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ASSESSMENT OF ROLLING BEARINGS OPERATING CONDITIONS

The article examines the possibilities of ensuring the reliability of the rolling bearings of the equipment used in the
process of painting aluminum sheets. It was noted that the fully mechanized production line at the enterprise ensures the pro-
duction of high quality aluminum sheets. However, the productivity of the technological equipment used in the dyeing process
and the rejection of the bearings have a negative impact on the efficiency of production.

Technological machines and equipment work in Azeraluminum OJSC in particularly difficult conditions, and therefore
there is a need to increase the reliability and longevity of the used roller bearings. The operating conditions of the bearingss,
the distribution of loads between the rolling elements, as well as the contact stresses in the bearings details were assessed.
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Urgency of the research. One of the main features of the economic landscape of Azerbai-
jan in recent years is to ensure the rapid development of the regions. The current regional de-
velopment strategy is a clear example of this. Azeral-Minium is one of the leading enterprises
in the non-oil sector in the country. The company is a leader in the production of aluminum
oxide, primary aluminum and other semi-finished metal products.

The company's main enterprise - Azeraluminum OJSC is located in Ganja. The complex
includes an Electrolysis Plant, Anode Processes Plant, Metal Casting and Continuous Rolling
Plant, Pressure Processing and Dyeing Plant, other workshops, ancillary production areas and
infrastructure facilities. The Azeraluminum OJSC was founded in March 2008. The company
uses modern technologies in the production of long aluminum sheets. Unlike traditional tech-
nological processes, a number of operations that limit the efficiency of the production of long
sheets of aluminum alloys have been eliminated.

Target setting. At present, a highly efficient production process has been achieved at the
OJSC using advanced technological operations. The company implements continuous casting
technology of aluminum ingots. It combines several important technological operations. The
basis of production is a ball casting process, in which the processes of crystallization and de-
formation of the liquid metal are carried out simultaneously.

As a result, a number of technological advantages are achieved: low energy capacity and
high environmental friendliness of production; low capital and operating costs; application of
the temperature of the liquid metal supplied to the rolling shafts to the deformation of the paste;
direct purchase of the product by continuous casting of liquid metal. One of the important joints
used in the roller casting process is the pads, which are attached to the rolling shafts.

Actual scientific researches and issues analysis. The longevity and reliability of roller
shafts largely depend on the service life of the bearings [1; 2]. Observations showed that the reli-
ability of the technological equipment used in the Pressure Processing and Dyeing Plant of Aze-
raluminum OJSC is not high and is mainly due to the bearings joints of the equipment. Pillow
joints act as the most responsible knot of technological equipment in the dyeing process. Failure
of these nodes leads to disruptions in process equipment and production processes [3; 4].

Uninvestigated parts of general matters defining. Therefore, the Azerbaijan University of
Technology (UTECA) has studied the possibilities of increasing the reliability and longevity of the
bearings joints of equipment used in the process of painting aluminum sheets at Azeraluminum-
OJSC. As part of the research, complex research was conducted in the paint shop of the plant.

The research objective. This article examines the following issues: assessing the operating
conditions of the bearings and the distribution of loads between the rolling elements; calculation
of contact stresses in pillow details; reasons for failure of bearings; technological process of
painting aluminum sheets; technical characteristics of bearings in painting equipment.
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The statement of basic materials. It is known that the rejection of pillow joints leads to
equipment downtime, reduced productivity and increased cost of production. The reliability of
pillow joints depends on the service life of its individual elements. Therefore, increasing the
longevity of bearings is a topical scientific and technical issue [3; 4].

Our observations in the painting shop of Azeraluminum OJSC showed that the longevity
of bearings is related to the degree of wear of their individual elements [5; 6]. During the oper-
ation of the bearings, wear occurs due to the friction force on its elements. As a result, the pillow
elements change their size, their accuracy decreases and abnormal gaps appear. There are
shocks on the pillow elements and they break down in a short time. Therefore, it is important
to take effective preventive measures against the wear of pillow elements in the painting shop.

