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I. Algoma's new N 2 seamless mill:
The process and its capability

Lesson 1.
1. Термины для запоминания:

conditioning -  отделка, зачистка

lot - партия, серия

quench - закалка

retained mandrel mill - стан для прокатки бесшовных труб (на оправке) 
rounds - круглая сталь различного диаметра 
reject -  брак 
stop – упор, предел
schedule - график, расписание, программа 
shell - гильза, заготовка 
temper -  отпуск (стали) 
track - I) след 2) колея, путь 
veryfication – проверка
2. Найдите в разделе б) соответствующие английские эквиваленты для русских словосочетаний из раздела (а).

а) компьютерное слежение, оборудование для производства бесшовных труб, диапазон размеров, закончить программу; при ограниченных заказах на изделия с диаметром 1,9 дюйма, возможности настоящего (нового) стана, технология производства бесшовных груз.

b) with limited orders for 1'9-in dia product, size range, to complete the program,; current mill capability,  seamless tube making technology, seamless tube making facility, computer tracking.
3. Прочтите следующие интернациональные слова и определите их значение.
produce, product, project, program,, construction, personnel, operation, limit, unique, system, process, control, technology, finish, test, service, computer, automatic, collection.
4. Прочитайте текст I А про себя и подробно ознакомьтесь о содержанием каждой его части
Text I А 
Algoma's new N 2 seem lees mill
1. ALGOMA'S new seamless tubemaking facility was conceived in 1979 with the objective of extending the size range to produce oil country tubing down to 1,9 in. dia. The No 1 mill, as in existed then, was most efficient at making 7-in.dia product and larger (up to 12 3/4 in.), although capable of producing sizes down to 4 1 /2 in. dia. The new No. 2 mill woul roll product in the size range from 1,9 to 7 in. dia.

2. The project was interrupted in 1983 and resumed in 1985 when it decided to complete the program. Since Feb. 1985t construction of the mill has been completed, personnel trained and the new facilities placed in operation. With limited orders for 1,9 in. dia product, current mill capability has been restricted 2 V8 through 7 in. dia.

3. A unique system of processes and controls from various mill suppliers, representing the latest in seamless tubemaking techno​logy, have been integrated into the No 2 mill.

4. The new facility consists of: a bollet preparation area; rotary reheat funace; a hot mill (piercer, retained mandrel mill, stretch reducing mill); and an end-finishing and testing line. Both the existing No. 1 and No. 2 mills are serviced by an in​terconnecting quench and temper unit for heat treating 3.5 to 12.75 -in. dia casing and line pipe. 
5.  Computer tracking of each pipe is an integral part of the control system of the new mill, including the automatic collection of related data at each processing stage. This involves tracking product movement through control logic and tube identity verifi​cation with marking and reading systems.
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Notes: conceive - задумывать

5. Найдите е тексте предложения, рассказывающие о цели строительства стана №2 для прокатки бесшовных труб; о том, когда была завершена программа строительства нового стана; о том, из чего состоит новый прокатный стан; о том, как на новом стане осуществляется автоматический сбор данных на каждом этапе технологического процесса.
Выполняя это задание:

а) Переведите эти предложения, обращаясь при необходимости к значению новых терминов;

б) Просмотрите эти предложения, уточняя непонятное для Вас.

6. Дайте оценку фактам, изложенным в абзацах текста. Уточните друг у друга, является ли эта информация новой для каждого из Вас или Вы знали об этом раньше (см. данные ниже разговорные клише и словосочетания).

Тhis part of the text is concerned with the most up-to-date information on...

Эта часть текста связана с новейшей информацией о...

As  far as I know ...

Насколько я знаю... 
In my opinion

По-моему мнению 
It is significant to know that ...

Важно заметить, что...

