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Table 1  Experimental conditions.

Model; Plasticine modeling, scale 1/17 of actual mill,

Initial hd

220 x1200 x 5000

After rolling (Sizing Mill)
120 x900 x12220

Slab size;

Pass schedule; V-5 passes, H-5 paéses

1284¢

Roll dia. of horizontall rolls;

Caliber geometry

1 cf

363

Flat roll Caliber roll 11

Caliber roll 1

hethod of width reduction

A: Edging by flat V-rolls.
B: Edging by caliber V-rolls (II) (circular caliber).
C: Edging by caliber V-rolls (I) (box caliber).
D: Bite and back rolling in thickness direction at
leading and tail ends (LE,TE) & edging by flat V-rolls.
E: Press at LE & TE, & edging by flat V rolls.
F: Press for all length of slab, & edging by flat V rolls.
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Table 2 Experimental conditions in

actual mill

Shear deformation

Slab size:

ABE, = 450mn A bu;ﬁ*ﬁﬁi—
/
N AN Initial »> After rollin
Slab 220x1270% 5000 !;%‘57( @ 220x1300x5000 (Sizing mill%
Sheet 35X 820x48700 N Mﬁ;—— fﬁ;’;‘ii?;{ 630
bar 12 5% I‘*Qp"l Press condition:
| AB,/ABg = 0.8, 1p/Bo =0.38
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Fig.5 Optimization of press condition ABP/ABE & lp/Bo

for minimization of crop lossland press load P.

By: Width of sheet bar, lp: Press length

Bo: Initial slab width, Bp: Width after pressed )
0B, =Bo -Bp, ABE =Bo -By
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