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Effect of the Properties of Hot-Rolled Strip on the Shape
of Thin-Gauge Cold-Rolled Strip
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& & g

Takeshi Yoshimoto

Synopsis :
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I

Fumio Tanaka

Effect of the properties of hotrolled sirip on the shape of thin-gauge cold-rolled strip has been

investigated with special reference to internal preperies and profile of hotrolled strip.

Hotrelled conditions to improve properties of hot-rolled strip, and shape controlling factors in cold-

roliing have also been discussed.

The results obtained are :

(1) A hotrolled strip having such uniformed internal properties as that from continuously cast steel

is desirable to get a non-wavy cold-rolled strip.

(2) A hotrolled strip having convex crown of 50 te 70 ¢ is most suitable to get a non-wavy cold-rolled

strip.

A concave crown of and surface abnormalities leading to ridge of a hotrolled strip result in

poaor shape of cold-rolled strip.

{3) Uniformity of hotrolled strip contributes to obtaining cold-rolled strip of better shape quality

much more than shape controlling factors in cold rolling.
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(* : Investigated)

Toigh e TINLEREHO 0 — L REMETIRO
EFAFRCLARA —A T v v A — PR
— Ay F ORI AR T R P,
ARG RS L (H)E 0.32~0. 16mm)
ORI DEdEGEREREMER, TiobhbhBER
ORIk (E <, RIEH MO BB 24D
B IR G S n 7 4 AOREr T, &
ECORBREFRL T LD LDTHH, &
Bz, tHOBERROERYEH - TLHD
BEEACHERCE DETe Rk 5 HEERA
DR TR R T T,

2. HROMEZL

TEEEMR Rt 45 4 (I)manifest shape

(R H O T O o i L h BRIR A
U5, BEMETEE), @latent shape (8 7s
FLTHLTL S, bW BREEN LD
bz hicd) BHadh, TR ETHE
fhor & B ORI TE L A,
BRkeEbLTREL L THRY Rl LURE MM
BT, Tk, Fig. 2 /T X5,

—

Quantities of wavy edge ' EW.E—'gr‘/lm
Ctuantities of center buckle : EC.BZJZ‘r',/lm

Fig. 2 Measurement of cold-rolled strip shape



AP Tr——sim e e

Vol. 5 No. 4

P v T AR EE FEE, RE1mEhD
@EBUEE, BEfACEXANEL, LD
i FhFhHhoE, ERoEL L, GKADk
5eFEb L

O ZWLE:innm
gt © C B=374/lm
i=1

fods, LAFE~aHBUrRcE LT, HE
WOHAR RO FETRT,

3. BERFERDOE

3-1 MEFRADPEROEE

3-1-1 MEFRHEOABER

IR A O N R o ZLBESRME, & o
A FREAEL D IS0,

¥, EE Y & FERCo TS5  Photo, 1
VIR Y A FEEF(HREE C 0.08wt%) DEEERIR
o, RIESE O AT E 1 7o b Rl
(R, v »BhOH%E (Rofl, RmiIo
28mm) 3 X UVEMELL b 100mm (Rypff) ik
A EIEEMSERA R Lo L 0T, kR
fsi A EEEA RS 48 ()745°C L i b BB
&, 780°C EHETEGHE, (©80°C Lok
HhEVERTHD.

IR FREA S b EVGES L, HETRE
it b Ary HRBAUTCEEZ R LD T, #l
A — TR L Tw D, BT EDTERLEEN
F-BT) ABORBENRECH L, Tt
Ru &3V aBCREiasdisent, SEL R
EErE Ary RES I D E < e Sroh it S hic
Bt fe o T B, G I T Rpf Tl Ars
TEB AL b CERE IR TG4 OTC, MEHESC
%o Fi1o, BEEO Ry i EERe O 5 AEE D
FERR T RN L M BB i D, Vol
5, SEM: EEEAEGESE, BRTo R &
#HC Ry &, Ru e 4 Ar HRESLLCE
HEhTWa07T, SEMClklshics—rn

AR G s s LiE TSGR RIS R o B E 459

MR T Do R BB Zid 20aE(h HIREA
ELBA RO L OB TH 5,
Lok s, S bEESAE D LY A7
DL E D b5,

Fig. 3 (2CHE—3E Y HAB W LT, —KIL

70
g’/?f
S 09%/
g
E sof /
— /
o 408 =
o “/ —o-— Center
E 301- —a— Drive side
@ —x— Operation side
= 20
3 {a) FDT=745"C
10+
il 1 | L 1 ! 1 1
T o
/°1A7
—  6B0F c/g/'
t /i/
= S0+ °/
F 0/‘}/
o 40 N
B /ﬂ/
" £
2 4‘3}/
= 30 = -—o0— Center
o —a— Drive side
_% 20 —x— Qperation side
kS
10 {b) FDT—=780°C
i 1 ! 1 1 1 | i
80
el
70+ /
0.
= /
E 2
E
= 50F g
= /
A0 /
o ?2 —o— (Center
LY
5 30+ —a&— [rive side
w
o —x— QOperation side
w200
” {c) FDT=850°C
10F
| 1 1 | 1 1 !

Reduction (%)

Fig. 3 Yield stress of rimmed steel strip



460 AT o O/ S

October 1973

Surface

(@)
FDT=745°C

Surface

{b)
FDT=780°C

Surface

{©)
FDT =850°C

e =100mm - —— - e

Photo. 1 Microstructure of hot-rolled rimmed steel strip

_ 64 J—



Vol. 5 No. 4

A LS % B 5 1) 00 o S0 & B R DL T
ELIERTH D, RRVIMME L DEL, B
AT |- EEHS 780°C DB 4ic 5~Tkg/mm?® CH
7, T45°C, 850°C oifir lkg/mm? LI FC

%o

Fig. 4 3 #ibth BB 25 750°C & LF

TR O s T TEE R R o e 461

850°C o & ¥ o BUEFRH O i A @ o R A6
(ay 2% B) %ot Lo ©THL, H
Ryt S, Rod ¥ &g ORI UsiRsl X
h 28mm), Rpitfimid Lt » 10mm DL AT
5, fIEO LA L AMES A0 BELE

20

{a) FDT=780°C

A+

Hardness H«B

40H
30
20F
10F

(b) FDT-- 850°C

{

|
0 200
Operation
side

400

Distance along strip width

{mm}

600

800
Drive
side
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