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Table 1 Chemical compositions of specimens (wt. %)
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SAE1008 0.05 | 0.009 023 | 0.010 | 0010
SAE1012 0.11 0.005 0.47 0.013 0.003
SAE1017 16 0.007 0.54 0.013 0003

& AR ArgE dEA R T

A2 A4 dEH 2.75mme| o

2 Bol AHES)E 1210mmel AA7EE
Azas) & Beel 44E
=77 A, 7

2ALdE
ed 2v)3

i e
e dyiA ez 7}
ALg-atsict 4

AAshz T o

A9 4437

A AAsT FAR sbes daen 2494 sy

2 JaraE 2
2 430 Ay
3 2]

23 AAR AF

Table 2 Mechanical properties of specimens

a2
=
A

s
g 4
&

2443 B £ A,
@Al g8k AR Table 13}
Table 251 7o}

Yield Tensile \
Materials Hardness strength | strength ElOI:E‘lllO]l
(o) (N/mr) (N/mir) )
SAE 1006 43 103 207 33
SAE 1008 33 264 357 42
SAE 1012 36 286 363 43
SAE 1017 64 318 442 38
W2gd 7hgAledl & ol%% ﬂ?ﬂ g 4 3o eUH
< BErt EoAeR g4 & 4 3l ddaEd ¢4
5.2 5ol GANAE NG 2ha o9 G5
T P4AY B ohiel okel ) BE 4TS
BAEe) nhd g A2A7E P a8 qdE e

G AEHE Aol *o}ni 2 oﬂoﬂma 2
W) A4algle). 223 Table 5& 480 A8E ¢
D69 FOAEE e Ao2H 471805l 0%
#olm 1 slel AAs AR 7kgE 2 EEEel

Table 3 Compositions of lubricant (wt. %)

Tallow (base) 90.5
Fatty acid 2.5
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Fig. 4 Overall view of experimental apparatus

Table 4 Cold rolling conditions for experiment

Ml type 4 Hireversing mill

Ling speed 800 my'mun. {max.}

Work roll dia. 450 (mn)

Back up roll dia. 1.360 (mu)

Scparating force 1500 Ton

(auge control Auloinatic gauge contrel
Flatness control Automatic flatness confrol
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