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Three Dimensional Simulation of Edge-Plate
Rolling Process Using Rigid Plastic Finite
Element Method

D. J. Lee *, S. 1 Oh
Dept. of Mech Design and Production Engng., Seoul National University

ABSTRACT

In the rolling process, keeping the accuracy of the slab width is a very
important problem. So the edge rolling is used with the plate rolling. But in the
edge rolling, a local contraction of width, called "width necking”, occurs in the top
and tail portion of a slab and becomes the cause of crop loss.

In this investigation, the three dimensional deformation behavior in the
edge-plate rolling is simulated by rigid plastic FEM(PROLL). And the influence of
the rolling condition on "width necking” and the accuracy of width is examined.
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Fig.1 Configuration of the edge-plate rolling process
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Fig.4 Effects of roll radius and reduction on the width control efficiency
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Fig.6 Effects of width and thickness reduction on head and tail shape of the slab



