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A7FY A& Work Rollel B4 2 71458 1) — 20U9& Work Rolle) 412 2 54 — 529, B3, i1 339, 393

E

I T

A7}

el g
7t

~§°

Work Rolle] 54 9 714580
1§ Work Roll®) AR 2 E4-

AR, AT, FaR, Py,

= E] A kEK
5te| &

Characteristics and Development of Work Rolls for Hot Strip Miil(I)

J.W. Choi*, D.G. Kim**, S.K. Chang**, Pl. Jung*** and H.S. Han***

Mo, A AEFHN

&3} ol we} work rolle] WASLA Al 9
3k ok Z<¢e] A3 oA"Y AT
UAE rollo) drA oz Fu)slyor & %3
o2 JutrAd 9 JEwRAHA, WEa 24,
wiake]Ad, AR, idEA Fol aE A o
E MHIRAS BT UEA e AL 598 A
AL 7173 rdlgMeE o€l Barrel ¥ X S

=<

£

THE AZH rolll] U neck¥ 71 FH|sfof &
BEEAGS AR AvEga & £ oy o=
Ae 27171 9l @A) roll2 R A3}
23 roll2 2 AzWye] wstn it o3t
roll®) Fgd) B33 fAslA 4= Yu3
Aol 3 1 Cr3d 2 1% GranFd %
o] 71& AAE ANAANAAY FTFHA (]38t
HSSE ¢ksh) ¥ & /Maste) ALgstxr fom uf
ZAE AU4E 7= 742953 2 Cr-Mo
ANVE 5% MA 52 Adstd ALEdu Joh
TP AR AR FH ARF2 99
T dA<2F3) % (continuous pouring process for clad-

P2

* 2937 £ Q74 tRATA
** ol gt B4 %7
ok 71 F 4 3 A}

(34)

ding) ¥ ‘735 pressi (hot isostatic pressing)
So] BE5g Fxyel MEH Yok

A%E rolle] Fr 2D F YHEAS AT
oAl E4e AARRE dojxn 9] 2]
Zuge @ o AEUolE el o &
Ao og xRN F R Bx, TF
ol % g e, dxe } carbides} 4

2=
ZAE, add g gakEel ¥Ado

g
:

2] 23k cracke] A 2L 1 Ao
Hd&Eg BAE g e A& A €
. 23 rollel A Aol 800mnE 3 skl

273 % 600mnE 3%

ow WzAA e e
3 B dAge ¢, AXWH, FAHLE,
TREAYA, FEA7 22u R FRLE
59 FHEFI 549 FH, HEE BE, VA
z3 D FAFY 540 PlRe GFo] Wg W

Zsteha gz,
o 7 2 549 WAANY

8 1d 3 work roll AREA]

st719l et 3l 8 work rolle] A 5A A R
Mol 7IELEE AAStazp shH A LHA A

= A7 g work rolle] F5 2 AF, 22
AlZz rolle] shell-core A A=, banding&d A 1
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g2l Hi-Cr rolle] @ 2HUolE Eolyadx]e
of ¥ e tEu A2HgME Ao A
roll 7% 8k 7 work rolle] A< 9 spalling HHAY

ATl sl F&ataat sk

2. z|Z9| gASE

2 e} H&3t= work rolli} back-up roll¢] 4F(4-
Hi)7+%% mjo]lth Back-up rollef 7Fa#]= ¢t
Aol work roll-& Fste] hd Aol 7ba) = A =
=l work roll> ¥z et A &= FAldl back
-up rollfE FHEFSHAHER 4FHSHES HAH
ot A A stripte]l HESHoA Y FHu S-S

A7 APGATIE A dueielslRd gl o @Fol F¥3 Wi, detg B HAA47
Loading Stress
Rolling Pattern Rolling Load
Conventional Furture
Neck Stress Increase
DS w3 50-100MPa 100-200MPa

Roll Daimeter Minimizing

LT Rolling
Energy Saving{l{eavy Reduction Rolling ,j—

" - |

- -

Barrel Contacting Stress Increase

— ©G6Hi Mill
s
IMR _ 1000-2000MPa | 2000-2500MPa
side shilt
bending%ﬂ%
WR
—  Cross Mill
Q BUR >:> Thrust Force Increase
thrust force
shape | TS WR = DS WS _50MPa 150-350MPa
Control :( WR ©3 ] P:[:X:D
{_ BUR (0 . i
~— WR Bendi
cnaine Neck Bending Stress Increase
bending
stress -50MPa 100-150MPa
— MR Rolling . _ .
//_,,,),/’) rolling direction
U
/—f/) T /}é i
SO _50MPa 300MPa—
_S’Z -~ /,,/ i
N |
O ) bending