It has been determined that the main types of wear on the elements of roller bearings are
as follows [7; 8]: mechanical wear occurs as a result of mechanical impact; mechanical-corro-
sion erosion occurs as a result of both mechanical and chemical effects; Abrasive corrosion
occurs as a result of solid particles falling between friction surfaces and scratching surfaces;
erosion is caused by the action of liquid or gas jets; Fatigue is the result of the abrasion of
friction surfaces that have been working under load for a long time [9; 10].

It was determined that the wear of rolling pads in the painting shop takes place in two stages:
in the first stage, the roughness on the surface of the newly prepared parts is eaten and falls to normal
size; in the second stage, wear occurs during subsequent operation of the parts [11; 12].

Aluminum sheets entering from the pressure treatment plant are placed on the slope of the
loading cart with a bridge crane. The loading cart is lifted up and brought to the center line of
the sheet unloading device. To make a closer contact with the sheet, the shaft is opened, then
the loading machine is lowered and stops in the holding position, waiting for the next sheet.

The device is equipped with a clamp that holds the outer diameter tightly to prevent sudden
separation of the sheet when cutting the winding tape of the sheet, and makes it easier to send the
last sheet to the tension shafts. The traction block is used to send the end of the sheet to the scissors
and the sewing machine. The incoming sheet is brought to the reference position on the machine,
and when the next sheet is completely emptied, it reaches the seam position of the two strips.

There is a centering block at the end of the entrance storage block. The operating panel
with the first control buttons automatically controls the operation of the equipment at the en-
trance. The sheet entering from the inlet storage cart enters the primary cleaning unit (9) through
the traction shafts and the accumulator junction. The block is equipped with a water tank and
rotating brushes, where both sides of the sheet are washed with hot alkaline solution.

The second cleaning tank with rotating brushes is used to remove any oil residue stuck
to the surface of the sheet. Heated solid alkaline solution and brushes clean both sides of the
sheet. Subsequent spray tanks are designed for complete washing. The sheets with oily sub-
stances on the surface are washed again with hot water, and the last tank removes various
residues from the surface.

The cleaned sheets pass through a drying oven and enter between the chemical shafts, where
a galvanic coating of chromium is applied on both sides of the sheets. After passing through the
chemical shafts, the sheets again enter the drying oven. The sheets leaving the drying oven are
passed through a centering mechanism and sent to the painting machine for painting.

The coloring machine can paint both sides of the sheet, and the painting can be done in the
forward and reverse directions. The sheets leaving the dyeing machine pass through the vulcaniza-
tion furnace. Here the solvents are evaporated, the sheets are heated to a certain temperature and
vulcanized. After leaving the oven, the sheets are cooled with a water jet. The cooling system also
provides centralized wrapping of the sheets. The cooled sheets are first dried with hot air, then
passed through the tension rollers to the primer (19), and then to the primer on the back of the sheet.
The painted sheet passes through the drying oven, water and air to the hot air drying position.
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The dried sheet is fed to the outlet accumulator by means of traction shafts, and from there
by means of traction shafts to the guide table, cutting shears, transmission shafts and finally to
the roll winding device. Photoelectric regulators are located between the winding and traction
cylinders, where the sensors read the relevant information and send a signal to the control sys-
tem when an error is detected. Thus, the measurement accuracy of the sheets is fully automated.
When the required roll diameter is obtained, the winding machine stops and the cutting machine
cuts the sheets to the required length.

Thus, the fully mechanized technological line at Azeraluminum OJSC provides the pro-
duction of high quality sheets with a thickness of 0.2...1.0 mm and a width of 700...1300 mm.
The reliability and longevity of the pads have a direct impact on the productivity and continuous
operation of the technological equipment used in the dyeing process. Research conducted at the
dyeing plant has led to the following conclusions [7]:

1. One of the most responsible parts of the technological equipment used in the painting
process is the pillow joints, the productivity of which is directly determined by the reliability
of the bearings. Failure of bearings joints leads to downtime of technological equipment and
processes, which reduces production efficiency.