7. Переведите письменно со словарем текст I Б за 35 мин. Постарайтесь догадаться о значении незнакомых слов по сходству корней, по известным Вам словообразовательным элементам ж до контексту.
Text I Б
Billet Preparation


Rounds from continuously cast blooms, up to 13 meters long, arrive at the billet preparation facility on rail cars from the conditioning area where they are straightened, inspected and conditioned if required. The rounds are unloaded by magnet crane and grouped into production lots ready for cutting or two parallel cutting lines
All products from the No. 2 mill are rolled from 220-mm dia billets. Tight control of final pipe length requires that a consistent volume of material is maintained for each billet charged to the mill. This is accomplished by weighing and measuring the length of each tube round before cutting. This information is then used by the control system to set the billet length stops, individually, for each tube round, to produce a cut billet of the exact required aim weight.

Cut billets are then stored in production lots ready for charging in the rotary furnace for hot rolling.
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8. Прочтите бегло весь текст I В к постарайтесь понять его содержание.

9. Ознакомьтесь еще раз с содержанием каждой части текста IB. Найдите в тексте предложения, которые могут служить ответом на поставленные вопроси и переведите их.

Text IB
Rotary repeat furnace
Where are billets loaded according for a charging schedule?
1. Billets are loaded on the rotary reheat furnace charging tables by product lot according to a charging schedule. Each billet is weighed to confirm that it meets the product requirements and any rejects are kicked off automatically. All billets delivered to the line are given a computer tracking identity that is carried throughout the hot rolling process. Processing information for each piece is then collected and stored against that pipe identity number (PIN) , as the piece is processed.

How are the billets then set on the rotating furnace hearth?

2. Billets meeting the charge requirements continue down a roller line, under the furnace to a billet elevator. The elevator raises the billets to the operating level of the mill, approxima​tely 6 meters above ground level. The billets are then set on the rotating furnace hearth (под) by a charge boom (стрела) either singly or one behind the other in a double-charge mode.

What does a billet temperature control system provide?

3. The rotary hearth furnace is natural-gas fired and rated at 150 tones/hr heading capacity with a 1280°C (2340°F) discharge temperature. There are seven1 temperature zones controlled by a Honeywell TDC 2000 system. A billet temperature control system controls the seven zone temperature get points and provides on-line adjustments based on a mathematical model of heating conditions as each billet is tracked through the furnace. Planned and unplanned delay (задержки, неполадки) strategies are also maintained by this system.

Where are the billets conveyed then to?

4. As the hearth rotates through one revolution, the billets pass through the heating and soaking zones and are withdrawn from the furnace one at a time by a discharge boom. They are then conveyed through a high-pressure water descaler to в center punch (штамп) machine in preparation for piercing (пробивка),
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10. Составьте письменно аннотацию текста IB.

11. Прочтите внимательно текст I Г (время - 10 мин.) и постарайтесь понять его основное содержание.
Текст I Г
Piercer and Retained mandrel mill

1. Hot billets are formed into a hollow shell by a 2-roll rotary piercer. The two barrel-shaped work rolls are located one above the other with side support provided by two rotating disks. The two d-c main roll drives deliver 5500 kw and the d-c disk drive motors are rated at 150 kw each.

2. The 220-mm dia billet entering the piercer is expanded to a 230-mm dia shell that is also a common diameter for all products. The hot shell is quickly descaled internally with borax (бура). A prelubricated mandrel is then inserted into the shell and the mandrel and shell transferred to the retained mandrel mill.

3. With the shell and mandrel positioned on the retained mandrel mill (MPM) rolling line, the mandrel advances to the starting position. Pinch rolls carry the shell into the roll bite of the first stand and retained (остаточный ) rolling begins.

4. The 7-stand, 191-mm MPM was supplied to produce tubes with a wall thickness range of 4.5 to 30 mm, 185 mm dia up to 32 meters long. The maximum elongation required by this product range is 5.2 with an exit speed of 3.75 meters/s. Maximum production rate is 140 pieces/hr.

5. As the tube leaves the last stand of the MPM, the mandrel is removed from the mill in a reverse direction and transferred to the cooling line.

