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ABSTRACT f .

THE PREDICTION OF APPLIED FORCE AND TORQUE DURING FLAT HOT ROLLING.

by

' JOSE ANTONIO GONZALEZ.

A mathematical model has been used to calculate the roll force
and torque produced under a wide range of flat hot rolling conditions.
The technique used is based on the numerical solution to the Von
Karman equation developed by Alexander and applied to cold rolling
conditions. In the present work, extensions have veen made that allow
the use of a yleld stress which is dependent upon temperature, rate of
deformation and extent of inhomogeneity of the deformation process.
Like Alexander, the present model considers also the effect of both:
‘the elastic zone at each end of the deformation region and of roil
flattening on force and torque. A prerequisite for these calculations
has been the experimental determination of the temperature gradients
in the plate during rolling, the coefficient of friction between plate
and rolls and the flow stress of the material at relevant temperatures
and strain rates; the last named data being supplemented by published
data on similar material. The results have been compared with
experimentally determined force and torque required to roll mild steel
plates at temperatures between 900°C and 1200°C, under unlubricated
conditions, .

The coefficlients of friction associated with percentage
reductions of between 30% and 45 were within the range 0.2 - 0.L5.

The thickness of the scale, the rolling velocity and the temperatures

at the plate surface appeared to control the magnitude of the coefficient
of friction. The peripheral layers of the plates underwent a severe
quench, caused by rapld heat transfer to the rolls: the associated
temperature reductlon increased with increasing roll pressures and
contact time. The resulting temperature sradient was ineinded in the
calculation using a geometric mean of the individual temperature
measurements. At rolling temperatures between 900°C and 1000°C and
reductions up to 35%, the degree of agreement between the exrerimental
and calculated roll forces and torgues were % 13% and £15% respectively,
although the use of Suzuki's flow stress data reduced these discrepancies
to about % 6% and £ 11% respectively in most cases. However the use of
higher reductions or higher temperatures led to poorer agreement

between calculation and experiment(* 2%% and  35% in the case of roll
force and torque respectively). : i
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1. Introduction,.

The rolling mill section of a plant represents, normally,
the largest single item of investment, which demands that a mill'
"should be operated as efficiently as possible. The objective of rolling
theories, then, is to enable the roll separating fbrce and the torgque
to be predicted so that optimum scheduling, operation gnd control of
a mill can be aftained in order to produce the maximum tonnage at the
lowest cost.

A large number of rolling theories have been proposed to estimate
roll force anq torque for a wide variety of rolling conditions, and
.simplified methods, representing a compromise between accuracy and speed
of calculation, have been adopted in the‘rolling industry. Predictions
in cold rolling theory have reached acceptable levels of accuracy,
vwhereas hot rolling theories often produce discrepancies, owing to
~crude assumptions made in their derivation.,

The lack of understanding of many aspects df the hot rolling
process arises from the difficulties associated with the experimental
work. As a result, fundamental research, concerned with the mechanics.

of deformation of the metal at high temperatures in the roll gap,

and torque for rolling mill design and scheduling purposes, This has
- become: feasible with the widespread availability of digital computers
and the amount of data accumulated over recent years on the resista;ce
to deformation of metals at‘high temperatures.

In the present work, a mathematical model, translated.i;;o compufer
programmes, has been constructed, which provides qulck and satisfactory

predictions of experimentally determined roll force and torque,>and

enables factors affecting rolling loads in flat hot rolling to be studied.



2.  The Theory of Rolling.

2.1 Introduction.

The theory of rolling is concerned with the ielationships

| between the eiternal fofces applied and the mechanical properties of
the material undergoing deformation. Such relationships are established
through an analysls of the distribution of stresses inside the material
between the rolls. Since considerable difficulties are encountered in
the direct determination of the frictional forces tetween the material
énd roll surfaces and of the changes of the material properties during
‘deformation, simplified assumptions are introduced into any theory of
rolling.

Rolling theories were initiated with the work of Von Karman(i)and
Siebel(z)who. in order to simplify the actual problem,analysed only the
case of flat rolling without spread, rather than that of the more
complicated section rolling where there_is considerable sprezd. They
considered the forces acting on a vertical slice of the material being
rolled_in order to derive a differentlal equation from which the
variation of roll pressures applied to the deforming material could be
detefmined. Integration of this pressure distribution over the contact
length Petween the material and the rolls allowed the roll force anq
torque to be determined.

In order to obtain satisfactory solutions to the determination of
the roll pressures, roll force and torque under a wide range of rolling
. tious, a numuer of theorles,which basically follow the assumptions

introduced by Von Karman, have been propossd.



2.2 The differential equation governing the variation in the roll

pressure during the rolling pass. , . .

Most of the early theories of rolling(i-u)relied on assumptions

. that were basically the same as those introduced by Von Karman(i)viz:

(1) Plane sections in the material pefpendicular to the direction
of rolling remain plane during rolling. i.e. homogeneous
deformation is present.

(11) There is no lateral spread of the material if the thickness of
the sheet 1s small compared with its width.
(111) The Von Misses criterion of ylelding in plane strain applies..
When the principal stresses in the plane sections are q ‘ ;nd
| ? , this condition reduces to: q—Pziﬂ5T

(iv) The plane strain yield stress 2K54A5T is constant throughout
the contact length. '

" (v) The coefficient of friction, Y ; between the material and the
roll, is constant over the arc of contact.

(vi) There is no elastic deformation of the rolls in the arc of contact.

(vii) The elastic. deformations of the material-are negslicihle in
comparison with the plaétic deformations.

(viii) The peripheral velocity of +he rolls is uniform.

Fié.?i?{represents a longitudinal section of a strip in transit
through the roll gap. Von Karman considered a slice of the mate;ial
bounded by two parallel planes, AR and BB ;which were assumed to
remain plane as the material passed through the roll gap.

' During rolling the strip is reduced in thickness from %1, to Hz



aﬁd since it does not spread laterally,Athis vertical compression
produces elongation in the rolling direction. Thus, the following
relationship applies, |
ha =y =hzyz

B where Vi and V2 are the mean velocities of the strip entering and
leaving the roll gap and V' is the velocity at any intermediate
thickness h .

The roll surface velocity V% must haﬁe some value between Vi
and VE + The point wheré the rgll and strip move at the same velocity
1; defined as the neutral point. On the entry side the roll moves more
rapidly than the strip, while the reverse is the case on‘the exit side.
Thus the frictional forces at the surfaces always act toward the
neutral point. This conditlon produces a roll pressure distribution which
includes a maximum pressure ét the neutral point. This characteristic
shape of the roll pressure distribution is reférred to as the friction
hill (sée Fig.23.1).

If the equilibrium of the horizontal forces in the absence of

acceleration, i.e. at a constant roll velocity, is considered, we arrive

at,

—t— -

| a4
where the upper sign refers to the exit side of the neutral point

A _90ecindeTeed 1220}

“and the iower sign to the entry side.
The roll pressure $ 1is related to therverticél stress C‘ by
a balance between the vertical forces, -
q=s(13Tth)

with the application of Von Misses' yield criterion,

]

q—b=QK



thus ,

F s(l= de\ 2 | | ‘.»(zv.fz‘z)

substituting in Eq. 2.2.1 we get

d, d}JH‘% 1T xgg -20)) = 2R (5500 £ s B) (2.2.10)

where the thickness \ﬁ is given by the geometry of the circular .

arc of contact as:

h=hz+?.Q(k~COSQ)

2.3 Early theories of rolling.

In .practice the yield stress of the material in hot rolling is
a function of temperature, rate and amount of plastic strain and degree
of homogeneity of the deformation, which greatly increases the difficulties
associated with the solution of Von Karman's equation. In addltion. the

(%)

actual arc of contact is elliptical rather than circular'/and the plane
sections ( AN and BB in Fig.2.2l) are subject to a change in shape as
they move towards the exit plane \(.X . Ma.ny w_orkers have attempted to
overcome these difficﬁlties by the use of approximate solutions to the
Von Karn‘a.n equation (Eq.2.2%0).
Von Karman himself( )replaced the radial pressure S Am_-.H nsg on
the section by the vertical pressure C] « Furthermore, he assumed that
¥ was small compared with K so that Rd@=dx . In addition ‘o\'nQ=Y/Q

was considered with C8=!, and hy=h, /o %Q/ZQ

: d]w ' o -
and d\( 5 _
Hence Eq.(2.2.1) was replaced by:

hudp, +p¥ =5 (¥ H) - 32)

which, together with the application of the Von Misses yield criterion

gave, ‘ -
hde/d)f ?K("/Qiﬁl) Typ (243.2a)
5



Eq. 2.3*%2a can be written in terms of the radial pressure in the

form
HCY
where
H*) =
and 660= U (*'
hy K.
The formal solution of the linear Eq,2.3.2b is given by,
~GIMVW [\[soL 3] e33
i
where the sign of the function is taken as positive on the exit

and negative on the entry side, and the constant C is determined by the
boundary conditions of the exit and entry sides respectively.