2. The maintenance measures provided to the pillow joints during operation are not suffi-
cient to extend the service life of the bearings. The low quality of the lubricants used also has a
negative effect on the longevity of the bearings.

3. Violations in the assembly and installation of roller bearings have a negative impact on
longevity. The low quality and improper selection of sealing elements also have a significant
negative impact on the reliability of the pads.

4. Technological machines and equipment work in Azeraluminum OJSC in particularly
difficult conditions and therefore there is a need to increase the reliability and longevity of the
used roller bearings.

The roll opener operates radial spherical bearings 3616 with two rows of rollers. These
bearings have a greater carrying capacity than bearings of the appropriate size. These bearings
are produced at the pillow factories in Samara (Russia) and Minsk (Belarus).

11311 double-row ball bearing radial pads are used in roll tension shafts. These bearings
are produced at the Kharkiv (Ukraine) pillow factory. The roller winding device uses radial
spherical pads with two rows of rollers No. 3520. The rollers are placed on the inner rings with
two runways and the outer rings with one spherical runway.

The technical characteristics of the rolling pads 3616, 11311 and 3520 listed above are as
follows: Internal diameter of pillow No. 3616 (d) - 80 mm; outer diameter (D) - 170 mm; width
— 58 mm; number of rollers - 28 pieces; dimensions of the roller - 24.5x22.11 mm; weight - 6.6 kg;
dynamic lifting capacity - 392 kN; static lifting capacity - 480 kN; rated speed - 2600 rpm.

Internal diameter of pillow number Ne 11311 (d) - 55 mm; outer diameter (D) - 130 mm;
width (B /L) - 31/47 mm; weight - 2.37 kg; diameter of the ball - 15,875 mm; number of balls
- 32 pieces; dynamic lifting capacity - 57.2 kN; rated speed - 5300 rpm. Ne Internal diameter of
pillow number 3520 (d) - 100 mm; outer diameter (D) - 1480 mm; width - 46 mm; weight -
5.15 kg; number of rollers - 38; dimensions of the roller - 20x16.7 mm; dynamic lifting capacity
- 330kN; rated speed - 2400 rpm.

It was found that the radial force acting on the rolling pads is unevenly distributed between
the rolling elements of the pad (Fig. 1). All loads are accepted by rolling elements located in
arcs smaller than 1800. The rotating element in the direction of the radial force is more loaded.
Depending on the plane of action of the radial force, the rotating elements symmetrically placed
are evenly loaded.
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The distribution of force between the elements of rotation is a statically unsolvable prob-
lem. The radial force acting on the pad is Fr, the force acting on the heavily loaded rolling
element is FO, the force acting on the rolling element at an angle y with respect to the plane of
impact of the load is F2, and so on; We denote Fn by the force acting on the rolling elements at
an angle ny.

Fig. 1. Distribution of forces acting on the rolling pad

The equilibrium condition of an inner ring loaded with a radial force can be written as
follows:

Fr = Fo +2Ficos y + 2Fzcos 2y+...2Fncosn y, Q)
where y =3600 / z is assumed; z is the number of balls; n is half the number of rolling elements
in the loaded zone. In addition to the equilibrium equation, we use the displacement equation
to solve the problem. Assuming that there are no radial gaps in the pads, it can be assumed that

the rolling element and the deformation of the rings are equal to the corresponding projections
of the complete displacement of the ring 60:

0,=0,C08y; O, =0,C0S2);..ccc0rumn. ; 0, = 0, cosny; (2)

where i is the number of the scroll element. According to the theory of elasticity, there is the
following relationship between the displacement of two compressed elastic bodies, ie the balls
of the pads and the rings, and the compressive force [5]:
5=C F% (3)
where C is the coefficient of proportionality; F is the compressive force.
If we express the deformations in the displacement equations by force, then

