03D06
OIZ7IZ ZHOIM SEXI0 o8 FYHUE SHa s
LTI
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ZIdsta MrEarE

1L AME

ARE3AL dFE AH{EC d£Fo= olFde Jhd JAAY A ==
A4/454788 0] A, ol FAHdAME ¥89 FTFEE (feeding speed)s}
AAHEe ARAFY FE&E(delivery speedleldl 3FF £xHIE RASNE Ao
o3t FFELEG FE4E99 Aol FPANAE WA e HHE olFyPgem
1%, =3 £t THL 4o g FTFEES HEEE4Y &£xv] ¥FL
TRAFTY FAET ST dodnmA HRAFY FARAN & 9FE A "o 98
ol §44HF TAEAAAY A4, HETA, FAX AZTANMY @ FTH, =YILE,
AF, dg71s Azr], 3997, HEE&E, FdAde #HE AHARE TH, FAAEIA,
71234, AHZAAA BA A2ge FF/AF, BATHANAMA WAEE, UAHE
AF, oHE JATAHAAY FAEE, =B ZdAde H{EE IF, T AREel
olFde FAANEYS WiHt AEIBdMt 4wVl FTFEHIL AF HEHE=E
FTEHMAE AEE FA A w2t AEFe] Fdo) AAR=HE A7 s g g2y
IFEE) $ESTY 3t HREd 7lEAE F¥o] oA WEsA Hesl sk

548 #dse AL AA3AT HARE FAd TH HAHsH] w=A dadiq,
71 MT dEd] FoI oy AT olv] A FYAE FIA olFoAn
Je deolrt (1-5). 2y o A7+ FTAFTA AFWsld dig 137} o]FoAA
aston 43 dA4AE Wz 2de ANt AoAFAE FE OFE2A FTPMIAS
B B4 2 FAP AYAFA vl ¥ A Yol didd] nId. B
AroAEe olF7HE FAAA Y &3l gF FHAT 2d2 43I ol& dedAl
2dE¢ ngo=2 FAF parameter’l FWF wAE L AEHNAT FIH
34 3te] Bkt

2. oAy

olB71EF FAdAN Afdge TFH AF9 R oY /A Y= o] A
A 28 FF2LEH YE2 g4 oo HREo] olFHY, 2&e AWUY LEAole
AGE WHE Yot B dFdyes 2dzL 43t FHARIE IFF=LH
WE2go HAHNeR TAHE o E MsYon Figld o] A s

olglge A2"E Yo R BdYPE LoldA 37 93y g Fol /YA

(D) AFE3 228 XA Alolde vjnegFHo] .
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(2) RE AREY B2 F¥sta dA3n A2 ofF Ao
(3) 3ATZANA AHL2 12A EXHY UG
(4) FRATFTAAY AREY 42 BE AREF 2T

Fig.1 Schematic diagram for the continuous processing system, consisting of
feeding and delivery rolis

olgjgt IJiA3del AHAREQ olFWFoeze wAAOE ds, e FFFE, T
FATRANA Y BE, e TF AGEY UE, poe FAAYS e AFEY AE, me
FTAF d9AT A/Ed FMEE AF A TF HAAEY @93, A FAANGE
we Mg 9dE, vie HdHEY FFEE, e AFEY PELE, tv A3, Le
FA7e] dolgtn & W), Fig.1dlA control volumn W2 S92+ ©YAIIF A&
A% AViF control volumnoll A Urbe @HAIIG A& AF AV

AV = 0,(DA () vi(D) + m(D), AV, = 09(DA(D oD
°]E 2 control volume WA AFRE Yo jsid

%( foLpz(S. DAy(s, D ds) =0,(D A1 (D (D +m(D) — p( DAL D oD (1)
o} o] Yyed 4 Ut

FAY A T e TEHE AR/ARES 935S 4G A, AxolEta 31
A2

23} Az(t) dpa(1)
Am dt

1(t)

+ 02(%)
(t)

n(d+ ;’2 [ﬂAz—?—pz(t)%; (9l @
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g2012kaL 31 wAWYolals s oty

A9 Ay()

T =]1—¢g(h, —A'zo—' =1—¢&(d

olg], ¥y A FF T HEH= AFES iy v x, &
Ax _
Ay

g ol§3d 2)4&

Lil (1- & (9)- 282

+ o9 d(l(;tsZ) ]

=p,(H(1 _81(t))v1(t)+x[MA£l— oD (1—&;,(D) vo(H)] 3

o2 g HFEY AFAHL dutyo g
n(D=1(e(®), r()=r(&(DH)

o2 Jed £ lermz FFE£E vidt FELT v 281 FFFY 1, IAAEY
299 #A=

1
L[ (1— () —2— df; (53 (9)

=p(HA~-A/" (2'1(t)))vl(t)+x[%”4%l—pz(t)(l—fz_l(rz(t)))vz(t)] CY

o2 Fo|AA Aok §d FoA 4 D AFH Axe w3yl FolAe= olFIF
FAFNA FF L HELE9 FFPY, IAZYHNY FAE BARK:E 9ebEQ 4084
2dojgztn & 4 .