Eq. 9 can be solved only by expanding the integrand inside the
brackets in a series. Thus, the final result obtained is cumbersome and
not completely accurate.

Siebel' )assumed tha.t the radial pressure was equal to the yield
stress21\ and that the thickness of the material remained constant on
the entry and exit sides of the arc of contact. This implied that 4o 2
except at the neutral point. Further aoDroximations were ary*
so 69, * and @CS— [ which resulted in a simplified expression:

rSply= g es29

which gave the following solutions:

4cC2 &>, Ca arc consWs
r h ~ 1

Although Siebel's theory served to explain many of the phenomena

observed in rolling, it is not sufficiently accurate for quantitative



calculations, as it neglects the cumulati\fe effect of the horizontal

pressure on the friction hill equation aﬁd hence the maximum pressure

obtained is too low.(e)

| T,L.Smith achieved a simplificatlon of the basic Von Karman

equatiorg%)assuming that the ’arc of contact was parabolic. Thus,
h=LhatbnAY] w0 dhjag=28n%e

and an expression for the roll pressure distribution was obtained,

he | Anx?\ds - 2N+
(%W?)&—Z B xps (2.3.4)
which, after rearrangement, gave:

Q ¥ -8 L
B =3 58
44 L LAhxZ st 2

Thus, from the above equation a distribution of g"/2x<aga.i.nst the

. /s
relative position %/ could be obtained by ‘selecting values of LM /AR

and l’\l .

(8a)

The solutions of Siebel and Von Karman were compcred by Trinks ’
assuming the same rolling conditions, and preSeﬁted on a graph, shown
in Fig. 2.3.{ ; where it can be noted that Von Karman‘’s solution produces
a much higher maximum pressure. whose position coincides with the
neutral point given by the corresponding eqﬁation. i.e. when either ?‘*"»%lf
or §*=%, |

,Tselikov(s )i ntroduced a=Lh/2 and b=hz/) to write Eq. 2.2.5.

as:

ds=(2¥ox L ys) 2dw (2.3.40)
" oadsb : .

and introduced a new variable { :

—

g8



then i | — ‘ i~

The value of U was substituted into Eq. Z.3.iq to arrive at

—a solution of the form;

5= esaP—mu\hv\\Mp M kguéu 1] (2.3.30)

where M= 2‘.) (JEB

Thus the solution given by Eq.(22.20) was similar to the general
solution to the approximate Von Karman's equation, given by Eq.(2.2.2).
It was then considered that when Nﬂ( \’12 and U1 the integrand

could be expanded in a series, so that Eg. 7.%.3q assumed the form,

e -0, atp-my b (\. rw)

for the entry zone

$=Cepmu - Lg_(z(h‘mu)

m
for the exit zone.
- .. n .N L. . ; .
The constants v and \i wWere determinea Irom the boundary
conditions at the entry plane EL , where X=L , &= 2¢ &n
-\

and U=Ue¢= %8

JE-)?hz ; and at the exit plane \/\\/\ , where ¥X=0 ,
S=2‘<—66 and u:o . ’

-t

Thus fhe final solution of Eq. 7.50a was expressed for the entry

and exit zone respectively as:

Q\q B+ (\-Ue) ]e»cpmmo—u) \mu}

and

ot g)_{(HE)J, %Jeﬂ\)mu -:_-:)2(\ J«mU\)}

8



~- Where . Z‘sf\"&/ﬁ( |

and %F \~ &o/2K

Subsequently Tselikov suggested an alternative method to calculate
''''' the rolling pressure aséuming small angles of contact. He used a

‘similar approach to that of Von Karman to obtain an equation of the
f : ‘ v
o 25 (B pildd = dlhp)  (2.3Lb)

Eq.7.2.2. was also included, i.e.
. 1
. .’:I pre T/OQ LN
p=5(1=y99)-2¢
=i SO i .
dp=li¥ ol ds
These values forp and Q\P with é‘n/,')\_ Q: o‘% were substituted in
Eq.2.5.4b which divided through by 11\)"200 resulted in,
Hl ﬁgﬁiﬁi’_ \ 9}5-— ’—Z%opldh* hds =0
(\;p*ﬁ)@)g \+y(_ I -~ (243e8e)
It was assumed that for small angles of contactvg nay be
considered constant and equal to half the contact angle., Then Eq.2.3.4¢

was wWritten as

J (2.34d)
e Nh S
where 1‘0@+
- %b(ﬁp B0

g
et

‘éhd So 2«

"

were constant.

After integration Eq. 2.5.Lxdbecame,



155§l 4G (23.5)

_— N
g !
The constant CO is found from the boundary conditions. Thus,

when ‘ﬂ=‘m and 5= Eq.(?.?).:":) becomes

- | Hg“s. (RE)_ }H I (2.35a)

for the entry side, with

VE) ‘_(uf WQ)*«?Q
o= ZK/\HX‘{)@ |

While for the exit side, when N=hz and $=52 EqQ.(2.2.5 ) becomes

o Hgo% H 3 (14E)_ \.Hh)ms I (2.55b)

with %00*
g (- a8

e So= Q(/ngg

and

Later Tselikov,(S)in contrast with previous solutions, recognized

the fact that the material did not necessarily slip at all points of

the arc of contact and poctulated:that a zone occourred in the viecinity

I

of the neutral point where there was zero relative motion between roil
and strip. This zone, where sticking friction conditiens occurred,
separated zones at each end of the arc of contact, where relative motion
between roll and slab was possible (Fig.2.2.2), Tselikov obtained an
expression for the pressure distribution in the latter zones ﬁs;ng

the method already outlined; in the case of the sticking zone, a

solution was reached by first determining the magnitude of the i"rictiona.l

forces, which appear on the contact surfaces. This was done assuming



that the frictlonal forces varied according to a iéw which is

approximately linear, then . .
T dh-ho) | (23.6)
‘.S ng :

An approximate expression was then proposed to calculate the
length of the sticking zone lg , which in hot rolling was 157—'5&5—2.\]W\m,

thus denoting 0. é("\/’))..(b( and U3 =1 . Eq.?..?).[x(] was rewritten as,
' s =1 ,

d% Kl ﬁ}é‘n (2.3.4<)
;& The plus sign in front of the s?:cond term inside the brackets
vanished, since Eq. 23.6 gave the_friction stress for the whole
sticking zone.

The integrated expression of Eq.?.??.[lc was given by:

s-scal[hheh) -2skhdlahef)]  @37)

h= \/ \5’;2,)'19

and Scwas the radial pressure at the point C determined from Eg.

where

¥

235a and \’1c is the assoclated thickness of the cross section.
It was proposed that he in Eq.?.’i?. could be found by equating
the values of the radial pressure given by Eq.”. 3.5b and Eq. 2. 37

at the point U , so: :
. -Sp 3 Alhe-ho)
Na= _K¥ ! -
Aln he/ho

yh\:!

Ne.dai(B)obtained a differential equation of the form,
4 N7 a
d /éihm + 2T+ 25%/g =0 (22.8)

which again described the stress distribution within the arc of éontact.
Here the case of aﬁplied tension was considered and the yield criterion
became S+p =2 . In addition, dimensionless groups were introduced:
ah AW/ 1= ; and ickn
Ll_%/%,ﬁ %/R i /féP\ : a.n for small angles of contact the thickness
of the material within the roll gap was given by:
' 2, 2
hil'} X ‘;"lz(l*z
A | /R )
11



Eq. 2.98 was rewritten as:
(2,'.3.8’0\)

Nadai also investigated the effect of three conditions of friction
on the distribution of pressure along the arc of contact. These were:-

(1) A constant coefficient of friction.

In this case the frictional stress was gliven by ,/C=‘ip'3 and for a

constant coefficient of friction
20aa¢ =2 Vp=1Y
So Eq.Z 280 can be written as
(1422)(du/dz) 5 Ky =22 (2.5.8))

Eq.2.2Dbwas integrated by introducing the variable ¢+ such that -

Z‘ jfo& » wWhence d\}- d%{lz a.nd,
C‘L\/C‘O’ Kiy =74 20—

from which

4 S/erzP»fK«&(C-k? &LpJf\(M} i) (259)

It was considered that in most cases the integral in Eq.Z:).?,
could by computed by replacingtgt(}' by a series, thus,
Ut: Shy=C o @ -202%0) /2 (2.2.90)
using Eq.?.fb.()o Na,da,i-calculated the préssure distribution for a
number of cases of rolling. These showed that the application of front
or back tension only, or of both together, reduces the roll pressure
and shif:‘ts the position of the neutfal plane,

(11) A constant shear stress at the surface. , .

In this case the shear stress was assumed constant, and after

introducing the dimensionless number K?':?/{;/ﬁ Eq.z.f',‘f)o became:

™ |+z.z 1423

which upon integration gave:

4 Y= twg‘ 2+\n0+28) +C (229b)

12 -



(1i1) A variable shear stress at the surface.
. In this case the surfacé.friction was assumed “to be propor-
tional to the relative velocity of slip. Nadail pointed out that the
above assumption was rather doubtful due to th; fact that little was
known about the conditions of friction when lubricated st;ips were
rolied.