DS . Drive Side, WS | Work Side, BUR . Back-Up Roll, IMR : Intermediate Roll
WR . Work Roll, RBF : Roll Bending Force, LT . Low Temperature

MR . Minimized Roll Diameter Rolling
28 1. 7= 3 rollF-at2 o] s}

(35)
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ARX g o 1 Z back-up roll#e] HE=o=Eno)
A Atk e roll) ZHA e Aw
ol FHIA F8Ule] o= 92
ZA Qo] Wl A7HAAnE pair cross mill 7
work roll shift mill 5 2] 21+ yk2] o] 3] A} ) o]
Fe7)7t =953 Utk oloatE A7Herel ol
Axel dA7ie THEFY rollAg 2 FIE
Aol FaWIE 29 19 yeR Atk work roll
gl back—up roll] bender& o] Z71€ o uld} roll
o] &H-(barrel) W =Ho F3-gFo] JuE
S Bolyal HZY+ rolld o) 24223} stand
o] &3} dFEd 223 2 schedule-freeqtd
ToE o] ol dgAn|&o] FUE Wl ¥
<, tE H rolldEL o] 7hFEE B ool
A2l AR JFEEEA itk 53] roll
Sa743le TF torqued] FAo] 23 ener-
gy saving ¥ edge drope| A7 | =% &3t

=438 &%k rolle] -3l w35, Hertz
stress, AE47t FUdt 79 rollA|zHoZ
Ne dgol ZasA Hol A2Ze rolfd ¥
Az do] FHHE ook & Rolth

1T
) .

o

o o 4

¥ 1. G743 7] 9] stand'd rollA] 2

27191214 Work Rolle) 54 2 71459 1) — 97195918 Work Rolls] A4 % 54 — AR, 957, 347, 494, 8%

3. HZIfHE Work Roll2l EA

31 H7I2tdZ Rolle] &S/ ¥ X

Ik

AZIAATAL 7eHAL? BYY Aols &
A o 2 GHi-stand}+<d 7], pair cross(PC) mill Z-¢]
N2 el ALEHL U ® GEFEF
A lotFE o2 Qlste] E4%, uE 9 Wigd
A Fol S7lElL vk o]d uwhe} rollo] ik
A9 Uas ugstEoeEN 2 role
Ad 2 AP o] o]FojF Tt AU
71¢] stand’d rollA| AW EE H 1o YeERUAC
RollZ]| 2 AA Bt}hE rollAZH Fd9 293 AF
Mol FE o]F ot 1980l ZWHF-H
Wzl HSS(high speed steel) A rolle] & A AR
ARV A ¥ FEE work roll2 HEEHE T
rolA| Ao Watx A o] FolAx Ut |

A E7YA R rolle] SRS F 2
o, 12T FR4AE rolle) S 2 AAH A
AL # 39 JeElPI ot Ni-Gramn rolle] 3¢
A %7} Adamite roll 2.t} ¢F 40kg/mm*? o} 3

D

=~
Ak 2 WALl $Fet 53

G

!

I -

2l
Stand Roll # 4 -
< 4 A Z(Hs) d A ZH(Hs)
Ductile5=38 (50~60) Ductile+# (50~60)
Scale Breaker
| Cr-Mo374(30~40) A4 2 Hroll(60~70)
Ductile=% (50~60) Ductile7=# (50~60)
Cr-Mos5=74(30~40) Cr-MoF73(30~40)
Edger Roll
% A 8 Hroll(60~65)
Adamite(40~50)
o) Ductile=+2 (55~65) H3lE=7H50~60)
. CT‘MO—%‘70]'(35"“40) Ni—CI'“MO‘%‘7o"'(50"‘“55)
| 2H1 work roll _
A A F7H(35~40) - Cr-Mo3#73(35~45)
HIFF7H50~65) Hi-Cr373(70~75)
Adamite(40~50) Adamite(45~55)
4Hi work roll 5. F=71(40~45) Hi-Cr37H(70~75)
Cr-Mo3=7}+(40~50)
Amamite(48~54) Adamite(50~55)
A A94 rol AAZ=Z04% Adamite(60<)
A} bt Hi—Cr3=&d (70~75)
o HSS(80~85)
. 13+ Grain(79~83) 13}t Grain(79~83)
o ©g roll -
= g o HSS(80~85)

