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Table 2. Relation between work roll crown and plates crown in actual measurment.

(Up to 3 hours after rolling start)

Buck up roll Work rolil Crown Plate thickness Plate width Average plates
diameter ( mm) | diameter ( mm) ( mm) (mm) ( mm) crown ( mm)
0 19~20 2600~-2700 0-27
1460~1480 870~880 - - 0-10 20~21 2500~2600 0-20
0-20 16~17 2600~2800 0-15
& ek VORFGHFERZEIELTVWEWI ERXYRTH 5.
£ 0 4. % =
o8 Btk 4 Bt EEEHEO Y~ m— A7 TV RRRT
8 06 54D, e~ LOERERRMELRFREL, ZhilE
g o4 SWTEAD 7 Ty viMe — L CHRELCREY 7 7
< VEREL, YEHRIBTERL TS, HEREZ
v oz WL, FEEHCLELTRREERSBOAL.
1 i 1 1 1 | [ ! ] ! ! l i !
= ONZ{4 6 810 12 14 16 18 20 22 24 26 28 , x [
x -021- Rolling hour (hr) 1) C. F. Zorowskr and 4. §. WEINSTEIN: Iron &
-04 - ; a - Steel Eng., 6 (1962), p. 103

Fig. 4. Relation between roll deformation and
rolling hour.
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Fig. 1. Control system.
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Fig. 2. Input data tape.
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Table 1. Some examples of rolling schedule.

Slab Product dimentions tm Rolling schedule for Finishing temp: | Deviation from
No. mm X mm X m ( mm) last 3 passes °C tm (mm)
31 13 x2200x18 | 132 - 17°4 153 145 940 0-0
32 12 x1765x 24 12-2 16-1 14-3 13-5 910 00
33 20°5x2100x14-5 20-5 269 23-7 22-4 990 0-0
34 20 x2200x14-5 20-2 26-4 23-2 22-0 1000 00

v .527 25°4x2800x 15 25-7 32-2 28-7 27-4 1000 +0°1
. 528 25 x2100x20 25-1 31-4 28-2 27-0 930 00
529 16 x1829x39 156 20-0 17-7 16-9 920 —0-1
330 4 7 v 910 00
35 7:5x2700x 14 7°5 7-8 7'5 74 785 0-0
36 6 x2650x18 57 50 4-9 49 760 +0-1
37 6°4x2438x17 65 63 61 60 750 —-0-1
38 6 x2225x22 5-4 4-8 4-7 4-7 750 +0-1
Table 2. Comparison between manual operation and computer control.
L . Average | Variation in longi- |Average| Standard

T}f:s(;k Width Nunil_ber plate edge | tudial plate thickness | plate plate

do thickness |" Within Between | crown yield

(mm) | (mm) ata (mm) |plate(mm) plate(mm)| ( mm) (%)

Manual 4820 135 2340 160 13-72 0-08 0-18 0-31 83°0

Computer control | 4820 13:5 2340 175 13-51 0-07 0-05 0-22 84-8
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