6. A computer model facilitates the calculation of mill pass designs, roll speeds, roll gap settings (ширина зазора между валками) mandrel speeds and positioning, and predicted loads. This model is constantly updated (совершенствовать) with actual operating experience.

  Mill performance is monitored on a high-speed color graphics data acquisition system. Instant graphical display of critical measured data for each tube prodded, allows tight control of MPM rolling. All data collected are stored with the piece tracking identity for future analysis.

7. Tube temperature is equalized for stretch reducing in a 20-position, walking beam furnace (печь с шагавшим подои). This natural-gas fired furnace stabilizes the tube temperature at 925 to 9500C (1700 to 17500F) for the stretch reducing operation.

8. Final hot wall tube thickness and diameter is produced from a 185-mm dia MPM tube on a 22-stand stretch reducing mill. The product range capability of this, mill is 48.3 x 3.2 mm (1.9 x 0.16 in.) to 177.8 x 28 mm (7 x 1.1 in.).

9. Stretch reduced tubes are cooled on a 120-position walking beam (балансир) Kocks cooling bed (холодильник) that lowers the pipe gradually to ground level from the hot mill operating level. Final cropping and cutting to length is done on one of two parallel cold saw lines.

10. The semifinished pipes are scheduled from this location for heat treatment, if required, or directly for end-finishing, testing and shipping.
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12. Просмотрите внимательно еще раз текст I Г и определите основные сведения, содержащиеся в каждой его частя.

13» Выделите предложения, в которых изложены основные факты текста I Г и переведите их. 
14. Сделайте краткое сообщение на русской или английской языке по основному содержании текста I Г, опуская детали. 
15. Ответьте на ключевые вопросы по содержанию текстов I А,  Б, В и Г.

1. When was Algoma's No. 2 seamless tube mill put into operation. 
2. The new facility represents the latest achievements in seamless tubemaking technology, doesn’t it?

3. What does this facility comprise?

4. What is an integral part of the overall control system of the new mill?

16. Скажите по-английски, какие факты из прочитанных текстов, оказались для Вас новыми. 
  2. Computers in rolling - the next industrial revolution.

Lesson 2

1.Термины для запоминания:

density - плотность
etch - травить, подвергать травлению

hardware - аппаратура, оснастка, аппаратное оборудование 
software - математическое обеспечение компьютера 
switch - переключать

banks of switches - блоки переключающих устройств 
valve - электронная лампа

2. Найдите в разделе (б) соответствующие английские эквиваленты для русских словосочетаний из раздела (а).
а) Влиять; дальнейшее усовершенствование производственной технологии; домашние приборы; повысить эксплуатационные характеристики и надежность; широкое использование дешевых компьютерных систем; сильное влияние; блохи переключателей; стандартные выпускаемые промышленностью компьютеры; огромное количество тепла; время простоя компьютера; рабочее время; поверхность кристалла размером 10 х 10 мм; интегральная схема.

б) to enhance performance specifications and reliability; integrated circuit; operating times profound effects a tremendous amount of heat; the wide spread availability of low cost computer system banks of switches; commercial computers; computer down time; domestic appliances; to affect; further refinement of manufactu​ring techniques; a chip surface measuring 10 x 10 mm.

3. Переведите без словаря слова по словообразовательным элементам: 

automate, practical; reliability, unreliable, powerful,, largely, significance, significant, approximately, developments, electronic, microelectronics, importance.

4. Прочтите текст 2 А про себя и подробно ознакомьтесь о содержанием каждой его части.

Text 2 А
Evolution of computers

1. Computer technology has had a profound effect on most aspects of our lives both at work and in the home. In the fabrication industry, computers are being used to automate manufacturing to the extent that fully automated factories have become a practical reality. In the home, computer controlled devices are widely found in domestic appliances such as washing machines, where they are used to enhance performance specifications and reliability,

2. The production of more powerful and cheaper computers promises to affect our lives as much as the Industrial Revolution did the lives of the working population in the 19th century.

