5537 B
2016 4E 4

# 5 2
SPECIAL STEEL

8]

Vol.37. No.2
April 2016 - 19 -

an

TR E M AL H S EROEUAR

FRA O #H BKA
L FREREM B SR &0, #10 114051)

# E EXREFA O mm SHEAENALL 8T @130 mm THRELISHIRR R B AL H B
B, FREY, SHHEEN 12 mm 8, R APELE TR G 35.37% , AREEBH B WY L, TREALK
N RFIAELIE N, BE XA A AR, RS MR, BB RR R AKX NAL =28.67 -0.26 o, YEAMH
20 °ff, W SLRE ATIAE 36. 12 mmo BRULZ SN, FE/NVETE BT W BT AL LN ERE E T R RNER
PEHEC , B R T3 BIPELE A A 77 R 58 2 LW B Al AT e R T R o

x@i| &M AR ERAX W TRAs

Simulation Study on Spread of Thin Strip Rolling by Wire Rod

Li Shengli, Sun Ao and Tian Changjie
(School of Materials and Metallurgy, Liaoning University of Science and Technology, Anshan 114051)

Abstract The deformation process of thin strip rolling by hot-rolled rod is simulated and tested by 130 mm two-high
rolling mill in laboratory using ®11 mm lead bar to replace hot-rolling rod. Result show that for thickness of thin strip is
1.2 mm the spread can increase by 35. 37% by using longitudinal-rolling method, and with increasing the deformation, the
change of spread is small; by using diagonal method with decreasing the bite angle the spread increases obviously, the imi-
tate-defined spread formula Ab =28. 67 — 0. 26 a is obtained, and with bite angle being 20° the width of thin strip is up to
36. 12 mm, beside as rolling process is in range of small deformation, with accumulation of reduction the width of rolling
piece increases linearly, it is available to get a feasible solution for production of thin-strip with big width-thickness ratio by

hot-rolled rod.
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Table 1 Width of rolling piece with different bite angle/mm

i HLNE AEE AREZAMPEAERIED)
W(N) BE(H) HE(R) 90 60°  45° 300 20°

1 11.0 8.0 12.54 12.64 12.82 13.06 13.10
2 8.0 3.0 16.22 17.24 18.54 18.90 21.28
3 3.0 2.2 16.80 19.26 20.64 22.44 26.50
4 2.2 1.7 17.12 21.26 23.84 26.50 32.20
5 1.7 1.2 17.20 23.64 26.16 31.54 36.12
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Fig. 1 Effect of bite angle on spread of thin strip
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Fig.2 Effect of accumulation of reduction (a) and pass reduction (b) on width of rolling

piece
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