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Factor x Operating Time
= Ref, size * Max. speed of
lowest strip Temp.
o714
Factor = F1 x F2 x F3
F1 = Product Material Factor (~ 0.9)

F2 Strip Thickness Factor (~ 0.9)
F3 = Speed Factor (0.6 ~ 0.9)
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7}% Ref.Size F77} 0.25mm¢<! Stripe] 5%
Ag 457 1000 mpm?e A%, F77F 0.35mm
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1) Condition : Max, Strip Size 0.6 * 1260 mm’
Min, uniaxiual yield strength 50 kgf/ mm
2) Calculation
A=1-1/yto =1-1/706 = -029
t=(0-A)*to=(1+02) *06 =077
Sb= 20 * sy = 20 * 50 = 100 kef
"D =2t*E/ (Sb - Tu)

HifE 1999. 4

= (0,77 * 21000) / (100 - 4) = 168.4mm
o] 714

A BHAASF

to : Strip ¥4 (mm) = 0.6 mm

t @ B FA (mm)

E : Young's modulus(kef/mm) = 21000kef/mm

Sb: 4% FEAE (kg'f/mmz)

Sy: #4292 FEJET (kgf/mm) = 50

kgf/mmz

D : Roll A%

Tu:UNIT TENSION (kgf/mm) = 4 kgf/mm’
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Zo] dule] Z} AYHZ Strip] Size ¥ 7350
2t oE2A d38 A¥E Tension Mapo|y
gk A 71E A dng 2 43A ¢
Buckling 249 34, SHAHAMY Strip
Catenary# o|&, Tension Loss A7 5%
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5749l o] FAYOZHEH Stripo] LS
2 Ag37] 93t Sink Tank E3FoIA 9 ¥
T2v U4390A HAE 28 Tidg Aok 3
Tension Loss®] A7|THE Z7h8ls 28 ¢ + 9
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Data 44
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Tin =
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Line®] Strip A& A1g)drx] 2 Buckling 3
2xe dA7) ok GubEo R Stripd FEE
ZaA7E ARE el sty A¥E F7H
71® Buckling®] A gt} whebs HE3 A
HAol 24 A& Astd wl¢ FRsith
53] AFE YolAe Stripd] A dE=
3}8}7] wW&Eo] Heat BucklingeS F#H3td ¥
23 Qo w3 AFRA Y
o] WH7E FojEo] Aol LAE}77L
g3tk ol AFEAMY ALY S HES FA
717] 93t 2F2WS F¥E Buckling 24
7 A AAsA "ok I3y Buckling
Adl 7tE AEE FAs 29T o AY
o] WAlZle &7+ 0 F Strip® Buckling
T o)Are] A&o] AW Strip®] Buckling
nZ olyd ALE WA {std 53] 4AF
ZUl A9 A MFS FHAshetoof gk
o714 A HEe FEHYAE (O¥ 8l v
g w9} o]l 3HE £ Ak Stripd
Buckling Limit:= MEEA 95t AAPFHE
2 Stripd] AAAHL T 234¥ & YA,
AHHERSY, A ZaAIE WekE ek
AE AAXNE Z/ME F ALEE A E F
43 @ 5 Utk YE KSC #HA4e CHIBA 4
CALY 7%, AAFoZ 7)e& Buckling
Simulation 7|¥< ¥4, 0.15 * 1067mm®] A
2] Stripol et AAFHA ¢ FHHF 5L
9 77 05 kgf/mm, + 12 kef2 ARG
o, A4 2YelA + 10 kef oo AEWE
ARG G4 Aoz ByEy Qi

tlo

4y o} rlo B
L N
w o
ol

ook >

i
oift

24
Ty Buckling Limit Tension
Ts +A Max. Tension set Value

—A

(12 8)Max. Tension Set of Strip in Furnace
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A2 %9 Looper ol wHAIsh 3
Zo] Stripg £t AFZW9 Stripe 2 AY
o] wAsE A, JA AEA AR
Helper 7% RollE Alolo] &% F7jAo] B3
slo] AFwFo] fsHE A F W 4ol
otk 3714 Helper RollZt &% %714 Adl=
e 2+e aqle s|lgth & O 1A E
dA$E4. @ Droopingdl &3 £ H]F7],
® Stripe] FAEH, @ ¥ TF Roll¥] AGA S,
® Mechanical Loss, 18]Z ® #AEAA &%

§ 2% ol

ol¢} 7Z+& AHW o T 4 WtE o
3 7tk AAZE, Looperte] A¥WFo] AF
g WA 5] Ydte ABA

ZHE AgHE A
L AEEE &
3= Aot

=
FHAE AFE A 4

4. Strip Steering System AA|

W 2 gxE] Aule Payoff Reel oA
El, Tension Reeldl ©]|Z7]|7}A] Strip F3)Z 0]
7b A28 Ao o= Ax AYE vt Y
ZFA AAE olgdA "ok ol 7 NS
FaAlE 9L gt olEd 29202 A
v 9] Alignment® %, StripZ Roll7+e} »|11
A, Strip FHEZ g dLIY & TS
AAE 4 Utk Stripd Roll $3A S
Aol Azl #g AP o] tha3 2ol A4
5o} Ut

o

d (mm) = 00273 K1 *K2*1L’

o714 K1, K2& A3 F£xod, o3}
Zt
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K1 : Copper ¥ Bracerd] théte] 1.0
Steel @ Aluminume] ™3t 0,65
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