3. The widespread availability of low coat computer systems is attributable largely to the recent advances in microelectronics or semi-conductor technology. The significance of this technology

can be appreciated from the knowledge that a computer consists essentially of banks of switches, arid the first commercial computers in the 1950s employed valves as switches. These computers required a large amount of space,

4. The valves generated a tremendous amount of heat and despite air conditioning they were unreliable to the extent that computer down time often exceeded the operating time.

5. The advent of the transistor, an electronic switch, marked the beginning of a new (second) generation of smaller, more reliable computers. A transistor can switch 1000 times faster than a valve, requires comparatively little power, is almost one hundredth the size, and has a life approximately 100 times that of the valve.
6. In the 1960s a series of developments in microelectronic manufacturing technology initially produced the integrated circuit where several transistors could be combined on a silicon chip of
no more then 6mm square. Computers employing silicon "chips'' are generally termed the third generation. Further refinement of manufacturing techniques led to the large scale integration of circuits in which transistors and other electronic components could be etched on to the surface of the silicon using an electron beam.

7. The current (fourth) generation of computers contains very large scale integrated circuits (VLSI). The packing density of electronic circuits has by no means reached its limit and it is predicted that by 1990  there will be around 8 million transistors on a chip surface measuring 10 x 10 mm.

8. Intensive research in the USA, Japan and Europe is new being conducted to investigate the feasibility of fifth generation computers.

9. Low cost chips and other microelectronics have been fully exploited in the design of modern fourth generation computers to improve their performance and of equal Importance to reduce their cost.

5. Найдите в тексте предложения, рассказывающие об основном конструкционном элементе первых стандартных выпускаемых промышленностью компьютеров; о значении появления транзистора; о том, к какому поколению относятся компьютеры, использующие кремниевые кристаллы; о том, что из себя представляет четвертое поколение компьютеров.

Выполняя это задание:

а) переведите эти предложения, обращаясь при необходимости к значениию новых терминов;

б) просмотрите эти предложения, уточняя непонятное для Вас.

6. Ваш товарищ считает, что можно ограничиться использованием компьютеров первого поколения, Вы считаете, что компьютеры четвертого поколения более надежны. Убедите своего партнера в этом. Докажите правильность Вашего мнения.

(См. данные ниже разговорные клипе и словосочетания).

Разговорные клише и словосочетания

I can't agree with you ... - Я не могу согласиться с Вами...

I can't agree to it ... - Я не могу согласиться с этим ...

It is possible to say that ... - Можно (правомерно) сказать, что...

I am not sure ... - Я не уверен ...

I should like to draw your attention - Я хотел бы привлечь Ваше
to the fact that ..„ - внимание к тому факту, что...

I fully agree with ... – я полностью согласен с…
It is important to say ... - Важно сказать ...    ,

It is necessary to note ... - Необходимо отметить ...

Summing it up ... - Подводя итог ...
7. Переведите письменно со словарем 4-е абзаца текста 2 В за 35 мин., остальную часть текста переведите письменно дома.

Текст 2 Б
Digital computers

1. Within the generic term computers there are three breed categories-mainframe (крупногабаритные ) mini and microcomputers.

    Irrespective of the type, there are essentially four functional elements of any computer system. The functions and hardware associated with these elements are as follows:

 2.  Central processing unit (CPU)

      The CPU controls the flow of data and performs the arithmetic and logic operations in accordance with instructions laid down in a software program.

3.  Input devices

     These enable the operator to communicate with the computer such as to enter data and are often termed peripheral devices.

4.  Memory

     The data and the software programs are field in memory, of which there are basically two types, internal (main) and external (permanent store) memory.

5.  Output devices

     The output devices are the parts of the overall system which the computer is used to control. Peripheral devices such as a visual display unit (VDU) and a printer are normally required to complete the system. However when the computer is used as a control device, these peripheral devices will be replaced by switches, motors, etc.

  Computers can differ in two principal features:
1. Word size;
2. Memory capacity.

