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Work Roll Diagnosis by Roll Life Prediction Model in Hot Rolling Process
Yong-Hwan Bae*, Sam-Kyu Jang**, Seok-Hee Lee***

ABSTRACT

It is important to prevent roll failure in hot rolling process for reducing maintenance cost
and production loss. Roll material and rolling conditions such as the roll force and torque
have been intensively investigated to overcome the roll failures. In this study, a computer
roll life prediction system under working condition is developed and evaluated on IBM-PC
level. The system is composed and fatigue estimation models which are stress analysis, crack
propagation, wear and fatigue estimation. Roll damage can be predicted by calculating the
stress amplification, crack depth propagation and fatigue level in the roll using this computer
model. The developed system is applied to a work roll in actual hot rolling process for
reliability evaluation. Roll failures can be diagnosed and the propriety of current working
condition can be determined through roll life prediction simulation.

Key Words : prediction model (¢]&%d), wear(u}E), bender (#1t}), crack propagation(Z#gA),
edge spalling (g5 AZ7), fatigue model (HERY), stress amplification (TEFE)
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