F1=Focos®?y, F2=Focos®?2 y, Fi = Focos®?iy. (4)

If we consider these dependencies in the equilibrium equation, then
Fr=Fo(1+2 X, cos*/? iy) (5)
By multiplying and dividing the right side of the formula by z, we determine the force FO:
Fo=KF/z (6)
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Replaced with K = : i here. The number of balls is K =4.37 + 0.01 for

1+2>"" cos®iy
bearings with z = 10 ... 20. If we take into account the gap in the pads used in real conditions,
we can assume K =5 for single-ball radial pads. Then you can write:

Fo =5F/z. (7)

Given the uneven distribution of the load between the rows in two-row spherical pads, the
force acting on the heaviest load can be determined as follows:

Fo = 6F/(zcosa). (8)
For roller bearings, this problem can be solved in the same way as for ball bearings. How-
ever, the line of dependence between the displacement & and the compressive force F is as-

sumed, ie 6 = C1 - F (C1 is the coefficient of proportionality). Similar to ball bearings, the
maximum force for roller bearings is expressed as follows:
Fo=KFr/z. 9)

For roller pads between z = 10 ... 20, we assume K = 4, K = 4,6, taking into account the
spacing. For spherical pads with two rows, we assume K = 5.2, taking into account the unequal
distribution of force between the rows.

Thus, calculations have shown that the balls of radial-bearing pads loaded with radial force
are loaded 1/ cos a (a is the angle of inclination of the contact line) 1 times more than those of
radial bearing pads. This argument leads to the wider application of roller bearings in techno-
logical machines and equipment [5].

After determining the distribution of the radial force acting on the bearings between its
elements, it is necessary to determine the contact voltages on the pads. It has been found that
the contact voltages at any point on the surfaces of the rings and balls vary with the pulse period.
The period of tension at any point on the escape routes of the rings is equal to the time it takes
for the next ball to reach a given point.

Such variability of contact stresses leads to fatigue wear of the working surfaces in the
pillow details. It has been found that fatigue resistance depends on the rotation of the inner or
outer ring of the bearings. The rotation of the inner ring is considered more favorable, because
at a value equal to the force FO of the load, the voltage at point a of the ring is greater than the
voltage at point b. Thus, the ball meets a convex surface at point a and a concave surface at
point b. In this case, the equality of the number of cycles of stress leads to the collapse of
fatigue, especially at point a. To equalize the operating conditions of the rings, the number of
voltage cycles at point a must be reduced compared to point b. This can be achieved by rotating
the inner ring. Thus, in the middle of the turn, point a is completely empty, and most of the
other half of the inner ring is not fully loaded.

It has been found that tensions in ball bearings occur at the starting point of contact between
the ball and the rings. After the load is applied, the contact takes the form of an ellipse, in a
small area. The maximum stress on the contact surface of the inner ring with the ball in the
contact zone can be determined according to the Hers formula as follows [9]:

2

3 |pp2f 21
o, =m \/FE (D—W—;J : (10)

where F is the load acting on the sphere, N; E - modulus of elasticity of the material, MPa; m
is a special coefficient, which is selected depending on the ratio of inverted head curves [8]. To
determine the maximum stress on the contact surface of the outer ring with the ball, write pa
instead of pi and ra instead of ri in the formula. For radial-bearing pads, the radii of curvature
ri and ra are defined as the ratio of the radius of curvature to cos a (Fig. 2).
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Fig. 2. Correlation between A / B ratio and m coefficient

It has been found that in roller bearings, the initial contact between the roller and the rings
occurs in a straight line [7]. The maximum contact voltage between the roller and the inner ring
can be determined as follows:

o, =0,418 E[i+%j, (11)

e w I

where Dwe and Lwe are the diameter of the roller and the effective length of the contact line, mm.