(36)
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T 2. €< workrolle] 3}skA] B
Roll A1 2 . Chemical Composition(wt. %?
C S1 Mn Cr N1 Mo \Y
S AL 0.4/0.7 0.2/0.8 0.3/1.5 0.5/3.5 0/1.5 0.2/1.5 (0.1)
. AC 0.8/1.5 0.2/0.8 0.3.1.0 0.5/2.0 0/1.5 0.4/1.0 -
Adamite
21C 1.5/2.0 0.2/0.8 0.3/1.0 05/2.0 0/1.5 0.4/1.0 -
Ni-Grain 3.0/3.4 0.5/2.0 0.2/1.0 0.4/1.5 2.0/5.0 0.2/1.0 -
Hi-Crz=3 2.0/3.2 0.5/1.5 0.3/1.0 12/20 (0/1.0) 0.3/1.5 (0/1.0)
Z 3 €9 workrolle] 7]AA A=A
T L Adamite Hi-CrZ7F Hi-Crs3 Ni-Grain
% =(Hs) 54 ~58 65~70 72~76 70~80
b 7 & ¥ (kg/mm*) -10~-15 -15~-20 -20~-25 ~20~-25
AL A& 75~85 100~105 65~75 42 ~48
(kg/mm*) 600°C 45~50 55~60 55~60
o = 4 Z(kg/mm?) 180~200 210~220 230~250 260 ~270
g} 1 Q1 A (kg/mm'~) 100~120 85~90 70~80 60 ~80
-+ F Adamlte Hi—Cr roll N1—Grain roll

Shell

Core

(37)




—150— 924938 Work Rolle) 54 5 7)$5%( 1)~ 27918 Work Rollel A2 2 54— 529, 455, 44, 399, #31%

oo

(sticking) @A4}o] WA ESF Qorng dAZTT
rol2 9 A1&E3 dth o] 3 rolle] mAz
212 A1A 13 2tk Rolleg) #HARAITL A
o] FHEAN A B dFE UAHEZE shell
e Yulr Aol 53 MAL ALL3t coreAl
53t YAt o] FAEEHE FE ductle
cast rono| A}8E Tt} Adamite roll.& €A roll=
A 882 2 pearlite V1A 2202 TAEW, Hi
—Cr roll9] shell% 2 primary CrE&gestsE, 33
B35 2 martensite 7| A Z A o)™ corex&
A& 2 pearlite’| x| 2R o7 FAEHT 1912
Ni-Grain roll& roll¥® e SIS FHAIA U
A& (proof -sticking) & 4A17]7] s B
graphiteE A& A]7|W, bainite £-& martensite”]
A2 FAEEE FAHH Ut
3.1.1 Scale Breaker 2 Edger Roll

Zd o+ ductleFH roll & Cr-Mo37% roll
o AuH ez AT} Zgh 70l 27}
o 2M WnirAdy HazAgo] FA|Eo] Adamite
SAFY e MEE GrangEol AHEEHI 3
7}A] = Adamite #j 2

S 7—‘1’ %O o] -§ 3}

rir o =

d

Atk

3.1.2 2944 Work Roll

2estd7ldME € R 7IAAH Rt w4
Aol 5% Aeid FFFdo] F2 AL H
Ao Wnt=Ad of crackd & A7) A
A ket R A= FAHAY 5F,
ULFEE =2l rollo] 7jEFEo] HEEH1 -
AT 7| o) = Adamite rollo] ZE A4 o
govt HIToe AMIYEE ol F —1 =2

AR
rollol A@E]o] Wrng, WEFALEY o
cracky Fol ¢4 FAoE AYHUonR F
% Abgol HYY Aoz JyBT
3.1.3 ARSI Work Roll
3131 A8 Roll

°F 30 d AHFE Adamite rollo] F=2 AR o
kot 19 20“ L ER Bhol o] E3LE 9] size
9o} FRAR AN BAHS #AVE o ©tst

Hertz Stress(Kg/mm2)

A717} A & A2 A28 & e
F Uk LR AMEAA7]9 Hertz$HE
& 7 standB 2 RASE & 19 39 YERY
A t}2 Adamite rolle] A A SHA o H]s{A] Hertz-S

e Fong 24UIS FLAY F Yo w

H 2

o

ol rol FHLE7} Zolxly ALHE =1
7] diEo AR, TN 2L dIEEA ]
53 Aol g7tk A HAE work roll
2 A29+ Hi-Cr 3 rolld] daiqs E oA
FeEsA ot “banding”olBte EWUAR S EA
7} & FAojth” 3HHA stainlessd ¥A Foll 9
(Bad) 1.5

o

-la 14 |

fe

@

3 s}

g

=

B 12f

‘S

§ 1.1+

£ o
(GOOd) ] ] i - [ i |

0 50 100 150 200 250 300 350

Size of Carbide (um)
8| 2. El3}E sized} roll TE AR 29 A#A

260 —

240 + Limit of Ni-Grain Roll (HS 79)