The suggested relationship between the frictional shear stress(?)
and the relative velocity between rolis and strip (J-vk)wgs,

T= D (V=k) |
where q = mean vé%ue of the lubricant viscosity at the rolling
pressure.
é;: mean thickness of the oil layer.
Considering that the thickness of the strip was given by,¥1=HZﬁ%Z§
Cthen  V=vha/h = va /)

and V£=\Q/1+&p\

"so f:qﬁ{_t _l_\

where Zo was the value of,Z'corresnonding to the neutral point.

After introducing (a ')75 and K'S" L’E;ﬁ K ’ Eq 2. 3 8a took the form,

)%LL

i+zz
Hence after integration, 0
4 q 2
. =</, "—‘-X (\"r K ( \} l ?—3 )
1= 7 U zmzz 7 4
Fig.2.3.3 shows the distribution of roll pressure and shear stress
along the arc of contact salculated using the theories of Tselikov, Von
Karman, Siebel and Nadai, as presented by E1l Waziri(g). These curves
were applicable to the rolling of wide strip without applied tensions,

with a 507 reduction and a coefficient of friction “:412 .

13



It should be noted thaﬂ in the solutions of Nadal and Tselikov
the sharp maximum pressure has been replaced by rounded” peaks as these
curves were obtained from Eqs.2.3.9c and ?\5.7 respectively, which
do not involve the intersection of two separate relationships between
foll pressure and position along the arc of contact. Additionally,
in both cases the neutral point does nct coincide with the position of
the maximum pressure. . "

Ekelund(é)a.ssumed that slipping conditions occurred at the entry
side of the arc of contact, while shearing or sticking conditions were
present from the neutral point to the exit plane. A balance of

horizontal forces was used to obtain an expression of the form:

I nhe) Ab =20 240 (pos'f ~esfsind) (2.3.10)

Y

The yield criteria was expressed aspzq-KJ\Eg(%)—-ﬁ, where I
represented the mean strength of the material. Introducing Kl "’})CO%) C(f‘gv’)n
?Ka“/z(hl”‘\ ) and Y= r’\(;mJ\ m@) y Eq.22.1C was integrated to give,
o vf
P KT M i = \ gu} \«;(a\@)c\)z
from which , A
= 2
b- b Zern(cnticnt) -\
9 :
which was approximated to,
™ i ol /2 ra X
p= H/b KACK o)

where

. Q=2(P‘S&OQ{-\—QQSQ(>/R(.hHh2\)
e petsend

-

The Ekelund method was semi-empirical because it contained a
large number of approximations, often very arbitrary, which were
selected to obtain agreement with the results of certain experiments

on the hot rolling of steel.(9)



Most of phe theories reviewed above aimed at methods of calculation
that were simple enough to be of practical use in rolling mill practice.
To achieve this, drastic simplifications were necessary, which led
in some cases, to serious diéagreement with experimental results.
Usually it was not clear which of the several assumptions and approxim-
ations was responsible. On tﬁe other hand agreement betweeﬁ theoretical
and experimental results may be attrlibuted to the fortuitous cancella-

(%)

tion of several errors.

2.4, Orowan's Theory of Rolling.

Orowan aimed to discard as many simplifications as possible, and
derived a more accurate solution from which simplified theories, valid
for restricted rolling conditions, could be evolved. The Orowan
solution was also suitable as a standard against which existing theorles
could be as sessed.( )

The first part of Orowan'sL work was concerﬁed with developing a
method to calculate the roll pressure using the assumptions of homo-
geneous deformation and slipping conditicns. Eq.2.2.1 was rewritten as:

dj@:?ﬁs COSQ()‘?.DU ig) (2.4.1)

With '%’—‘nx and'{(\*:lc/\q the yield oriteria hecame S-r-\-g/h*?vf

and the final expression of 2.4\ was:
: - &g+ M@ 0)+(8) =0 (24.1a)
where

NGy =23 cesplph£1)

and " p) = 2r@)as) bip)

The generél solution of Eq.zﬁ*lo was given by:

{(9) =@>(? :( l@l ( \%DS 9\&9\ J‘ij (2.4.2)

.iS



where glwas the initial value ofl«»at either the entry or exit plane
where glwas the initial value ofl@vatleither the entry or exit planelvely.

Orowan consldered that Lhe integ%al Y\©\ could be solved if the
roll flattening was ignored; but the formulae were too complicated for
practical use. The second integral containedZKQﬁwhich was given by
experimentally determined curves, Thué, it was proposed to obtain a
graphical solution.

Orowan compared two of the‘measurements of roll pressure by Siebel
and Lueg(?7)with the results given by the homogeneous graphical method.
?he measured roll pressures taken at or extrapolated to the centre of
thé strip where plane strain was éssumed, were obtalned using both
smooth.and rough rolls, Iﬁ the first case Orowan considered a low value

| of }1:0.14 and calculaied an approximate yield stress distribution

~ along the roll gap using the yleld stress~data published by Siebel and
Pomp‘7a). It was found that at a 1ow_ya1ﬁe of 4 such a graphical method
gdve-fesults which were compifable with those obtained by early
theories(ifz’B). However when a high value of y was considered in the
case of rough rolls, the graphical method produced roll pressures that
were too high., Orowan suggested that here the frictional stress
exceeded the shear yield stress of the material and therefore theories
that assumed slipping friction -ilgs-were unsuitable in such cases.
He concluded that if the frictional stress rises to the magnitude of
the shear yleld stress, plastic shear will occur in the interior of
the deforming material, while the surface will stick to the rolls. In
addition Orowan suggested that sticking conditions would appear first
at the neutral point and that the zone of sticking friction would be

extended towards both entry and exit planes as the coefficient of

friction increased.

16



In order to study the effect of inhomogeneous deformation on roll

(10)

pressures, Orowan follcwed Prandtl's analysis of the “compression
of a slab between two rough parallel flat platens; which showed that

the stress distribution was defined by,

=04
9-C4%y

i C+2=E>< \-be)z

T %
h

where C is a constant,LH is the distance between the platens,
X and Y are the coordinates with origin at the centre of the slab.
. Since the roll surfaces are neither parallel nor plane, Orowan used
the analysié due to Nadai(ii),.in whiéh the material is compressed
between plane rbugh platens inclinea at a small angle 74 « In Fig.?1b~1
an element of the deforming material subtends an anglel} with the
éentre line of the mater’al and the stresses on this element are also

indicated, Nadai proved that in such a case Prandtl's solutlons become,
\ 1, , : ' Y ' ,
T=6-2K[L-077  (24.3) - .5& (24.4.)

These equations are valid only in the case where the flow of the naterial
is towards the fhinnest edge of the wedge shaped slab. Although Nadal's
solution applies specifically to this case, Orowan assumed that this
solutiqns also held for material flowing in the opposite direction,
Underwood(B)pointed out that Nadai's solution applies only to small
angles of inclination of the platens, limiting the application of the
resulting theory of rolling to small angles of contact.

Eq. 2.4.3. and Eq. 2.4.4. refer specifically to the case in which
the material sticks to the platens. Orowan considered that the stress

distributions given by these equations could be applied in the case in

17



which the surfaces of the material slip on the platens if a senii-angle
9* of a hypothetical wedge shaped slab sticking to the platens was
calculated, so that the shear stress at the surface of a wedge of semi-;

. . %
angle 9( £*should be equal to IJS(V\ . Thus, the value of 9 was related

;togby 9¥ KQ

.
Substituting Q for § 1in Eq.2.4.3 and Eq. 2.4.4 gives

f=s-2¢1- (7—2%)2(%)7 (24.3%)

=_pg§& (24.45)

Orowan assumed that the stress distribution along the surface AB
in Fig. 2.5.2. could be approximately the same as if the strip was
compressed between two inclined platens tangential to thé rolls at A
and B; so that Eq.2.4.4.b and Eq. 2.4.3.b describe the stress distribution
along section AB. ’

The element d} in the basic Eq,2.4.1 acting across the surface
eiement r&&shdq%&,\g censisted of the horizontal components of both
the radial and the shear stresses.

Upon integration across the surface AB, the contribution of the
;t'adial stress component chasﬁr él} to{lg) gave

{r‘°>=‘“3~ :-\%9 gi “’5\2(,,\) I o) (24.5)

S

.

The integrand in Eq.2.4.5, I?:nown as Orowan's inhomogeneity factor
- w(a) ~ , is essentially a function of the parameter a= s/k as shown
in Fig.2.0.% . ' T
| Thus Eq.2.4. 5 was abbreviated to: 4

) = s -hwio) (2.4.50)

The contribution of the shear stress (. to the total horizontal force f(Q)

p—s

18



was obtained by integration of its horizontalbcomponent zlkn}ég .
along the surface AB, Hence, |
Lm-shys (-2 )
I 0 %o
Therefore the total horizontal force was given by,
T Lol . |+ (___ ~W(a
Orowan proposed that under slipping conditions the shear stress
| cqntribution§iw>could be neglected while sticking conditlons were
associated with a=1 and w(a)=T/4 . Hence, in the former case,
l0)hs-othwey  2660)
and for the latter case,
‘ \ (!
-2 Ts L (LN (2neb
X(} 1 *2lp L ( )
The values of s obtained from Egs. 2.4.60 and 2.4.6b were
substituted into the basic differential Eq. 2.4.1, Thus, Orowan obtained
expressions in which a non-uniform pressure distribution across the

thickness of the material undergoing deformation was included; viz.