When determining the contact voltage between the roller and the outer ring, instead of ri in
the formula, ra should be written with a negative sign. For bearings materials, the maximum
allowable contact voltage is assumed to be 5000 MPa at the point of contact and up to 3000
MPa at the line. Thus, on the basis of analytical calculations, generalization of experimental
data and long-term observations of the technological equipment operated by Azeraluminum
OJSC, the following characteristic damage was detected in the roller bearings.

Fatigue was observed in bearings that worked normally for a long time. Thus, the sign of
the balls rolling in the rings occurs under the influence of changing forces. After a certain num-
ber of loading cycles, microcracks appear on the working surfaces. It is in these microcracks
that abrasions occur as a result of the ingress of lubricant. Fatigue is the main cause of failure
of roller bearings operating under heavy loads, which are well protected from contaminants [8].

It was determined that most of the technological equipment operated at Azeraluminum
OJSC operates in abrasive conditions. Despite the use of various sealants and lubricants, the
elements of the roller bearings are more prone to corrosion. The effect of centrifugal force and
rolling elements on the separator, as well as on axially loaded airbags, is more pronounced.

It has been found that the diameters of the rolling elements are not the same and that they do
not rotate at the same speed around their axis, so the separators are affected by different values of
force. As a result, the rolling elements not only cause the separator to wear out, but also cause the
slide to slip. These effects lead to the collapse of the separators. Disintegration of the separators was
mostly observed in high-speed pads. External signs of pillow failure have been identified: poor
rotation accuracy, high noise, a sharp increase in roll resistance, and heating of the pillow.

It has been found that the rolling elements of the pads and the splitting of the rings are due
to the inaccurate assembly, which causes the rings to bend and rivet, operating under shock and
vibration loading. Compression as a result of plastic deformation occurs mainly in slow-mov-
ing, heavily loaded pads, and crushing manifests itself in the form of depressions.
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Conclusions. Thus, it was determined that the engineering calculations of roller bearings
operated by Azeraluminum should be based on static load capacity due to permanent defor-
mation and longevity due to fatigue abrasion. The possibilities of increasing the reliability and
longevity of the bearings joints of the equipment used in the process of painting aluminum
sheets have been investigated.

The operating conditions of the bearings, the distribution of loads between the rolling ele-
ments, as well as the contact stresses in the bearings details were assessed. The process of paint-
ing aluminum sheets and the technical characteristics of the pads used in painting equipment
are analyzed. The main reasons for the failure of the bearings were clarified, the main types of
wear on the pillow elements and their characteristics were identified.
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acHUCTEeHT KadeapH iHKeHepil MallliH Ta JIOTiICTUKA
AzepOaifkaHChKII TeXHONOTIYHIN YHiBepcuTeT (IsHmKa, A3epOaiimkan)

E-mail: nizism@mail.ru
OIIIHKA YMOB EKCHJIYATAIIIi POJIMKOBUMX ITIIIIUITHUKIB

Poszensinymo moxcausocmi 3abe3neuents HAOIHOCME POIUKOSUX NIOWIUNHUKIG, W0 BUKOPUCIIOBYEMbCS 6 npoyeci ghap-
6ysanns amominiesux aucmis 8 ymosax BAT «Azepamominiiiy. Bioznaueno, uo nogHicmio Mexanizo8ana Jinis Ha NiONPUEMCmesi
3abe3neyye 6UNYCK UCOKOAKICHUX antominicsux aucmie. OOHAK NPOOYKMUBHICIb MEXHON02IYHO20 001a0HAHHS 6e3n0cepeOHbO
108 ’A3aHa HAOIUHICMIO NIOWUNHUKIE, BIOMOBU SIKUX HE2AMUGHO GNIUEAIOMb HA eeKmuUeHicmb UpoOHUYmMEA.

