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Plastic characteristic analysis of width reduction process in hot roughing mill

Su-Jin Heo, Sang-ho Lee, Sang-Min Byun, Hae-do Park, Jong-Bin Lee and Byung-Min Kim
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Ahstract

In general, final width of hot strip should be accomplished in this stage because width reduction of strip
hardly appears during typical finishing mill Howeswer, it iz difficult to control the width of strip in the
roughing mill process as the horizontal rolling of strip 15 subzequently performed after the vertical rolling. 1t is
therefore itmportant to obtain the deformation of rolling direction on strip width to minimize the width spread
of strip during horizontal rolling after wertical rolling. Generally there is Sizming press type and Edgerroll type.
The width reduction process in sizing press has small amount of width spread compared with the edger
Howrewer, productivity by the sising press process is much lower than those ofthe edger In this study, sizing
press and Edger-roll process paratneters in a sheet rolling mill were set at specified walues and the effect of the
change in these parameters on product quality and process perfortmance were evaluated.
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Fig. 1 Width reduction process
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thickness displacement
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Tahle 3 Width reduction efficiency of horizontal rolling
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