7.  These are related to the processor (CPU) employed. For example, an 8-bit processor as used in personal computers will handle data or instructions in arrangements of eight binary digits, termed a byte, and can address up to 64000 bytes of main memory. On the other band, a mainframe computer will operate with a 64 bit processor and will contain typically a megabyte of main memory. The advantages are that a mainframe computer can represent numbers with greater accuracy, process data more quickly and can carry out more complex analysis on a large amount of data.

  Between these two types lie a range of computers known as minicomputers which have intermediate processing based on 16-bit processors or 32-bit processors and typically 128 to 512 thousand bytes of memory.
1900

8. Прочтите бегло весь текст 2 В к постарайтесь понять его, содержание.

9. Ознакомьтесь еще раз о содержанием каждой чаете 2 В. Найдите в тексте предложения, которые могут служить, ответом на поставленные вопросы и переведите их.

Text 2 В
Minicomputers and microcomputers
When did minicomputers become feasible?
1. Small computers, termed minicomputers, became feasible (возможный ) some 15 years ago when advances in microelectronic manufacturing techniques enabled the computer hardware (CPU, memory and interface boards) to be reduced sufficiently in size to fit into a small cabinet and to function is a normal working environment.

Why did minicomputers gain popularity in the 1980’s?
2. Because of their operating features, and relatively low prices minicomputers have rapidly gained popularity in the 1980s, where they can be dedicated to one type of application, especially of the technical and engineering type.

How will minicomputers be used with the advent of more powerful machines?

3. Microcomputers are normally employed as a single user or department machine. They are therefore often attached (присоединять) to equipment for real-time monitoring (контроль) and control. However with the advent of more powerful machines sad the 32-bit super-minis is particular, they will be used increasingly for distributing and processing information. This will represent a significant change in that data analysis will take place near where the data are generated and when the analysis is required.

How are microcomputers usually called?
4. The term microcomputer is used to describe a wide range of devices and office machines. In their simplest form usually called microprocessors or chips, they contain one or very few logic units and a memory capacity between a few hundred and a few thousand bytes. This melees them ideal for dedicated applications such as pocket calculators and digital watches.

What do small business and specialized microcomputers have? 
5. Small business and specialized microcomputers, such as word processors or CAD/CAM systems, are an expansion of the basic personal computer, i.e. they have greater processing power, 16 or even 32-bit processor, more memory, floppy disc permanent memory store, visual display monitor and facilities for communicator links between computers.

The microcomputer has become an essential business tool, hasn't it?

6. The microcomputer has become an essential business tool and is to be found in various forms in every branch of industry.

10. Составьте письменную аннотацию текста 2 В.

11. Прочтите внимательно текст 2 Г (время - б мин.) и постарайтесь понять его основное содержание.

Text 2 Г
Automatic control system for a hot strip mill

1 A new type of automatic control system for a strip mill has been developed. It enables profile and shape to be taken into account.
2. The control system includes three computers. The roughing mill computer responds to commands or references from either the operator or the central computer. It directly controls the roll tables which move the piece into and through the mill, the rotational speed and direction of the main mill motor which drives the horizontal rolls, and the position of both the horizontal and vertical rolls. Thus, when a hot slab arrives at the mill, the operator pushes the "Start" button and the computer does everything required to deliver a bar of the desired dimensions to the finishing train.

3. The finishing train's computer, in addition to responding to commands from the operator or the central computer, moves the screwdowns (нажимной механизм ) an amount calculated to maintain the desired strip thickness.

4. The central computer performs the initial setup of both control computers, analyzes the setup during the rolling of the slab and uses the results of that analysis to improve the initial mill setup for subsequent slabs.

5. To obtain the desired strip thickness, the computer must be able to predict the force accurately and calculate how much the mill stretches die to this amount of force. From that information, it then sets the roll opening before the strip enters the mill.