/4= Loy Zﬁ(s;ngt csf) +2R 24 0) (510D #peosf) (257
: d0 i y

A

7 .
Q IS Z\J —',_ ‘,,.. \} \n”-'»‘,(’GSQ! (n.l_zﬂ\
i g £ gindl + 7R 2\l 7
Since Eq.2.4.7ais of the same form as Eq.Z.#.ia the general

solution given by Eq. 2.4.2 was used. So that,

—
O
———
)
.L--.
=~

~—

B .
- 222¢|{] 43 ?95}5"9 yosd|

The analytical solution of Z({)and the graphical integration of
B(é!)/Z(Q ) enabled Orowan to obtain a solution in the case of sticking

friction. With slipping friction the integration of the first term of

19



the right hand side of Eq.2.4.7 can be done in finite terms, but

there is an additional complication, because w(a) in the second term

of the right hand side depends on s Q) and thus implicitly on g(o) .
However, as w(a) varies little with Sw\, Orowan proposed an approximate
technique by which the variable inhomogeneity factor could be
included.Thus, an initial value of w(a) calculated from the known radial
pressure at entrj. was used to determine Iw)in the next interval in

the arc of contact. This implied that w(as was consldered constant

over such an interval. The function w(a) was then recalculated with

fl),

hY

the associated value of s(O), and used to determine the next value of
" as in generﬁl no second approximation of w(a) in each interval was
necessary. An analogous procedure waslfAIIOWed in the exit side.
Orowan compared the measurements of roll pressure made by Siebel
and Lueg(7 )at both high and low values of the coefficient of frictién,
with the results calculated with the inhomogeneous graphical method.
Only a slight discrepagcy vias obtained between tﬁe two sets of values,
which occurred close to the point of maximum pressure. Here the ;esults
of the graphical method showed a sharp peak, while the experimental
results indicated a gradual change in pressﬁre at this point(Figtzsﬁ-ﬁ. )e
Ciowan atiributed Lhls change Of Lhie 1011 pressiie ﬁlbhxibutlon'aLOuud
the neutral point, to zones of zero plastic deformation whose presence
waé thought to have little effect upon the calculated values of roll
loads.,
The Qomplexity of Orowan's method undoubtediy caused some workers
to develop alternative solutions applicable only t0~partiéuiar rolling
conditions. A characteristic of such solutions was the use of
simplifying assumptions. Typical examples were the solution of Bland
and Ford(iz)for cold rolling and Sims(iu)for hot rolling. These are

referred to below as approximate theories.
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2.5 Approximate Theories.

Bland and Ford{12)considered a flattened roll radius and small
angles of contact. This enabled the following approximations to be
introduced 5m0c>0,a50:1 and.%=h1%Q@2; therefore Eq.2.4.1 was reduced to

| Af/&g‘%@(@ip} (251)
and with the condition of plasticity:approximated to S-Z(f:p

so | d/doi"\(S—’Z‘OI = 23 Q’(Q + t})

which, after rearranging, became,

A iom 54 cdig(%) %52 (p+) @
It was then assumed that
@ \) 30(2@ € 2 09\7 >

This arises because the material work-hardens as rolling proceeds

t

UI

) —
2

and the thickness of the plateh is reduced: thus 2k increases as h
1
decreases, Furthermore, the coefficient(sk .) is small when low

coefficients of friction are used. Hence, Eg. 2.5.1a was reduced to
Ae

%9(\:2«\/@ = (=)

which, after integration gave,

Yoy wwp W
and
e
. "= 2’[ ¢ (‘““2,>

In order to integrate readily the resulting pressure distribution

a mean value of the yield stress was introduced,viz.,

q-! \za@ e
Or |
This method was shown to give close agreement with Orowan's

homogeneous graphical solution, except for the cases of high back
tension with rapid work-hardening. Under these conditions the term(:") ‘JGQ

. Lidp
‘may not be negligible.
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(13)

Under these circumstances, the solution of Bland and Sims allows
a determination of roll pressure to be made by including the effect

- of front and back tension to arrive at,
g (2 T e pd
(- ) et _
g (2% _h) exp u-H) b OW\.;QA Jnsions

Later Sims( 1L})a.ssumed that sticking friction would occur over the
whole arc of contact and that the shear yield stress would remain
constant during the rolling pass. Thé conmpression process was
approximated to the deformation of a strip between two rough inclined
platens, following Orowan, to obtain,

{p= (8- MK)
This relationship was substituted in the equilibrium Egq.2.4.1 , together
- with the approximations S\'OQ’—‘() and (y5)=| and 1*(‘,639:9;2 « Thus
Eq. ‘.2.4.1 became, (! h(s ,,3(_) 9
&\ 4

Integration of Eq,2.5:1b gave

(S/ZL’Y—E\ ”\\4,% () (2.5.2)

S +R 1)
o (2515)

Lhz
RS ANLAWS LA R CRR-

\' s/ " \hU 4
whfare V\ \ / G
] _ ' ),‘2 Z\
Sims proposed that mean values of the yleld stress could be
obtained by the use of an equation of the form \‘(-—(:\(r\—kf)(r)‘\.j\s\
where A(r) and B(r) are constants that cbuld be determinéd from
experimental yleld stress data obtalned at strain rates equal to the
mean rolling strain rates and various reductions. It was also shown that

the geometry of the roll gap led to an expression of the mean strain
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"ok R

rate given by 3 Qﬂ‘!\i‘/qi !
hot-r
Cook and McCrum(Bu)obtained a graphical method based on Sims'

solution by which roll fofce and torque could be determined. This
method was 1limited to the case of the hot rolling 6f flat sections.

Orowan and Pascoe(is)made a further appro#imation to Orowan's
exact solution, which was applicable anly in the case when the length
of the arc of contact was much greater than the thickness of the strip.
It was then assumed that because the planes fangential to the roll
surfaces are parallel at the exit plane, the slope of the pressure
‘distribution at aithis point must be the same as that prodﬁced by the
compréssion of the material between horizontal platens set hjapart.
Thus, the condition of equilibrium for a vertical segment of the

compressed material was

l l"'

~hocp+2 Ty =0

and from the condition of plasticity under plane strain (1—bz;
| ! 7 .

S0 C‘-P:O‘,ql , and ﬂodngcé\l ' \2.53)

Thus, assuning sticking conditions, under het rolling Eq. 202

was integrated to ;
qzc\g -\“& \[
Al

where q,1s the vertical pressure at entry, which under inhomogeneous
deformation and vanishing horizontal pressure becomes qa=2§vJ(G\'
The slope of the pressure distribution at the exit side was giQen by
_do, =Y, |
{Ea Ady /Zho N
Recently El1l Kalay and Spar].ing(1 )proposed an approximate methcd

to use in flat hot rolling including the Orowan inhomogeneity factor
(12)

w(2). The method was a combination of both: Bland and Ford's solution

" to calculaté roll pressures in the zones imnediately adjacent to the
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entry and exlit planes where slipping was assumed and Sims' solution
in the middle portion of the roll gap where sticking occurred. Thus,

it was shown that w(a) could be expressed as

wlo)= i saze (psi ) (2.5.L)

and at entry and exit, <§h¢) T
JUHB32C)
so that the pressure distribution under slipping conditions was given

L hoy \4
(/ZK) J41.5226 h“ A

(5/25 - TP \*\‘ “>

5262 \m

by (Cofu qu 2'5'2)'

At those positions where s/2k=1/2¥1sticking conditions were
assumed, and the s/2k ratio increased from these positions towards the

neutral point according to Sims' expressions (c.f, Ege 2.5. 2 and 2.5.2a)

o\ R .
Lg/zv.\,:'}fp “n %[ J[W XE 0) (153)

(%'/2\4)', \\\mh Q( JP\QE ‘9 )‘\9\ (2.5.5a)
2}1. hb e ")

where f,b refer to conditions on the boundaries of the
sticking region on exit and entry sides resfectively.

