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Synopsis :

The newly developed techniques described in this paper are epoch-making ones,
eliminating the fixed inner dimension which has been an unavoidable outcome of
H-shape rolling by the conventional universal mill. The techniques include (1) web
inner width reduction by a universal finishing mill which has width variable horizontal
rolls and a vertical through-roll guide to form fixed web height, (2) special rolling by a
new universal method to produce fixed flange width, (3) straightening by a width
variable roller and (4) a measuring control system including a high accuracy laser
measurement method. Using these techniques, it has become possible to manufacture
H-shapes with a more accurate fixed outer dimension than those produced by

conventional rolling.
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Synopsis:

The newly developed techniques described in this paper are epoch-
making cnes, eliminating the fixed inner dimension which has been
an unavoidable cutcome of H-shape roliing by the conventional uni-
versal mill. The techniques include (1) web inner width reduction
by a universal finishing mill which has width variable horizontal
rolls and a vertical through-roll guide to form fixed web height, (2)
special rolling by a new universal method to produce fixed flange
width, (3) straightening by a width variable roller and (4) a measur-
ing control system including a high accuracy laser measurement
method. Using these techniques, it has become possible to manu-
facture H-shapes with a more accurate fixed outer dimension than
those produced by conventional rolling.
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Fig. 1 Comparison between fixed inner and outer dimension
H-shape



Mix—E H B OBLEHN & RiF

Table 1 Example of fixed outer dimension H-shape
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Fig. 4 Production process for fixed outer dimension H-shape and technical subject
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Fig. 5 Preduction process of fixed outer dimension H-shapes
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Fig. 7 Characteristic of web inner width reduction method of
universal mill
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Fig. 8 Schematic view of adjustable width rolls

Table 2 Specifications of adjustable width rolls

Type
W.S. Rigid
D. S, Shift
Drive Electric motor and hydrau-
lic ¢ylinder
Axial mill modulus 85 t/mm
Accuracy of adjustable
width +0.1mm
Width adjustment
speed 1.0 mm/s
Axial load 200 ¢
Range of adjustable
width 0~110 mm

I
I

Fig. 9 Web inner width reducing method
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Fig. 10 Guide for H-shape in universal mill
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Fig. 11 Conventional rolling method for H-shapes by univer-
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Edger roll

Fig. 12 Principle of reformation of web off-center by edging
mill
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Table 3 Specifications of attached edger mill

Item Specification
Roll 0.D. 698, I.D. 600, L 1270 (mm)
Roll taper 5 deg.
Radial load Max. 300t
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