6. Similarly, the computer can measure strip thickness indirectly by measuring the roll force» calculating the mill stretch and adding the unloaded roll opening to the mill stretch. Thickness measured in this manner is referred to as roll force gage.
7. During the actual rolling of the slab, feedback information is obtained from sensors in the mills screw-down position, motor speeds, roll force, etc. Using these measured values, the central computer analyses the initial mill setup and uses the results of that analysis in an orderly, statistically valid way to modify the model equations.
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12. Просмотрите внимательно еще раз текст 2 Г и определите основные сведения, содержащиеся в каждой его части.
13. Выделите предложения, в которых изложены основные факты текста 2 Г и переведите их.

14. Сделайте краткое сообщение на русском и английском язнкщх но основному содержанию тексте 2 Г, опуская детали.

15. Ответьте на ключевые вопросы по содержанию текстов 2 А, Б, В, Г.

1. Where are computers used?

2. How many generations of computers do you know? 
3. What types of computers are known today? 
4. What are essential functional elements of any computer system?

5. Why did minicomputers become so popular in engineering?

6. What is the basic constructional element of a microcomputer?

7. What are  the functions of three computers of the automatic control system for a not strip mill?

16. Скажите по-английски, какие факты из пропитанных текстов для Вас оказались новыми, а какие известными.

3. automatic control system of a tandem cold mill
Lesson 3.
1. Термины для запоминания:
alarm - сигнальный прибор 
accommodate - размещать
interstand tension -  межклетевое натяжение 
roll separating 
force - удельное давление (металла) на валки при прокатке

reference values - контрольные величины

supervisory - контролирующий

slip - скольжение, пробуксовка валков

scales - весы

shift - передвижение;смена
turn - оборот

2. Найдите в разделе (б) соответствующие английские эквиваленты для русских словосочетаний из раздела (а). 
а) во время работы; используется для ручного введения, первичные данные; для каждого прокатываемого рулона;  предыдущие клети 
б) primary data; is used to manually enter; preceding stands; during running conditional; for each coil to be rolled

3. Найдите подходящие определения из раздела (а) к существительным из раздела (б), используя при этом текст 3 А.

а) control, supervisory, peripheral, primary, running, sheet, measured, relative, product, large;
б) system, conditions, mill, motion, equipment, speed, computer, reductions, quality, data

4. Прочтите текст 3 А про себя и подробно ознакомьтесь с содержанием каждой его части.

TEXT 3 A
Automatic control system

1. The modernization program for the 66-in, 4-stand tandem cold mill at Aciles, Spain, improves productivity and product quality.

2. The automatic control system 1в an essential part of this program. The supervisory elements of this distributed control system include a VAX 11/750 supervisory computer with peripheral equipment, a man-machine interface complete with alarm printer end two additional man-machine interface displays.

3. The terminal is used to manually enter ell of the primary data for each coil to be rolled. A printer provides a hardcopy of the primary data. In the future, this primary data may be sent over a data link from a plant-wide production scheduling computer. The entry operator identifies each coil as it is loaded onto the entry conveyor. Up to 10 coils can be accommodated in this entry conveyor queue.

   The gage control utilizes an existing hydraulic automatic gage control (AGC) installed in 1963 on stand 1, that maintains the gage of the product leaving stand 1 with the help of an x-ray monitor. During rolling the interstand tension is regulated with corrections in speed on the preceding stands. During running conditions, the tension between stand 1 and 2 is controlled by the screwdown on stand 2, the tension between stands 2 and 3 is controlled by the screwdown on stand 3, and the tension between stands 3 and 4 is controlled by the speeds of the preceding stands. The screwdown on stand 4 is not utilized for tension control since the reduction made on the last stand of thin sheet mill is very small.

1500

5. Найдите в тексте предложения, рассказывающие о том, что включают в себя контролирующие элементы автоматической система управления; о том, .для чего попользуется терминал; о том, как регулируется межклетовое натяжение во время прокатки.
Выполняя это задание:

а) Переведите эти предложения, обращаясь при необходимости к значению новых терминов.

б) Просмотрите эти предложения, уточняя непонятное для Вас.

6. Выясните друг у друга широко ли используются автоматические системы уравления прокатным производством г. наши дни (см. данные ниже разговорные клише и словосочетания).

