses: a — BOBST EXPERTCUT 106 apraprapr LER;
b —BOBST SP 102-E II; c - YAWA MW 1050 YC; d — YAWA TYM 1050 S; 1 — material input device;
2 — die-cutting device; 3 — flash removal device; 4 — receiving device; 5 — die-cutting machine control

Takxe Ha pUC. 5 MOXKHO 3aMETUTh, YTO MOJIETHU
YAWA MW 1050 YC u YAWA TYM 1050 S
OTJIMYAIOTCSA 1O KOHCTPYKLMUH, Y TIOCIEAHEH eCTbh
010k HaHeceHUs (OIBIH, HO MPH 3TOM OTCYTCTBY-
€T YCTPOMCTBO yJaleHus 00Ol

CpaBHUM HaiileHHBIC TOJIOBHBIC 3HAYCHUS BE-
POSITHOCTH CO 3HAYEHHUSMHU BEPOSITHOCTU OTKA30B,
HalICHHBIMH TI0 3aKOHaM pactipenenernns [10, 11].
BeposTHOCTH OTKa30B BBICEKAILHBIX MPECCOB CBE-
JIeHbI B TaOn. 3. PacdeTr ocymiecTBIsLTH MO CIey-
roreit popmye:

Feg =1=(1= R )= Fep )1 = Fes ) = Fe )(A = Fes ), (5)

rae Pci, Pcy, Pcs, Pcs4, Pcs— BEpOATHOCTH OTKaza
CEKIMi BBOAA MaTepuaja M BBICEUKH, TPUEMHOTO
YCTpOICTBa, YNpaBJIECHUs U CEKIHU OTAEICHUS
00J1051 COOTBETCTBEHHO.

Ecnu cpaBHuTh BeposTHOCTH B Tabia. 3, To ca-
Masi 3aMeTHasl pa3sHMLA B BBIYMCIIEHHM IIOKa3aTe-
neii HaOmromaeTcs y BeicekanbHOro pecca BOBST
EXPERTCUT 106 apraprapr LER (70 %), npuuem
camoe OourpIoe pasimdue BeposTHocTeld B 2017 T.
VY ocTanbHOr0 BBICEKANBHOIO O0OPYAOBaHUS pas-
Huna coctasiset 12-30 %.

326

ITpu cpaBHEHUN (PU3MUECKOIO U HOPMATUBHOI'O
CPOKOB 9KCIUTyaTaI[{ BBISBICHO, YTO (hpr3nuecKuit
cpok skcmnyatamuu MammH BOBST EXPERT-
CUT 106 apraprapr LER u BOBST SP 102-E II
coctraBiager 25 mer, YAWA MW 1050 YC -
20 ner,a YAWA TYM 1050 S — 21 rogx.

Tabauya 3
BeposiTHOCTH 0TKAa30B BBICEKAIBHBIX NMPECCOB

Failure probability of die-cutting presses

BeposiTHOCTD 1O epeBY/
BeposATHOCTB 110 3aKOHAM pacIpeneneHus]

Ha%;fllo_ BOBST
JeHus EXPERTCUT| BOBST SP | YAWA MW |[YAWA TYM
106 apraprapr| 102-E I 1050 YC 1050 S
LER
2010 — - 10,228]0,296| 0,367 | 0,344 0,053 | 0,121
2011 — - 10,201|0,251{0,225|0,285| 0,202 | 0,223
2012 — - 10,216/0,288| 0,448 | 0,513 0,197 | 0,239

2013 |0,079] 0,136 | 0,143]0,213[ 0,188 0,196 | 0,179] 0,230

2014 {0,039 0,050 |0,125|0,174| 0,092 | 0,162 | 0,147 | 0,166

2015 |0,025] 0,049 | 0,095 0,146/ 0,113 [ 0,161 ] 0,104 0,138

2016 {0,045| 0,111 |0,116|0,165|0,122|0,141|0,126| 0,172

2017 {0,060 0,198 |0,182|0,301| 0,326 | 0,371|0,130| 0,189

OCHOBHBIE YCTPOMCTBAa BBICEKAIBHBIX MAIIUH
UMEIOT JIPYTHe CPOKU (PU3MUECKON SKCIUTyaTaluu
(puc. 6) [12].
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Puc. 6. ®ynxuu nareHcuBHocTH 0TKa30B: a — BOBST EXPERTCUT 106 apraprapr LER; b — BOBST SP 102-E II;
c—YAWA MW 1050 YC; d— YAWA TYM 1050 S; 4 — Mamunsl; B — yCTpOHCTBO yaasieHus 00105
C — ycTpoiicTBO BBOAA MaTepuaia; D — yCTpOUCTBO BbICEUKY; E — IpUEMHOE YCTPOUCTBO; G — yIIpaBIeHUE BBICEKAIbHON MAaIMHON

Fig. 6. Failure rate functions: a— BOBST EXPERTCUT 106 apraprapr LER; b — BOBST SP 102-E II;
c— YAWA MW 1050 YC; d — YAWA TYM 1050 S; 4 — cars; B — flash remover; C — material input device;
D — die-cutting device; E — receiving device; G — die-cutting machine control

