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ABSTRACT

The cold rolled strip mects continuously rising demands on the less deviation of

thickness at the width direction of their rolled products. Especially, the spccial interest has

been to find the methods to reduce the edge drop which influences seriously on the yicld

losses and the quality of the rolled products.

In this study, the influence of hot coils on the thickness profile of cold rolled strip

was analyzed. For obtaining the tapered work roll shift conditions, the thermal crown and

the flattening between the work roll and the strip were calculated, and the main paramecters

which have mostly effects on the cdge drop were simulated. Also the obtained conditions

from the simulation were applicd to Tandem Cold Rolling Mill to investigate the change of

the edge drop and the crown ratio depending on the amount of work roll taper and the

length of contact of taper. The results of the

conventional one.
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Fig. 1. Scheme for work roll flattening.
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Fig. 4. Configuration of 6-high cold rolling mill.
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Fig. 6. Configuration of work roll shifting method.

3. dx @ a3

3.1 N8 F 7} Thermal crown ¥ 85 Simulation Z3}

ol22] oAl ¥y Fst thermal crown Y=
A& st} Fig. 7.& Work roll o 913 & A4d
Now Forog A4 H AYFo] AXE AL vegUR 9l
t}. o] My o] Edger-¢l ¢ 25 mm 7A 2] Drop o &
988 mas vt Suipdt roliol F&FF{T P&
flattening©] 0.13~0.198 5 2 el g}

F . ‘ 5 Siantt
= o 4 3tand
E /‘_\\’\ 3 Stand
= LN 2 3iand
bl 41 Stand
D ys b - . :
o 7
= i
<
o Do
= e
= 3TRIP N.O’H
ot
—
<
_i
= bl
Q 100 300 1200 1850
BARREL LENGTH( mm )
Fig. 7. Didtributions of work roll flattening

in Tandem Cold Rolling Mill.

Fig. 8.& 4@ sdvi4ol & work roli®] J#LE
o] FolF W<l Zojr} 20: A ol FoNMi:: FFLEs 719
AAYE & 4= A 2z} standWB x| 5~10TAH
= EAYG. a2 ntAY Stand9 L= o 80 °C
AE HAedesE AMAAYG AL 5 ~ 6 Hoz A
At 3, FGC F-7t9] BZAZEe 30 & ASS 3o AL
F Aol Al F3le] HF SN A AR Aot

H

ROLL MEAN TEMPERATURE( °C )

a2 0 20 20

COIL. NUMBER

Fig. 8. Variation of work roll mean temperature

during rolling

-515-



Fig. 9.2 Stand M2 Rollo}] FA %7 Ao AAY v
o} Thermal Profile & 4Y¥ldl ez Fgon AFH
Thermal Crown °] #A= 2§ e gk, H59
Thermal Crown ¥& 5 2€l=9] 130 pm FRo|t}.

Fig. 10.= 8741344 dola Ao @& Edge-drop
factor& 9] profile & o Belv}, 2 #Strip?] profileoh <
& ©lAt AAR flallening profile, thermal profile,
taper profile, {}7strip profile, roll ¥ profilee} $lt}.
o] A9 Taper F& 30/100 mm ©o|n) taperi-o #H& o]

= 50mme]c}. Taperdolel 3 F-#o 7 Az
7b 2 83 e & Jdehiln A crownddgol A

T % %

, 3 Stang
T4 Stand

- .Sland.
2 Stang

1 3tand

THCRMAL PROFILE( mm )

I 409 300 1200 (LI

BARREL LENGTH( mm )

Fig. 9. Variations of thermal expansion profile.
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