Разговорные клише и словосочетания

absolutely right - совершенно правильно 
exactly so - точно так...

I am afraid you are mistaken .... -  боюсь, Вы ошибаетесь 
Beyond all questions - тут Все ясно
As far as I remember... -  насколько я помню... 
It is a fact well known that... - Это хорошо известный факт,что...

for these processes of rolling... - Для этих процессов прокатки...

You have been wrongly informed -  Вы неправильно информированы

7. Переведите письменно со словарем три части текста 3 Б за 35 мин., остальную часть твиста переведите дома.
Постарайтесь догадаться о значении незнакомых слов по сходству корней, по известным Вам словообразовательным элементам и по контексту.

Текст 3 Б
Mill setup system

1. The mill setup system provides the reference values for setting up the mill. These programs utilize product models that predict roll separating force, horsepower and forward slip. Mill models are also used to predict the mill deflection and the ceasing oil film changes with speed.
2. As rolling is performed in each piece, measurements are made on the mill and the actual product conditions are determined including the thickness coming out of each stand and the product-speeds. Product models are used to repredict roll separating force, horsepower and forward, slip using the actual product conditions determined from the measured values.

3. The dynamic speed analysis is used to maintain the roll gap calibrations and to measure and adapt the forward slip prediction. Since strip speed la such a useful measurement in determining the gage being delivered to each stand, digital speed measuring equipment is included on a roll at the delivery side of the mill as well as on the tensiometer rolls between the stands.

4. The mass flow at the delivery end of the mill is determined by multiplying the measured x-ray gage reading by the measured delivery speed. The gage coming out of a stand is determined by dividing the mass flow by the measured delivery speed of that particular stand.
5. Measured strip speed is also used in conjunction with the measured stand speed to determine the actual forward slip. Forward slip it a critical prediction in the mill setup calculations, particularly on stands where large reductions are made. On a stand with a 30% thickness reduction, the speed on the strip entering the stand is 30% less than the speed of the strip leaving the stand. This means that the roll speed at the entry of the roll bite is much faster than the strip speed and this relative motion between the roll and the strip tends to cause the product to be delivered from the stand faster than the roll speed. There is one point in the roll bite where the roll and the strip are going at the same speed. Errors in predicted forward slip cause errors in speed presetting that are not desirable.
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8. Прочитайте бегло весь текст 3 В и постарайтесь понять его содержание.

9. Ознакомьтесь еще раз с содержанием каждой части текста 3 В. Найдите в тексте предложения, которые могут служить ответов на поставленные вопросы и переведите их.

Текст 3 В
Data collection and archiving
What is known as the in-process field?
1. Coil tracking - For any collected process data to be meaningful they must maintain a unique identification of the coil they describe. Therefore, a means of tracking a coil through the rolling process was the first step in the data collection and archiving process although some form of tracking was needed for the process control functions of the system. The physical characteristics of the next coil are required by the control programs to set up various parameters of the mill, i.e. screw positions, stand speeds and x-ray gage set points
2. With all the process data that are collected for coils, run on the cold sill, the computer system can function as a tool to indicate how well the mill (and the process control function of the computer itself) is performing. Such a tool is desirable to operations personnel because it permits a determination of which types of coils (e.g., grades, widths and gages) result in the best (or poorest) performance of the control systems. The production and performance reporting functions of the computer system were designed to provide this assistance.

3. Per-turn reports - As one shift ends and the next begins, the computer automatically compiles a turn summary. This summary gives information on both production and gage performance for the turn. The production report segment of the summary gives this information:

- Total coils rolled.

- Total pounds of steel processed (separated into prime and scrap).

- Average time to roll a coil.

- Average weight of a coil.

- Tons per hour processed.

- Total production delay time.

4. When compiling the turn summary each coil is assigned to one of the gage /grade/ width classifications. The final result is a printout that displays the performance indicators for each gage /grade/ width classification rolled on the turn.