Denton and Grane(1?)095erved that the above method assumed the
inhomogeneity factor to be constant throughout the slipping zones and
considered that since w(a) is a function of ps/k it must therefore
decrease steadily from both entry and exit planes towards the neutral
point, until the value of 71/4 is attained which then remained constant
' throughout the sticking zone. Hence, a modification to Ei Kalay's
solution was develored which included a variable inhomogeneity factor
in the zones where slipping friction occurred. The simplified

equilibrium equation of Bland and Ford (Eq. 2.5.lu) together with the
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condition of,plaéticity given by Orowan i.e.gﬁq=3-ﬁéukﬂenabled

Denton and Crane to obtain,

(s LR (9 ) ’7Q5’9+p) (25.¢)

I{ was also assumed, after Bland and Ford(lz)that
(s/K--\u(o)) LW WK ig(\/\(,\u@)
' 4

and considering d’ig ! /\ %/ /- N(a})= W% {\ [ 0;22(/0 \)
Eq.2.5 was rewritten as, =I{)

5[y _ dwte)) - 2% (pt
& ( A(S(@/\' g

Next it was shown, using the expression of w(a) obtained by E1 Kalay(ls)

thats dwe _ 155260 (%)
36 w(@)
Thus Eq.2.5.icwas finally expressed as,
)] 1 0166"}5" - 2% {J1y)

3 (%/z) P-ozsop T

which, after integration, and assuming n=n:¥2@2v gave,
In(8i) 1220 s (Lo3 psfi ) =ln [Rj ZPJ%’jg‘J%MC

In the sticking zone the modified Sims solution, as given by El
Kalay, (Eq. 2.5.5 and 2.5.5q) was adopted.,

Denton and Crane also made a comparison between the solutions on
the exit side given by their method and that used by El Kalay et al.(16>
(Fig. 2.5.1.). Thi's showed that with the former method slipping friction
occurred ovef a larger fraction of the arc of contact with a |
corresponding reduction of ihe roll load. It should be noted that the

function w(a) included in Fig. 2.5.1.was defined as , =~ _
0) =2J1-02835(S{\T  ef. Equ2.5.4.
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2.6 Alternative Theories.

Alternative theories of rolling which do not incorporate
the basic Von Karman equation, have been developed using either slip-
line fields or approximations to this methed i.e. upper bounds. In
addition shear plane and hydrodynamic theories have also been put
forward.

(1) Slip-line field theory.

Slip-line fields consiét of two orthogonal families of
curves, showing the direction of maximum shear at every point in the
deformation zone. These lines are designated the Oﬁand!% lines (Fig.2.6.14).
Slip-line fields‘always refer to plane strain and the material is
assumed to be incompressible and ideally plastic.

The stresses at any point can be determined by the sheap stfess
and.a hydrostatic pressure P=(5y¥53+65»ﬁ5 « The Hencky(18)equations
enable the variation of the hydrostatic pressure along slip-lines to be
determined, viz., ' |

P%?!¢=Cealong an O.1line
p’2‘<¢"C2. along a /’5'3 line
where QS is the angle of rotation of the tangent to an C{ line
with respect to an avis of reference, and C. and C, are constant.

There are two types of slip-line field; those in which the system
is in static'equilibrium, and those where the.metal flow attains a
steady-state condition. The rolling process is an example of the latter.
In sucﬁ a case it is essential to verify that the chosen slip-line
field conforms to the requirements of steady velocity,compéfigle with
that of the rigid parts of the material undergoing deformation.

Deformation along slip-lines is due to pure shear. Since direct

strain does.not occur along these lines, they are not associated with
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any changes in velocity. Hence, each line may be considered to be a
rigid link. This condition waé expressed by Geiringer(ipazn the form
AU"}é?{=O along an (! line
A\}—UAQI):O along a /5 line
where U and\}‘are the velocities along Ckand.ﬂ>lines respectively.
Hill(lg)described a method for the numerical calculation of slip-
line fields, However, in the case of the statically undetermined rolling
process i.e. the steady-state case, the use of Hill's method to obtain
an acceptable slip-line field which satisfies the velocity boundary
conditions would prove very laborious.
Prager( )suggested a geometrical construction to solve the slip-
line field equations. The geometrical representation takes the form
of three diagrams; the physical pléne, showing the slip-line field,
thebstress plane, representing the stress variatioﬁ along the slip-
lines, and the hodograph. representing the velocity of any point in
the physical plane. | k | |
According to Prager's method the state of stress of any point
along a slip-line could be represented by a cycloid traced by a mohr

circle rolling along either the top or tottom tangent parallel to the

R {<J/\/ mvle AL dhn mdaacmm =Tae s (D2 0N P (21)
I

Sads Vi VY VA GO0 AT \L AR es .- L e n..t.cz.auu.c.x. cAvtiitceu

this method to solve the compression between rough inclined platens,
assuming that such a solution gave a possible slip-line field for the
hot rolling process. The original slip-line field was modified to allow

for the effect of rotation of the roll surface. The final so;utlon was

obtained after a few trials for a single geometry of rolling (R/h—58 and
r=33%).Thus, Alexander demonstrated that with the geometrical method -of
Prager, adjustments of an assumed slip-line field to obtain an

acceptable solution for hot rolling become possible bj continual
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inspection of the slip-line field and hodograph.

Later Ford and Alexander(zz)proposed an approximafé slip-line
method to obtain solutions for various rolling geometries. Further
simplifications were subsequently suggested by several workers(24'25).

Denton and Crane(17)summarised the results of the slip-line field
solutions forlfhe roll force and torque, and compared them with various
other methods including those of Sims,Orowan and Pascoe .and El Kalay et
al. and with experimental results. The slip-line field results were

(14)and El Kalay et al.(ié), while

comparable to those obtained by Sims
~theAexperimenta1 results in general were smaller than the predictions
of any of the theories considered., Comparisons of these slip-line
solutions with a modified.hot rolling theory derived by Denton and
Crane (see Sect.2.5), established that any adequate method must include:
both a low coefficient of friction (0.2 - 0.4) and a variable

inhomogeneity factor w(a) throughout the arc of contact.,

(11) Shear plane theory.

Green and Wallace(23)have reached a simplified sclution for
hot rolling, where the material undergoing deformation was considered
to be a rigid triangular area with its base'representing the arc of
contact, Ail deformations occurred along the sides of the triangle
through pure shear. The forces created in the deformation zone were in
equilibrium with the roll pressure and the frictional stresses at the
arc of contact. The solution obtained was adequate for ingot rolling.

(1i1) Hydrodynamic theory. —

Kneschke'26adeveloped an alternative theory of rolling by
interpreting the rolling process in terms of hydrodynamics in which
the laws of mechanics of viscous media were applied. Thus, the

differential equation,

Q-
e

ndv

— =

!

l

Low TN

Y
28



descriﬁéd the flow of the material during the rolling process,
where\} represents the velocity component of thevmaterial in the
rolling direction andf]'is the dynamic viscosity of the material
undergoing deformation.

The application of the formulae of the hydrodynamic theory to
predict roll force and torque requires a knowledge of the dynamic

(26) . Thus,

viscosity of the material ( I} ) which is not yet avallable
avquantitative solution is not possible. However, Kneschkz,usling the
assumption that the outermost layer of the deforming material sticks
to the roll surface, arrived at solutions which were, tb a large
extent, qualitatively in agreement with the presént,understanding of the
rolling process and with experimental resﬁlts.
Alternatively, Ichinoi and Tonizawa(z?)assumed that a fluld filﬁ
exlsts between the strip and the roll surface, in which case a theoxy
of hydrodynamic lubrication could be applied, while Von Karman's eqﬁation
was employed to describe the plastic deformation of the material.
The rolling pressure curve obtained was similar to that derived by
Nadai(B) for the case when the shearing stress was assumed proportional
to the relative velocity between the material and the rolls (see Sect,2.3).
Although these alternati;e theorles seem to represent the rolling

process adequately, the use of such methods has been very limited in

practice.
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2.7 Alexander's solution to the Von Karman equation.

With the widespread availability of digital computers, the
approximate methods that have béen previoﬁsly used to achieve analytical
solutions to the differential equation des¢ribihg the roll pressure
distribution lose much of their value, since it is now possible to
use numerical techniques that do not require many of the simplificationé
introduced in early methods.

(28)

Alexander presented a comprehensive solution to the basicVVon
Karman equation where the mixed frictional conditions T4K introduced
by Orowan(u)and the variation of the yleld stress through the arc of
contact was incorporated together with the contribution of the elastic

zones of the material té the roll force and torque according to the
expressions due to Bland and Ford(33).

In order to solve the linear first order differential equation
a numerical technique, which incorporated the fourth order Runge Kutta
method of integration, was developed; Pirst an approximated value of the
roll force was calculated, to give a realistic value to the deformed
roll radius and hence the angle of contact. A yleld stress distribution
along the contact arc was then determined. Next, a solution to the
differential equation was obtained Dy means oI the kunge Kutta metnod
-at each interval along the arc of contact. The resulting roll pressure
distribution, given by the overlapping of the eniry and exit side
solutions, was initegrated by trapezoidal rule to determine the
'specific roll force, the latter being then corrected ta inQ;gde the
contributions of tﬁe elastic zones of the material at Eoth en&s of the
arc of contact. The wﬁole procedure was repeated until consistent values

of both the roll force and the deformed roll radius were reached.

Finally, values of specific roll torque were calculated according to
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early approximate formulaec and an adcuréted expression which included
the.roll flattening effect. _ . -

Alexander showed in this work, mainly concerned with cold rolling,
the largé errors involved in using some approximéte solutions, such as

(12) o1 na(3) ana 1111(35)4n the prediction

those due to Bland and Ford
of roll torque; and concluded that future studies of the hoét rolling
problem could be directed tow;rds refinements of the computer programme
so as to include the effects of both temperature and strain rate

variation on the yield stress, and of the actual frictional conditions

between the material and the roll sﬁrfacas.

