BRI

)1 ey S Bk 7
KAWASAKI STEEL GIHO
Vol.5 (1973) No.4

D IESAR DRI 6 KT T BGE AR MR D 528
Effect of the Properties of Hot-Rolled Strip on the Shape of Thin-Gauge Cold-Rolled
Strip
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Synopsis :

Effect of the properties of hot-rolled strip on the shape of thin-gauge cold-rolled strip
has been investigated with special reference to internal properties and profile of
hot-rolled strip. Hot-rolled conditions to improve properties of hot-rolled strip, and
shape controlling factors in cold-rolling have also been discussed. The results obtained
are: (1) A hot-rolled strip having such uniformed internal properties as that from
continuously cast steel is desirable to get a non-wavy cold-rolled strip. (2) A hot-rolled
strip having convex crown of 50 to 70pn is most suitable to get a non-wavy cold-rolled
strip. A concave crown of and surface abnormalities leading to ridge of a hot-rolled strip
result in poor shape of cold-rolled strip. (3) Uniformity of hot-rolled strip contributes to
obtaining cold-rolled strip of better shape quality much more than shape controlling

factors in cold rolling.
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Effect of the Properties of Hot-Rolled Strip on the Shape
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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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Fig. 1 Schematic diagram of factors which influence cold-rolled strip shape
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Photo. 1 Microstructure of hot-rolled rimmed steel strip
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Fig. 4 Variation in Rockwell hardness along hot-rolled strip width (rimmed steel strip).
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