W3 puc. 6 BUAHO, 4TO caMblii Manblii Gusnde-
CKUI CPOK 3KCIUTyaTallul HaOMIONaeTcs y yCTpou-
CTBa BBOJIa, U TOJBKO Y BBICEKaJLHOTO IMpecca
BOBST EXPERTCUT 106 apraprapr LER man-
HBIH CPOK €IIe MEHbIIE MJis YIpaBJIEHUS BbICE-
KaJpHOW MammHO#. B cBoto odepenp, ycTpolcTBa
IITAHIIEBAaHU, YAaJleHus 00J104, BEIBOJA MaTepua-
JIOB UMEIOT 0oJiee MPOAODKUTENBHBIA CPOK JKC-
TUTyaTaluy, 9YeM CaMH BBICEKAIbHBIE MAIIIHHBI.

VYerpoiicteo BBoga BOBST EXPERTCUT
106 apraprapr LER mmeer MeHbnid Qu3nyueckuii
CPOK JKCIUTyaTalliy, YeM y BCEH MallluHbI, Ha 5 JIET,
a ymOpaBlieHWE MAaIllMHOM — MeHblle Ha 6 JerT.
VYerpoiicrso BBoga y BOBST SP 102-E II BeriineT u3
JKCIUTyaTalMy paHblie Ha 5 jer, y YAWA MW
1050 YC— ma 7 met, y YAWA TYM 1050 S—
Ha 6 5reT. OcTanbHBIC KEe YCTPOHCTBA BHICEKATBHBIX
NPECCOB MMEIOT HaJeXHOCTb Bblie Ha 1-4 rona,
YeM HaJIe)KHOCTh BCe MamMHBIL. TakuMm oOpazom,
MUHHMATBHOW HaJe)KHOCTHIO 00JIaaeT yCTPOHCTBO
BBO/1a BBICEKAJILHBIX MTPECCOB.

Hayka
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BbIBO/IbI

1. 3 ananusza uccneqoBaHUM HAAEKHOCTH OC-
HOBHBIX Y3JIOB BBICEKaTbHBIX TipeccoB (BOBST
u YAWA) cnenyer, 4to camasi OoJblLas BeposT-
HOCTh OTKAa30B HAONIIOAaeTcs y YCTpOMCTBA BBOIA
MareprasioB Ha BbIceuky (=50 %). Y BbICEKaIBHBIX
mammH BOBST Bropoe mMecTo no oTka3aM 3aHUMaeT
MIPUYMHA YTIIPaBJICHUS! TIPECCAMH, B TO BpeMs KakK Y
aBToMaToB YAWA HeT SBHOro ycTpoiicTBa, 3aHM-
MAIOUIET0 BTOPOE MECTO. Bce ocralibHbIE YCTpOM-
CTBa OTKa3bIBAIOT MPUOIM3UTENBHO C OJWMHAKO-
BOW BEPOSITHOCTHIO, KOTOpast KoyebJeTcst B Tperie-
nax 523 %. Ecnu cHU3UTH OTKa3bl BBOJIA MaTepraa
B BBICEKAJILHBIN MPECC, TO MAIIWHBI MOTYT TPOJUTUTH
CBOM CPOK CITy’KOBbI Ha 5—7 JIeT.

2.lo wroram HaOmMOAEHWS 32 OCHOBHBIMU
YCTPOMCTBAMH M y3JIaMH ToJHTpaduaeckoro odopy-
JOBaHMSI MOXKHO OTMETHTB, YTO HA/IE)KHOCTh MAIll-
HBI CWJIBHO 3aBUCHT OT HAJIEKHOCTH OJHOW JeTan
WIM OJHOTO COMpPSDKEHWS JleTaleil ¢ HauMeHb-
ITM CPOKOM Pa0OTH. HEeTOUHBIN peMOHT OHOTO W3
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OCHOBHBIX YCTPOMCTB CHIKAeT HajeKHOCTh Ma-
IIFHBI, © HA000pOT, TOYHAS M YeTKas paboTa y3II0B
YBEJIMYHMBACT HAJACKHOCTh W PabOTOCIIOCOOHOCTH
arperara.

3. Hajmuaue orpoMHOTO TMapka mojurpaduaecko-
ro o0opynoBaHusI TPeOyeT BBICOKOKBATU(DHUIIUPO-
BaHHOTO CEPBUCHOTO OOCITYy>KUBaHUS JUIS YCTAHOB-
KM, TEXHHYECKOrOo OOCTyXMBaHHSA, pPEMOHTa U
KOHTPOJISI Hajl TEXHUYECKHMM COCTOSIHUEM MAIUH
u ycrpoiictB. CBOEBpeMeHHAsl TMarHOCTHKA, Kade-
CTBEHHBIH PEMOHT, MPABWIBHEIC YCIOBHS JKCILTY-
aTali MallWHBl TPUBEAYT K 00Jee MPOJOIDKH-
TETLHOMY CpPOKY CIYXOBl IONHTPadUIeCcCKOTO
00OpY/ZIOBaHMS W YJIYYIIAT KAa4eCTBEHHBIC TOKa3a-
TEITU TIOTY4aeMON YITAKOBKH.
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