2.8 Roll flatteninge.

Although the surface of the,roll‘in cantact with the material -
being rolled is deformed , the arc of contact was assumed to remain
circular. fhe general nature of this deformation is indicated in Fig.
32.1 where the shape of the rigid réll is compéred with that of the
deformed 1roll. Here it can be scen that the rcll flattening increases
~ the contact length and shifts the exit plane from the line joining the
centre of the rolls.

Dw«annfv\\-#(Bo)an aaaaa A -&\a—.# an ATTIRI3 AT AL AdwmIThed S A AT A miveA

A e e v 2 WS A2 AL Nteamde p Ve e M U e U Vel VL VA e D

was applied over the roll surface, and determined the radial deformation
of the roll caused by the stress distribution over that part of the

surface where it is applied, which could be expressed as:

- q_.,_EP
‘2 Rk ' (Bqi2.8.1)
where P is the total force per unit width and d is one half of the
fEdt
length of the arc of contacwv.

Hitchcock(3 )presented an approximate analysis which enabled the

length of the flattened arc of contact to be determined. Thus,
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where P'—'p/?.c'
Later Underwood(s) showed that Hitchcock's formula, which can
only be solved by iteration, could be modified so as to obtain an

expression for the deformed roll radius,viz.

‘\"Q(*\'éf(_gh”)

According to Bland and Ford(B) ) the total length of the arc of
contact, including those points where the strip is elastically

deformed, was given by,

- \]Q “51“?152((

where é =h \—\1"
(N TEAY

St=vx) bk -hin)/T

Tnerefore Eq. 2.2.1.was rewritten as,

o1, 2P
] g (sb%uaf oa )
where \.b(\—v-') Lr-

0.0225mmiN Ior cast iron roils

O,\)“()gmm-/Q\ for steel rolls

N ,-4/\« for chill cast iron rolls.
( ) OOLZQ)'T’(‘"/(N or
Orowan' ‘presented experimental evidence which indicated that
the shape of the arc of contact left impressed :Lnto the strip after

the upper roll was 1lifted, was not even approximately circular, since

the roll surface appeared to be concave around the:.zone of the. maximum

pressure, vnless the fla.ttening was very slight.

Bland(B?') developed a method by which the elastic distortion of
‘the roll surface might bte determined wh‘e'n it was subjected to a non-
uniform pressure distribution. Thus, an initial radial pressure
distribution was found using an estimated value of a deformed roll

radius;thence the roll profile associated to such a vadial pressure
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was determined by means of equations describing the elastic distortion.
of the.rolled material. The resultingAroll profile enabled a new roll
pressure distribution to be obtained and the whole process was
repeated until compatible values of radial pressure and roll profile
were attained.

Bland established thaf the main feature of the deformed arc of
‘céntact was the depression in the region of the maximum pressure.
However, he found that the difference between the forces obtained
using.both Hitchcock's formula and the successive approximations method,
_ Wwas within the limits of error introduced in the calculation of the
elastic distortion of the rolls by the latter method. Therefore, Bland
concluded that Hitchcock's formula was the most suitable fechnique

by which roll flattening ¢ould be taken into account.
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2.9. The yleld stress applicable in hot rolling.

In order to apply the theories of rolling,a knowledge of

‘the values of yleld stress, relevant to the material undergoing

deformation, is required. In hot rolling the chief factors influencing
the yield stress are; the type of material, the amount and rate of
deformation and the temperature.

The main difficulties involved in the determination of the
appropriate yleld stress characteristics were to reproduce experimentally
the temperatures and rates of compression encountered in the hot rolling
process and until quite recently such yleld stress data was available
in very limited quantities.

The relationship between yield stress and strain at high temperatures
and strain rates has been the subject of several investigations.

Nadail and Manjoine 36a'determined such relationships in the case of a

serles of different steels and examined the effect of temperature and

strain rate on tensile strength. Inohue 36bmeasured the yield stress

obtained with a wide range of steels and established a general

" relationship between a yield stress,strain rate and temperaturé. Fink

et al.(36b)determined the yield stress of various steels during high

speed compression tests by means of a drop hammer. In all tests of this

kind the strain rate varied during the deformation process and at

different temperatures diffeient mean strain rates were employed(37b).
Some work has been done on the effect of variations in strain rate

during deformation bty the use of the cam plastometer, which can carry

out a compression test at a constant strain rate within the fénge 0.2 -

{28) ‘
100 per sec (s™'). Alder and Phillips‘38’used such an instrument to

" measure the flow stress of': aluminium,éopper ahd 0.17 C steel in the

strain rate range 1 = 40 s~ and up to a strain of 50%, while Cook(B?)

N
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obtained data on twelve steels in the strain rate range 1.5 - 100 s™!

and between the temperatures of 900°C to 1200°C. Likewise Arnold and
Parker(39)determined the yield stress of aluminium and some non-

(&0)

ferrous alloys, while Bailey and Singer carried out plane strainr
compression tests on various non-ferrous metals and alloys. It appears
t6 be that the most comprehensive serles of results on yield stress,
using both cam plastometer and a drop hammer, was carried.out by
Suzuki et a.1.(3 ), whose work on a wide range of materials has been
presented in the form of data sheets.

Theoretical predictions of roll force and torque developed during
‘rolling, assumed that under hot working conditions.the metal behaves as an
ideal plastic-solid; therefore.in the calculation of rolling loads it
is usual to establish first a'meanjstrain rate representative of a
specific rolling operation. Available yield stress curves obfained at

a constant strain rate eguivalent to the mean sirain rate during rolling

and at the relevant temperature, enables a mean yield stress to be

(14)

determined by integration over the strain of interest., Sims suggested
the following expressions: X
v?=a;¥&0 for roll force calculations

\
r for roll torque calculations

&/Ae
Cook and NcCrum‘Bu)used this procedure to develop graphical methods
by which roll force and torgque in flat hot rolling could be calculated,
Unfortunately the above equations neglected any effect thatuﬁpe |
" variation of the strain rate during deformation may have on the yield
stress,
During hot deformation ferritic and austenitic steels undergo work-

hardening until a critical. strain is attained beyond which ‘a recovery

Process and a dynamic recrystallization is initiated in each
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case(hia). resulting in a drop in yield stress as deformation proceeds
(Fig.2.9.1). In general the yield stress at a given strain increases
with increasing strain rate and decreaées with increasing temperature.
Thus, the interaction of these.parameters during deformation deterﬁines
the shape of the yield stress curve,

Many workers have proposed various eQuations to describe the effects
of temperature, straln and strain rate on the yleld stress, either
separately or conjointly. The most common relationships used to represent

data obtailned at constant temperatures are the power law,viz.,

é=éo£” (2.91.)

and. the semi-logarithmic formula of Ludwick(ul),

S anmo (29.2)

where £;,n,B are constants.

It was noted that Eq. 2.9.1 fitted results below a certain stress
level, while Eq.2.9.2“ only fitted data obtained at high stresses(B').
Hence an empirical relationship was p*oposed (& )

{=h(sahC d}” o {293)
which after rearrangement reduces to Eq.2.9.1 at low stresses (&L 048)

and to Eq.2,9.2 at high stresses (x4 > 1.2). This gave a good

AvmrnaTad avw hadvrann mamad Al ol AmA AvrnacmImand ATl Aada ATRLaSwA~AA AvrAav 2
WM h e N VWAL WUV UTT LA AV Y UM WAL WPl el Al W M W W Vel A Y e

wide range of strain rates, for various non-ferrous metals and several

(41)

ferritic and austenitic allioys
The-activation energy,which could be assoclated with the dynamic
recrystallization process during hot deformation and which in low C

steels remains constant over a wide range of strain rates, enabled

(42)

a temperature compensated strain rate parameter to be obtained
. . _ . , n' .
[-Lep(QRT)=Alsnhad)”  294)

where T 1s absolute temperature, R is the gas constant and Q is
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the activation energy, which values have been obtained experimentally
for various met;a.ls(b’3 ). o )

Sellars and Tegart(ul)showed that the empirical relationship
given by Eq.2.9.4 applied over a wide range of strain rates at high

temperature.

(41)

McGregor and Fisher introduced. an alternative concept of a
velocity-modified temperature (Tv) where the effects of strain rate

and temperature were combined, thus
To=TO-Lnt/t,)
6=$(Tv)
4

where k and '{o are constant.

