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Improvement of Production Technology in Plate Mill Using Work Roll Bending System
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Tablel Specification of work /é
roll bending E
«
Bending Upper Q220mmX4/chock 8
Cylinder Lower @190mm>< 6/chock %
Presure Max 25MPa E
Bending force Max 3.4MN/chock qo Press force 3aMN
Control valve Servo valve ZOOO OOO 0O 1000 ZOOO
' Distance from plate center (mm)
Table2 Specification of shape meter

Fig.l Comprison of thickness profile

Type Scaning type of with various bending force

mi n r . .
semiconducto laser Plate dimension

Measuring point 5 point/width :thickness 10mm width 4000mm

Meaguring width 1000 ~ 5200mm

TR 5 4F 9 H13H ®4F (Received on Sep. 13, 1993)
* Hiroshi Nishizaki (Mizushima Works, Kawasaki Steel Corp., 1 Kawasakidori Mizushima Kurashiki 712)
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6 .Work roll bending
set-up model

Set up

Rollgap of holizontal mill
Work roll bending presure

Fig.2 Flow of work roll
bending set up system
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Fig.3 The relation between
work roll crown and
plate crown
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Fig.5 The trend of slab stock

index and time 1loss of HC
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Fig.7 The trend of roll change cycle
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