Limit of Adamite Roll (HS 53
220 [ & T e ( T, )

200

180 —

160 ! | | f l 1
F1 F2 F3 F4 F5 Fé
Stand of Finishing Mill

a2 3. A9 standE Hertz38 E3
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ojx AZAWAE A roll FHZe vheke]
graphiteg A ZA|Zl F3 7 roll} roll TWAZ
= WA 93 oA TS FAA T E

Adamite rollgo] 7= om FHZE HSS
rolle] 70, A 8-AlF Fol At
3.1.3.2 %4 Work Roll
QA ARE 1FE Grain =3 rollo] A}-& % o]
gou 1970d o]ZmE YAFzwd o)
2o 28y R dA71e A HiCr roll
o] AlFEAE&H BolYet HTo|= HSS rollo] &
O]

e GranFd roll2 7|22 Aze] #3lgl
o] FA¢ 1H3 B G dATIAM el HH sl

A 37 HelA e S ERyY A7) 2 7]
A 22 Feo| M ZzA-S MAstA T H, roll 7

th A 5t7] g 2 -8-st
i, AT g FAET 5 ALEAE
BAAE A& =

XN FHzE Y3 parr cross mill(
A

)= gdve
T

&k A28 A AL rollo] R AThY
AU AE work rolle] F8 FAIRE, 1) B&,
2) spaling (9] 54te2]) 3) HEAAZS Fol o

BEe F2 geAe] FuEE Ggdd sds

[e]
AE zEdglto] JHE2 AAS ] spalling7lA] o]
2A H= AV oy o FEAE 2 x8ubE
AHol o3t gAbv) el IEE AA FAHIY

3.2 Shell-Core ZAHE
Shell-core 7 Al & 2] DAl ZA S AFA 29
B ik A 2l AT 5
#WaS & SeHaH e WA o
8 s

A% FHolt HYZA]

—

e 0 R ood N O

W&o 7| %+ Ao 2 IAdH ok AkA 2
(b)oll A #A&E= TP & %2 5oz ¢
A= 7] A8 Ao A o EAsEa ¢l

2 &= AR 2 (b) o

e g Fdst
ZtA 9] slag inclusiono] v} 2]
Ag 98 Arke F40] YA

ALXl 2, Hi-Cr &3 rolle] #i A % A
@) AAZe AR
(b) AAZ) WBENAR

L4 \
- A o "::

AFEI 3. Hi-Cr %4 roll AAFel mF& 4%

(39)



—152— A& Work Rolle] 54 2 71g&3 (1) — 23438 Work Rolle] A& 2 54 — 224, A57, F4ht, WY, g

2t -zt AAZFe A Zo A &
o BXx 1 9lon AR 33} 3ko] 50%o0] 4
o] WA E

3.3 Hi-Cr Roll2] #AH|& &M Mechanism

E¢d Hi-Crrolle] Alz2E= YAFRHOE 9=
T coreFd S TUSE 2FFEHES

&3t ME OE AEY ASEE AP
AMA 4= shellZ3 3} coreZ 9] AAIZe AdRE
UEMA Zo2 aA @ layere} b layers 2&%
AT o714 ‘@ layers ©@3}Eo] FMA o
o

o
N
PN
rot

,ﬂ
T
o
s
o,
%
M
0
2
o
+
2
i)
S
al
ofN
=l
o,

| FYE shellFo CAHEol ¥ cored]7} F=
Qe o Co| shellZo 2 Ak o] shellZ9] CrA
3 Adgstd MLCE "stEs ¥4 b
layerol] A= shellZ® A 39| Cro] 4 corez=o 3
Sk o] MASLE §FRA]F) 7] W&o M,CE o)
gslEo] AEFEe= Aot

o]2] 3t mechanismol] &3l FA=He= ZHAZ)
A C H Cre A AAAZ 4 Johd A A

— Shell layer —")I(—“ ‘alayer —Sle—

34 &~MR=0| Bandingol| 0jX|= FE

IA7r9td8 Hi-Cr roll FH-LS Akgle] o3
megnetite, wustite & hematite®2 T7AH HEHZ
W7t FAEH 4dF e oroll W7o o
§ W7t 5o MBI o5 FW heat orack
o] WAool Z37} @&y = banding &A4E}
Uzl X9 spallingZ7tA = f8A1E 4 AT