Simple empirical formulae have also been proposed to fii yleld

stress strain data obtalned at constant temperatures and strain ra.tesghl)
&=L™ (29.5)
, . &= LotBInf , (29.6) -
b= & +Bll-60 L™ (2.9.4a)

&= AL-gplcemm)m (29.5¢)

whexre A,B,C,K.éc;m,n, are constants of the material dependent on
strain réte and temperature. Eq. :95 and Eq. 2.9.6 apply adequately
to low strain levels corresponding to that éortion of the stress strain
curve that showed substantial work-hardening, while at higher strains
Eq. 2.(}."30 and Eq.z-(}.éa were more appropriate. Furthermore, at small
strains, Eq.29.5a and Eq.2.9.4a reduced to Eq. 2.9.5 and Bq.28.6
respectively. '

In order to calculate the yield stress appropriate to any
combination of strain,_ stfain rate and temperature, it has been
suggested that the equations relating stress and strain can be
" combined with the relationships between stress and temperature, and
(41)

stress and strain rate. Thus, Sellars and Tegart proposed

37



empirical equations of the form,
" 4=1) L (29,
&= 7oL - (29.])
&= gm/o(%ink"{BZ\)" " (29.7b)
where B, O-,’ﬁ,m,n are constants,
Similarly Lubahn ef al.(uz)arrived at,
& (élléq\w éCE-ﬁan/'{J @3, 8)
where C.G,@;.D,E,F are constants of the material.
The use of such equations is of considerable value in the
calculation of working forces in hot rolling, since the experimental
data applicable to particular deformation conditions is not usually

available,
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2.10 "Coefficlent of friction between slab and rolls during hot rolling.

, Most of the existing methods used to determine the external
friction are indirect and dependent for their validity upon the assumptions
made. It was generally assumed that only sliding friction occurred on
the contact surfaces between the tool and the metal; and therefore, the
external friction was subject to Coulomb's law. Even more often it was
considered that the coefficient of friction was constént along the
surfaces in contact. .

Trinks(ua)used a crude nethod to deéermine coefficients of friction
by placing hot steel specimens on variously inélined smooth‘steel plates
and it was observed whether the’specimens lay still or slid down. These
simple tests gave an average coefficient of friction of 0.4.

Male and Cocgroft(uS)deveioped a technique, which involved the
compression of flat-ring shaped specimens at elevated temperatures,
between plane parallel platens. It was found that under frictionlgss
conditions, both internal and external diancter increésed, whereas at
a high coefficient of friction the internal diémeter decreased. Hence,
the coefficilent of friction was relatedzthe change of the intermal
diameter by a given amount of reduction of the ring thicknesg.Thus
it was estabiished that under dry conditions and over the temperature‘
range 700 - 1000°C the éoefficient of friction between mild steel
samp1e§ and the platens, decreased from 0.57 to 0.38 as the temperature
" was increased. These results were, in general, in fair agreement with
the limited data available from industrial processes., However the
major disadvantage of‘the method was that no mathematical expression
could be used to converﬁ the results of the tests into values of
coefficients of friction.

(46)

Later Gleave et al. used the ring compression technique , under
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both dry and lubricated conditions, in low C and stainless steel

specimens. It was found that over the temperature range 1000 -1300°C

and dry conditions, the coefficient of friction using low C steel

was lower than that obtained with stainless steel; possibly due to the
partial lubricating action of the scale formed in the C steel. Additionally
it was established that under lubricated conditions, the use of glass

and graphite caused a decrease in the coefficient of friction as the
temperature was inc:eased.

' Alternaﬁive compression tgsts have also- been conducted to determine
coefficients of friction at high temperatures(u?)but, however valid the
assumptions made to obtain values of &A', such indirect methods cannot
be fully recommended.to establish actual frictional conditions dufing
hot rolling.

In order to determine experimentally the average coefficient of
friction during hot rolling, techniques based on.either the maximum
anglevof bite or the amount of forward slip are currently used. In
addition coefficients ofrfriction expressed as a function of roll force
and torque by means of approximate rolling theories, enabled values of
. to be established from the measurements of>rolling loads,

El1 Kalay et al.(ié)pubiished data concerning the rolling of low
C steel bars over the temperature range 1000 - 1200°C, under conditions -
of light, medium and heavy scaling and using both smooth and rough rolls.
This enabled Roberts(5o)to compute the coefficient of friction for each
set of rolling conditions, based on a simplified mathematicglﬁmodel,
where both the roll.force and torque were related to thercoefficient of
friction. These results were then plotted against the logarithm of the
roll roughness/scaie index ratio as shown in Fig. 2.10.1 . Thus, the

following relationship was proposed, suitable in the cases ‘of
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unlubricated hot rolling of low C steels,
U=3660 ‘L>A9&0/(L59 Mlrodh@e) -

where | is the steel temperature (), P is the roughness (P in.)
and & is the 'scale index' of the material (1b x 157f€5.

In the case of well de-scaled work pleces, rolled under conditions
of good lubrication, the following expression was given,

| P=2700 erpl-261 o/ T) ) 102

which was considered only approximate since the coefficient of friction
would be expected to be dependent upon such.factors as roll velocity,
‘the geometry of the rolling pass and the properties of the lubricant.

i. Technique utilising the maximum possible entry angle.

Ekelund(6)derived a coefficient of friction from the maximum
possible entry anéle produced when 5 rectangular bar was brought into
contéct with the folls and showea that at the onset of rolling -
The entry angle was measured between the tangent to the roll at the
entny plane and the central line of the bar. Froh these results Ekelund

deduced the following expressions:-

p=LQ5—QOOQ51~ for cast iron and rough rolls
U= 08(105-00005T)  for chilled and smooth steel rolls.
Later Batchinov uséproposed a modification to Ekelund's formulae
to inc%ude the effect of the velocity of rolling. Thus,
p=axs (105000057 ) - (210.3)
where k,depends on the rolling velocity and a=1 or O.8iwhen rough

e —

or smooth rolls are used.
S Tafel(h9a);presented a graphical relationship between

~ the maximum entry angle and the peripheral velocity of the rolls,which

applied to the rolling of mild steels at 1200°C with either rough or

smooth rolls. Wusatowskl et al.(n8)carried out similar rolling tests
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- on mild steel bars at 1100 C over a wide range of rolling véigéitiesf
The results obtained suggested that the coefficient of friction in hot
rolling varied between 0.25 - 0.7.

Wusatowskl pointed out that the value of the coefficient of friction
obtained with this technique, related only to the point of entry where
a specific velocity exists between the slab and rolls; and since the
slip velocity varied along the arc of contact, such a value of p could
not represent the mean coefficient of friction.

' In'the case when a steady state rqlling is established the rolls
will start to slip on the slab surfaces if the average horizontal
;omponent of the roll force equals that of the surface friction. Such
condition, considering a small angle of contact, can be approximately

expressed as:-

Pain b /o= Vpcog@\afz
pobz=y
Thus, this angle of contact is twice the maximum entry angle at
the start of a rolling pass, which indicates that during steady state
rolling the coefficient of friction could be lower than that at the

initial moment of entry.

ii, Tecnnique involiving measuremeni of the relative velocity bpetween

rolls and slab (Forward slip).

. The amount of forward slip is defined by the difference between
the exit velocity of the rolled material and the peripheral velocify
of the rolls, expressed as a percentage of the latter.
: Ekelund(6)assumed homogeneous deformation and slipping”égﬁditions

along the arc of contact, to show that the forward slip was related to

the neutral angle by the expression,

&= (1-tos0n) (Era/#;foé’n*l} (2404)
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From the equilibrium of horizontal forces within the arse of contact,
the neutral angle was approximately expressed as,

D= Y- ‘*p(g/z)2 (2.105)
This equation required that the radial pressure remains uniform within
the arc of contact;

The coefficient of friction could then be determined from the
measured forward slip and by combining the above equations (204-95 ).
However, the values of £he coefficient of friétion obtained by this
method were limited by the validity of the aséumptions made to-obtain
%hese equations.

Siebel(49)determined the coefficient of friction by measuring the
value of the férward slip using various entry thicknesses for -a glven
valué of hz/ZR until a maximum value of the forward slip was reached,
(é%@=0). It can then be shown that a maximum forward slip would occur
when p=9 « Siebel also investigated the conditions governing the forward
slip and showed that for any given ratio hz/ZR the maximum forward slip
increased as the coefficlent of friction increased. Fufthermore, the
effect of an increase in the temperature of the material was a
rednetion in the amount of foryard slié. Values of the coefficicnt of
friction using ground steel rolls, were thus given by the expression,

c J=055(1.05-00005]) (200.6)°

Values of forward slip were usually determined by measuring the
distance,l,between marks left on the rolled material by two fine holes
drilled into the surface and along the circumference of thelfgi roll,

a distance, d , apart; thus the ratio (t-d)/d defined the forwérd slip.
Wusatowski(UB)claimed that measuiements of the forward slip made on thé
surface of.the material did not représent the true situation,since the

metal flow near the surface was entirely different from that in the
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interior of tﬁe slab.

Pavlov u9bdesigned a device to determine the coefficient of
friction at the ﬁoment when skidding began between the surfaces of the
material and the rolls by applying a braking force on the strip. With
this system the roll force ana the braking force were measured and the
coefficient of friction was calculated from the equation,

IE %ﬁg% (240.7)

~ where Q 1s the braking force applied in the rolling direction, P
is the verlical roll force, (A is the angle of contact.