AA FAAME dx9 AZtd w@E ysie} WEe] I3 A dojvim, FAHF3IN
ol X AR89 AJP A3 A9 flx, AREe] 43 d4¥y e ddx /A3 £
e A7 g dEtA 2d-E Se8AF) 7] K93

01=py=constant, m=0, x=1, fi(e)=r(e)=AEs
g, Ex Young's Modulus

ojztd (44L&

L- d z;t( t) = AE [UZ (t) - U]( t)] + Tl(t) vl(t) — 1'2( t) 1)2( t) 5)

ol @9 (1,6). ol A 23E FTIEES IARHLS HAFHY A e,
PEEEE TAFYA MHdFFHe R FEPve AL € F A
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3. AlEdo|M

gestd A G Asta AFAE AN IFEE vid FFFEY e 1A A2¥
E4e 2o ¥ AE2&se IAAYH HAZHoE FAFIJEE AlEHo MM
FE4T7F 9T B ¥ H LR Frlehe S LR ojFojzTh
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Fig.2 The simulation network for the continuous processing system

Al g ol AE 9% Fetvlel g

L = 2,300mm, AE = 980kgf, vz = 7.7mm/sec,

vi=k vz (k:£&%E4H], 097 1.0, 1.03)

T1 = 60kgf, T = 40, 60, 80kgf, Trmp = 0, 77, 154sec (Tramp : ramp time)
o2 x84

3.1 et IYZ A F=Xio] ofst ZHFY

HE5E9 FAEE7F 23, FIAHANAY FHol 60kefd @, 271 FFHol 80, 60
40kgf2 FojAe ¢l A TAZH Wste Figdd Zo] FolAdh 4 G)dA & £
A vkt Zol FARFY e 1A A2 4o wEt ZIIXGATEH A5gsA wsle
Hebde ¢ 4 Aok B 27§ IFFHRT @A Okefz A% FFEE9
TRA&xe HE Z4Z 097, 10, 1.03082 2T Ao W AlEdold A: Figdd
FAA Utk o] Ade] dapd &LxHld wWE FAZHES AMZ dz2A WIA =H9
BAAE S g &xvle 3] TA FFE e AL & & Ak AA 4 Gl vi= k
ves W4 A3 F8FYE T3 1 = AE(I-k)+ukoln] A E Y trivle
£EE -v/Ldl &3 AT dvAHez FFFYFA &xH k, 2T PHEY
E4A AE g2 A FoAI/ oEeEz IALARLE FId AFIUZE
433s= Aol /M foldita & & Qih

-193-



Dl Pacaneparnurg e, 80, 400, Trdn(aec), EASSOOKY), La230O(KW} Dis Paosoepannung stCOQR, Tvieiaec), v1s0.9N2, 2, | SHE

!
ﬁnﬂ‘sm
:

weon(mee,  neon &
-]

I}

1

1

1

!

[

t

H

i

]

)

]

T
o (rvmeec,

)
AN N
AN
AN
S\
- .
: .
i .
N A
: \
N \
B \
H \
H \
\

; i

Fig.3 The tension behavior for various - Fig.4 The tension behavior for various
initial tensions (constant speed) velocity ratios (constant speed)

3.2 ¥zl 25 0AS 2FIE

Jquirg oz FAZF AHFEL 9¥e g A ¥WIL doA dvh 53
2aase BALTYY £%H Wde FAAYY WEL oWIREEAR AFJTA
Zza% 9ol "tk A& So AAFAY A%, AV AANAY AtEd wd=
AA257 A AsA "k old wat Fgo] WA =Hol AgwEAle F HQlo] Hu
At @A Sl Fold mdg wErew FALEI Wl AHdAM FEFHY
AL Al EHol A3 Bt
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Fig.5 The tension behavior for various Fig.6 The tension behavior for various
tensile properties of materials processing speed variations
(linear increase of processing speed)
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FRLEIE ARHe R FUhsta FF4ETE FFEE HEtA 3% Zon, 273
FFZERYG FA FoAE BF, AREA EAol FHATA mA= JFL Figsdl
FolA Qlth 53] o7 /1A FP&E W] dg 3442 Fig6ol o4 qldh

o] Ase] oJ3E HFH L£rsle €34T Wt H|sto duje FEAE Rt
ramp timed<t BAEE WEH, 3FFHY WUHE MM des=2A FgE
Tadteddd ZEde Al 284 Zde A & 4 Ak 2#Y 7] E ramp timeo©l
e &3¢ 7MEEe EdLo UeUE=R ol Hi}r] 3o ALY JMExEs
s LSS Fodte Fidde FAE 33ZHY HEYt BT ol AF
F4e AL Yod IsMsAel didd Ede AL YuiFH, on IRE
d723H9,10)9+ & YA ¥}

4. 4E

A3 AdE HAEol d&4AHo2 gHoln 7AF Az Ee E3EHH 713&
Ye 9% o15AT A Wol Uk olHY TAAAE FAEES PEAEsH
Aolel sldsel Uehts ARe A4EA YA gl Ho old wEL AFe
F44d Aoz JehA ot o2t EAFS sAdr] A3l B AFdME olEIHE
IA4E W3z TAZY AsS BAY F U 83 2dE fxdtn, AEdHAE
B3l 3R A% AT 1 A3 g 22 282 At

D) F3F4E vt HELE v, 28T FIFAY v, TAEEY wshe] A=
1
L (-5 (rp (002D, (D)
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o2 Yed 4 3.

2) FAo] AAdedl AL o] FAFYL x1s = AE(1-K)+1ke 2 FoA| 0§
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