AR Be) EWF HAE 24 %% A4
o HeP3}A A= microcrack A car-
bideo} 71X %2 AAFE wet AHEH F crack
S #ES 5 Utk

Banding®} AA4fT3e ABAHY NE=E
g 4o VeIt 4 rollEH el 7R 22 F
gol Huzoz Ems FAHL 24HE
(plastic flow)o] LA HMY roll FAFo|AS &
A Exjolol] o]st AW AA G 2ol & It {H

‘blayer ——)l <— Core layer

l(—' Boundary layer _—-)l

ALEL 4. Hi-Cr F&roll A Z9] mA %3
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Zof 183t microcrackoe| A T}, o] A 4 5]
T back-up roll#o] HEGH o8 =4 car-

Surface:

bidee] Zolulsko g cracke] AASHA HoOoZH

roll ¥HEES &A1 7) Al & Aolth Hi-Cr roll
Aol AF  austenite’} rollFEH Zo &3
FAANEFE Y AQEA 93 FEAF mar-
tensite® WHE|SHA B o=ZX I3 e X 3BT
o] AAFE HLFANA S E §olatA &
Agt Aotk 22 2 Hi-CrrollA o] vjA| =2 &
Z2A %A o] 21 AF austenite®Fo] A EFF 1

AL 5. Work roll 3299} 24 & 21 2z} B EY €F o g QFA Sl martensite”]
AzAE AAE Aol A4 nEHst adge
Black film
4 | | |
plastic 1. Black film formation selectively
flow
™ primary carbide
Roll Surface

'

I A7 g P P |
Y &d b
i
.
‘ Longitudinal
\'

184 248 %9 93 banding] A

(41)

2. Microcrack formation at the carbide

1. Longitudinal crack formation along the
carbide

2. Retained I'-*martensite

Crack

1. Banding Initiation

L
- A



—154— G738 Work Rolle] EA1 2 714%8F( 1) — G798 Work Rolle] A& @ B4 — A, 7157F, A4, AW Y, 832

2 7|AZxZE 22 ©@3E 7 martensite 2 A 02
FAAZ17] A= F 1000Col/de] %ol A
QA UolE EolA3 x| ¥](austenite destabili
zation heat-treatment) & 33l Aol uleA S}

o},

35 Hi-Cr Roll2| QA& Hx |

Hi-Cr rolle] Wwu}zl oA Z2 20 AZFH

o] A& ©HaE9 = FEH 2 FFo L

= 9o 7R zHAE FFE LT 7R
e~

il
L
7V 2EE FSHY MARA S 4% =
al
-

c
i o

bo

AEHUolE 2 FAHLLAHUOIEY =

HAFANA Cr 2 CoF 2w, Cre) EullAFs
A& o] stetxAdl o8 W3tshARE 0.6~0.859
HeolthV e 2HYolEFS] Crit C 1 &3 =
= LEAGet A ZASFA Y FAEET wE
35 Crit Co] M Zo| A|Ho| QAH o] Eo
= °olg d&vt #EstdEnh gebM Sz o
Ztap7g ol A FAWE 7 dojuA| Fom, MsH o]
FE ol5tR Hol I Hol Lol ER
ZEF38) o] 9 AH|L}O|EE martensited} 3}7
A e QiEHUolEZY #x3t ageo] 3l
= Cr ¥ C& 2xegste 2 M&A17)7] 9% &
M43 A€t Ee3stth Maratrays ¥ 3LCr
Fde] 3R, ESHHE EAYE ¥ FA
AlZbe met Cr R Co] 4 3 HEatgo]
stals dA- 2§ WA o)A martens-
ited o] JgFg HXe FHoRE Histy th
Z, Mg 2xe Cr/CHl7t 42 A3y,
=7t #&F Astshd, {A
S3TEY MsHol {AAZYo
< Q2HUOEF HY
Cr 2 Cyirl LeAdFE g ot

—_—

AAAFAHAM Y LAV ENEA wE o
24d 8 rolle] FHE EAAAMMY HAARAHES
A E b, FHAYZ 2 LI g 73 A<
AAgs Aze Qo H&37] A I

work roll- & zZ#o] X3, 1EE3J}E I o,

(42)
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A FA e compactdtol] WE AE2L H
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