   For completeness, the performance report also shows the performance indicators as an overall summary (i.e., without regard to the grade /grade/ width classification.)

6. Per-week reports -

   A production and performance report is generated at the end of the week. This report is actually four separate reports: three of which summarize each of the three daily shifts for the week; the fourth report, a master report covering all 21 turns.
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10. Составьте письменно реферат текста 3 B.

11. Прочтите внимательно текст 3 Г (время - 10 мин.) и постарайтесь понять его основное содержание.

Текст 3 Г
Process data collection end production and performance reporting
1. Process data collection - Process data collection it relatively simple with a coil tracking method established. The product data and information block system described previously is used to collect the data on the coil as it moves through the in-process field. The process data collected for a coil includes (but is not limited to) the following:
- Weight.
- Rolling time.

- Profilometer tests.

- Power demand delay.

- Average and maximum roll speeds.
2. Process data archiving - When a coil is weighed it is removed from the in-process field and its movement is no longer tracked. However, before it is removed from the tracking system, all data collected for it during its journey (i.e., its product data and information block) are transferred to e data base reserved for coils run on that date and shift. This data base exists for one week (or 21 shifts).

  In addition to being archived on the cold mill computer system, the data are also transmitted over the computer net-work to the next processing units' control systems.
  All stages that a coil goes through in the rolling process are known collectively as the in-process field. To implement the tracking scheme, the in-process field is subdivided into three smaller areas: entry; mill; and weigh. 
How many locations does the in-process field comprise?

3. In total, 30 locations comprise the in-process field: entry area,14, mill area, 7,and weigh area, 9. Each location is identified by a number from 1 to 30.

What does a pointer value of 0 mean?

4. For each or the locations, there are 96, 16-bit words of memory reserved for coil identification and data collected as the coil moves through the in-process field. Each of these blocks of memory is known as a product data and information block (PDIBLK). Each of the product data and information blocks is also identified by a number from 1 to 30. To Keep track of which tracking location a coil is in, a 30-word pointer table is also maintained in memory. Each pointer word corresponds to one, and only one of the 30 tracking locations enumerated. At any given tills, a particular pointer can contain a value from 0 to 30. A pointer value of 1 through 30 indicates which product date and information block is being used to identify and collect data for the coil in the tracking location referenced by that pointer: a pointer value of 0 means that the tracking location is correctly empty. For example, if pointer 16 has a value of 12, the tracking system knows that the coil in stand 1 is using product data and information block 12. Further, if pointer 29 contains a zero then there is no coil on the scales.  Poll movement through the in-process field is accomplished by moving the coil's product data and information block number from one pointer to another. In this manner, only one word rather than 96 is moved  to reflect coil advancement. 
How is a strip break detected?

5. Ore important feature of this tracking scheme 1в that it provides a method for detecting a strip break. When coil is transferred to the weigh area, a check is made to determine if the coil being moved is also still in stand 1. If it is also in stand 1 then it can be assumed that the coil is now in two sections end, if the tension regulator has detected ITL (an interstand tension loss monitoring event), teen the strip is broken. Otherwise, it is assumed that the strip was cut. This method of software strip-break detection has proven to be very reliable.
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12. Просмотрите внимательно еще раз текст 3 Г и определите основные сведения, содержащиеся в каждой его части. 
13. Выделите предложения, в которых изложены основные факты текста 3 Г ж переведите их.
14. Вычлените те термины и словосочетания , которые передают, основное содержание каждого выделенного Вами предложения.
15. Сделайте краткое сообщение на русской и английском языке по основному содержанию текста 3 Г, опуская детали.
16. Ответьте на ключевые вопросы по содержанию текстов 3 А, Б, В, Г.

1. What are the main parts of the automatic control system used for the 66-in, 4-stand tandem cod mill?
2. Which measurement is most useful in determining the gage being delivered to each stand?
3. What was the first step in data collection and archiving process?

4. What process data are collected for a coil as it moves through the in-process field?

17. Скажите по-английски, какие факта из прочитанных текстов оказались для Вас новыми?

