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[ Abstract]

In order to solve the edge defects problem of galvanized strip at temper mill line, based on FE analysis,

the causes of longitudinal edge defects were analyzed. In addition, the shape of mill roll was optimized according to the

reasons of edge defects. The test results indicate that the new rolls not only improve the distribution of rolling pressure

and solve the problems of edge defects but also improve the quality of skin-passed galvanized strip.

[Key words]

ARk S 6 TR G RN K H R AR 1 AR R 2R T
Jo ek B SRAR R S 4 A R T T o B A A AR T 2R
BCE TOGREML. BB LT DGR ALAE L A R R A%
1 550 mm A7 HIEE B L AR 2 B S IR i 4
150 mm 5 i 9A €025, ™ 55 W AN I O L 0 20
A L T A LB R B, SR A R R R 4
JE .

E NI 2= E E XA 2T T —E M5,
Anon'™ FEAN HL IS UE T AR (™ B R R AP B 4 52
M ;s Zhenghua Bai %) 78 $& 747 A4 €0 22 52 0 pR 4L 5LER
0,2 5% ) pRBIC LA B 0, 22 25 4 s ) A R B A T
P T 225 A T A 2 4 I A0 X O I gk
BRI A 7 2R A DA BE R K R ) R e 2 A0 4 A
VER E br sRE, 3 ST T X A0 B O 48 BIL i) R A8 il 2k
BT HCA AL A 8000 TR B 2 MR AR PR o Bk
2200 A A F T B 22 T BB PR R A B 2 T L R
T3 Ry A w4 ) 42 ik Ry 7 AN B g (A LR R T

[¥F B HI]2011-11-30; [f&E HHEE]2011-12-27

temper mill; edge defects; roller shape; optimization

H B 2% T W B A R Y SR T = A
SAVEAT BROTIE A S 1 DU AR D B AL 2R B, DA W] 42
S IS 3 73413 VAR 2 25 5 TR O R (8 28 7 AR Y MR

1 BRTERBEWNET

S 3 B LA I 5L AR 22 1) L AR 540 B9 =2 T A R T
i €0 22 1 77 A LR i BR L3 T 0 R0 R S5 4 2 5
CPEULIED 1), R AT BRI 20 B 428 ) 48 1] #) 42% fioh 7 g
HEAT AT

A A I PR AR LR R AR E LT AR R S
R 22 1) 0 k| T R A T Ak R B
7S AR SR BT, 7 S48 SR A W Al 32 R A 5
it L T 9 A TR B0 PP el AR R e
it o0 25 R 0 S B A AL OB, I 2 O SE A RO
REHLIR R A FROTHER

[EEE N IEE Q981 —) B LM AL B4, TUR &AW,
[BEEE ISR A970—) B M B2 EEB 57 16 R S P 320 B R & TARAT N B R ST R () L,



=41 %5
Vol. 41

=21 2012 £ 4 A
No.2 Apr.2012

xHHEAR

SURFACE TECHNOLOGY

a

110

100\ 1 600 o
O
SN — — _ g
b ‘ gz-e
L
a/l 125 [ 13550 f
1 800

K1 R iR B 45
Fig. 1 Original roll shapes of temper mill
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Fig. 2 FE model of the temper mill
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Fig. 3 Stress distribution of strip
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Tab.1 Stress of characteristic points of strip

FRAIE 1 2 3 4 5
i J1/MPa 546,52 531.31 518.24 516.56 517.12
FRAE A 6 7 8 9 10
M 73/MPa  519.33 518.11 517.34 516.16 514.78
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Fig. 4 Stress distribution between rolls
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Tab.2 Stress of characteristic points of work roll

FRAE 15 1 2 3 4 5
R 51/ MPa 28.98 185.38 867.83 668.43 629.72
FRAE 5 6 7 8 9 10

N J3/MPa  609.34 593.42 593.42 568.78 553.62
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Fig. 5 Optimized roll shapes
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Tab.3 Stress of characteristic points of optimized roll

FRAE A 1 2 3 4 5
B J1/MPa  586.25 559.81 555.79 544.59 543.44
FRAE A 6 7 8 9 10
B J1/MPa  540.69 536.84 531.27 522.39 516.33
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