Ha ocnogi ananizy ymoe excniyamayii 6CmaHo61eHo, o 0OHIEI0 3 HAUOLIbW 8I0N0GIOANbHUX YACTHUH 0ONAOHANHSA, WO
BUKOPUCIIOBYEMBCS Y MEXHONLO2IUHOMY NPOYeci, € pOAuKo8i niowuntuxy. Buxio iz nady niowunnukie npuzeooums 00 npocmois
MexHON02IuH020 00NAOHANHA. 3ax00U 3 MeXHIYHO20 00CY208Y8anHs, nepedbayeni O NIOWUNHUKIE Ni0 yac ekxchayamayii, €
HedocmamHimu 0151 NPOO0BI’CEHHs IX mepMiny cayicou. Husvka axicmes MacmuibHUX Mamepianie maKoic He2amueHo 6NIuedA-
10mb HA MPUBANICHL POOOMU POTUKOBUX NIOUWUNHUKIE.

Topywenns npu cknaoanHi ma MOHMANCI POAUKO-NIOUIUNHUKIG HE2AMUBHO NOZHAYAIOMbCA HA 008208iyHOCmI. Husvka sk-
icmb i nenpagunbHULL NIOGIP YWINLHIOBATLHUX elleMEeNi6 MAKONC iCMOMHO NAUEAI0Mb HA HAditiicmb. TexHono2iuHi Mawuny ma
001a0HAHHS NPAYIOIOMb 8 0COONUBO CKILAOHUX YMOBAX | BUHUKAE HEOOXIOHICMb NIOGULeH s HAOTIIHOCMI MA 006208IYHOCI BUKO-
PUCIMO8YBANUX POTUKO-NIOWUNHUKIG. OYIHIOBAUCA YMOBU eKCRIYamayii NiOWUNHUKIE, MEeXHIYHI XapaKmepucmuky ma po3nooin
HABAHMANCEHHS MIJIC eleMeHMaMU, A MAKOXHC KOHMAKIMHI HANPYHCEHHS 8 0emanax niowuntuxis. [Ipoananizogano mexuonoeiu-
Hull npoyec apOysaHHs amoMiHIEgUX TUCMIE Ma 0cOOIUBOCMT 0ONAOHAHHS 8 PapPOY8ATLHOMY YeX).

Takum YuHOM, BUBHAYEHO, WO THHCEHEePHI PO3PAXYHKU 008208IYHOCMI POTUKONIOWUNHUKIE NOGUHHI IPYHIYEAMUCS HA
CMAMUYHILT 8AHMANCONIOUOMHOCII, OCKITbKU IX 8IOMOGU 8I0OY8AIOMbCS 3a PAXYHOK NOCMIUHOL deghopmayii ma uepes emomme
cmupannst. Mooicnugocmi niosuujents HadittHOCmi ma 008208I4HOCMI POIUKOGUX NIOWUNHUKIE, U0 BUKOPUCHIOBYEMbCS 8 NPO-
yeci ¢papbysants anoMinicgUX IUCMIB, NOG'I3AHI 3 NOKPAUJEHHAM IX YMO8 eKCIIyamayii, pieHOMIPHUM PO3NOOLIOM HABAHMA-
JHCEHb MIC eleMEeHMAMU, A MAKONHC 3MEHUEHHAM KOHMAKMHOI Hanpyau 8 0emanax niOwunHuKie. Ymouneno ocHo6ni npuiunu
8I0M0O8 Ma BUABNEHO 8UOU 3HOCY eleMeHMiI8 PONUKOBUX NIOUUNHUKIE.

Knrwuoei cnosa: ponuxosi niowuntuxu, Hadilnicms, YMO8U eKCHIyamayii; po3nooil Ha8aHMANCEHHs, KOWMAKMHI Ha-
npyeu; npoyec hapoyeants, mexHonoiune 00IAOHAHHS.

Puc.: 2. Bion.: 12.

Guliyev, S. (2021). Assessment of rolling bearings operating conditions. Technical sciences and technologies, 4(26), 50-57.
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