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Strip Shape Analysis and Curvature Prediction of
Front End Downward Bending in Plate Rolling
by Finite Element Method

J. H. Lee , S. M. Hwang
Department of Mechanical Engineering
Pohang University of Science and Technology (POSTECH)

ABSTRACT

The major object in this report is the curvature prediction of front end
downward bending in plate rolling. Because of relations front end shape and
curvature in plate, many simulations were carried out to obtain empirical model.
Simulation conditions, for example the position and the size of bottom stripper
or roller table etc. , were limited to the POSCO conditions. Though the result
in this report can be applied to the special case, the tendency of this result is
similar to the many cases. So the empirical model equation can be improved or
expanded to many simulation conditions.
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