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An Analysis on Effect of Cold Rolled Austenite Stainless
Steel Strip Width on Profile Shape

Li Zhifeng' , Feng Yan’, ma Yonglin' and Xing Shuging'
(1 School of Material and Metallurgy, Inner Mongolia University of Science and Technology, Baotou 014010
2 Seamless Pipe Plant, Steel Union Co Ltd, Baotou Steel { Group) Corp, Baotou 014010)

Abstract In corresponding with profile shape defect trouble about 1.2 mm x (250 ~380) mm strip of 301S and 301B
cold rolled austenite stainless steel at steel works, the influence of change of strip width on profile shape during twelve-high
mill rolling process (reduction 18% ~26% , rolling force 750 ~1 600 kN) is obtained by analysis on a vast amount practi-
cal production data. Results show that as the width of strip is larger, with increasing rolling force or shifting intermediate
rolls along axial direction to median, the central buckling profile shape defect decreases; and as width of strip is smaller,
with decreasing rolling force or shifting intermediate rolls along axial direction to both sides, the both-side edge buckling
profile shape defect shall be reduced.

Material Index Cold Rolling, Austenite Stainless Steel, Profile Shape, Width of Strip, Roll Shifting
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Fig. 1 Schematics of lateral adjustment for intermediate rolls
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Table 1 Standard chemical composition of 301 austenite
stainless steels /%
Be C Cr Ni Mn Si P S N

0.11~ 16.3~ 6.1~ 1.6~ 0.3~ < < 0.04-~
0.14 169 6.4 1.9 0.6 0.045 0.03 0.07
0.10~ 16.2~ 6.6~ 0.6~ 0.6~ =< = =

0.13 16.6 6.9 0.9 0.9 0.045 0.04 0.03
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Fig.2 Influence of steel 301B () and 3018 (b) strip width on rolling force and intermediate roll shifting extent
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Table 2 Influence of percentage of up and below interme-

diate rolls centring length to width of trip rolling stock on

profile shape of strip
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Table 3 Influence of shifting extent of intermediate rolls on
profile shape of strip
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301S 285 -50 160 56.1 YH
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301B 336 -30 200 59.5 SEH
301B 356 -25 210 59.0 EE
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Table 4 Influence of reduction rate on profile shape of strip
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