In Eq.?.Kl? it is assumed that slipping conditions occur at all
: 1
points along the arc of contact. Wusatowski(48)claimed that these
conditions were unrepresentative of those normally found during rclling.

2.,10.1 Variation of the coefficient of friction along the arc of contact.

Al} the work reviewed so far involved the assumption that p
is constant throughout the arc of contact. Presumably.because of the
extreme difficulty of measuring |} at various poiﬁts along the contact
length, there is litlle data which can be used to postulate a probable
variation of Y with position inside the arc of contact. In the absence
of more positive information several workers have proposed expressions
3ia

.t

0 Ve war -2 .20 . .~ TTe g v L LT,
S 1 ValLiaLivil VL ‘\J ¢ llALiuivuven

or thes Stalcd Lial, 110 t':)(_pel"liu::n{,a.l
evidence, p between sliding bodies was greatest at low velocitles, and
suggesteéd the following relatlonship between |l and position within the

arc of contact, . 2
Pzgn__% (ﬁinQ—%iﬂQn) ’

e —

where }Luis the coefficient of friction at.the neutral point.
According to this expression!J is a maximum at the neutral point and
decreases towards the entry and exit planes.

Nadai(B)investigated the influence of a variable coefficient of



friction on the roll pressure distribution. The frictional shear

was assumed to be proportional to‘the relative velocity.of slip between
the rolls and the material,i.e.T;ﬁg(V'V%> (see Sect.2.3.). According

- to this equation the frictional shear and heﬁce P is zero at the neutral
point.

(52)

Khayyat and Lancaster used a photo-elastic technique to
investigate the distribution of contact stresses during rolling of pure
lead with rolls made from a hard, transparent resin. It was shown that
a significant variation of the shear stress/normal pressure ratio
pccurred along the arc of contact, whicﬁ indicated that the coefficient
of fri:xtion, as given by the above ratio, was variable.

Recently experimental measurementsmgik%oth the radial pressure and
shear stress along the arc of contacﬁ have been made by means of two
pressure-transnitting pins inserted, one normal and the other oblique
to the roll surface. i

>Matsuura et al.(51)applied the above fechnique to measure the roll
_pressures and shear stresses along_thevlength and width of the arc of
contact usingﬁé steel strips. It was found that the coefficient of
.- friction increased towards the entry and exit planes and became zero
at the neutral point during cold rolling. A distribution of shear
.stress and p along the arc of contazt is shown in Fig.?.lo-z .

(51a)

Zéngler also carried experimeﬂ%s on lead at 90°C, aluminium
and low C steel at 440 and 1110°C respesctively, showing that the
distribution of shear stresses along the arc of contact decreased

towards the neutral point. This might suggest that a similar variation

of the coefficient of friction could be expected during hot rolling.
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2.11 Roll force and torgue.

/
Considering a surface element of the roll QZJQ « The normal

/
force acting upon the surface element is Sﬁigﬁ and the tangential force
KXl Q The vertical component of the normal force 1s SQAngQ and that

of the tangential force % UZEQ%Wﬂf « Hence, the total vertical force

acting upon either roll per unit width of the rolled material is,

'] Bn .
P Q \\‘DC%QQO R (u,m (lg \' (Gm CQ (?Ml)
() -9 Ji) Bn

Orowan' ‘considered ithat for small angles of contact the contribution

of the tangential force could be neglected andn&ﬁﬁ:[ . Thus, Eq.2Jll{iwas
i

P | edf 2:1.1a)
b

also assumed that the vertical pressure equalled the normal

simplified to,

S:'Lms(jl‘t>

roll pressure for small angles of contact. Hence, substiiuting Sims'

expression (Eq%. 2. 5 2 and 2.5.2&) into Eg.2.1.1s,

i -~ ) R — 3 - I ; "\
p ; TAVE A | ’ ATl i TN
P- ‘7'% ‘“ n2 11\ m&,‘;-m;.da,x {Rinn y Bt LIRS
\ b WL ' b ha b .
in 0 =
9N
which after integration tecomes,
O’nl [ ir- vV r— Tlgl \ a1 . i
P: A IR {'Qz iDL _We_ln e .L.‘_\ﬂ_:_'f‘ {ZE‘;.EG)
V2AR CNET 4 hy 2 2
wharn ( _"» |/7""i:
T l!f\"(lz?i\gj‘n

-
L

and the neutral angle can be found by equating Egs.2.5.2 and 2.5.22.
> J

Thus, - —_— e = —
A1 -{ I M

RUW\A »irgfﬁgn-f; ;jj;

4 N h: N h: \Y na ™ -7

15) 1 soea ' 11 -

Orecwan and Pas¢oe( 7/derived expressions for the total roil force

for both wide and narrow plates by assuming that the drop of the roll
{ad

pressure itowards the edges of the material could be calculated approx-

ipately in the same manner as the slope at the exit side of the fr

friction

hill (see Sect.2.5). They showed that whern the initial ratio width/
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thickness was 6, the roll force was glven by y - v

Jr)
Pt [RE (- )

In cases where the width/thickness ratio was within 2 - 6 then,

PQY\\/, §10.2 5-_&% ’lr\mn. {P&H 02\1
‘~ b SR\ Zh L

where \nm'= (2"\1'*"'71)/?7
W = (2w W)/
Finally, for narrow stock,'%ﬁ/hli,tb

P-2é3{rbh

i. Roll torque.

The tangential force per unit width acting upon a surface
1 ie TN s sre ed by thi
element of the ro0ll is (&) , and the itorgue exerted by this force
- y
about the roll centre is R 89 The total torque per unit widih acting

upon one roll and ignoring the contribution of the radial forces, is

then given by, 8
G=1r| T\ Tdf (2.145)
2a 0 '
ox ! (C‘O
G=PQ’Q3%§Q-\§5§§ i Teps
k dn }9

The determination of the torgque by the use of the above equation
involves the calculaticn of the difference between two quantliies of

the same order of magnitude which may lead 10 substantial errors if the

'Y

position of the neutral angle is not most accurately determined. There-
- ; g (12) . . - -
fore Bland and Ford developed an alternative expression by consider-
ing the moment of the vertical pressure with respect to the roll axis

/ . - s -
Emggﬂzéggﬁigwjg . Thus, the total roll torgue, considering small angles

et N . . _ .
of contact, . soxusvvq gmﬁ,,b and including the contribution of both

front and back tensions, was given by,

Mo iy T .
(=R 3pdny Moo | (1)
LJO VAN



Alternafively, Sims(iu)derived an expression for hot roliing

considering the moment due to vergical forces only, so,
o .
6=\29\‘) 5 (21 ha)
0
and using Egs.2.5.2 and 2.5.2a, given by Sims' method, then,

OIA -~ ! i
ng’azai\ (Lo 484000 mfhd
! B ht &
i i :}0‘\1]] (2.\1.5>

and after integration this equation reduces to:
(=R 2% (Op-B N
Hill(35)considered the efféct‘of roll flattening on the torque,
in which the centre of the arc of contact is not on the line Jjoining
the roll centres, Since the roll pressure distribution in Hitchcocx's
method is symmetrical about the mid-point of the arc of contact, Hill
assumed that the centre of the latter lay.- on the line joining the

mid-point, C , to the roll centre at a distance (R'- R) beyord the woll

(N

2 r
o st -

g

centre {Fig. .
L3 ~ (-I?F[G . *
The lever arm of the rzdial force T <7 about the spindle axis was
P 5 ,
approximated to + (R'- 8) (Y)"7) the sign being dependent on ihe side
HaBlE e B
A\

- P o e A D ———e Y i . - rre .. . - -
foors Ol Wi1ACl L€ SULLAUT SATUICHL tdY e Jiud,y  Llie Loldar torgue

. . . - . An -
including the contribution of the tangential forces (g%(&ﬁfki) Was

expressed as, _(% 8n o it ’ ‘ \
v A SRS RN A A R U A WA (1 £
=QRY 807 - 586 "\.ﬁ“ms@ Al D)

Ll RRAE A

i ) H

Next, by considering the equilibrium of the horizontal forces
R . eV AL X
acting on the strip and assuming (CSH=! ,QAO§-Q the fcllowing expression

was obtained; o ‘.glr ( - \

: A opdn X ~dnd 719

i -2 oo - il g
) Jen Jo

{
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Hence, by combining Eg.2.0.56 and Eq.2.{l.7 an expression was

derived where the coefficient of frictlon is eliminated; thus,

Ay +(°‘“{Q‘L?f"=3+ [B-1) (2.118)
\ :

~

Finally, by intreducing the approximate expression of roll force

-

given by Eq.2.1k1a, Bq 244,28 was reduced to,

42" SMA 2 (hi sl L(@-2)0D (2.1 20)
2 2 .

2,12 Validity of the theories of hot rolling.

It can be concluded that in general the route followed in
establishing the rolling loads is to consider, first, the equillibrium

of vertical and horizontal forces on a vertical slice of the material
between the rolls, and to use a yield criterion to relate the horizontal
stresses to the vertical stresses and thereby obtain a differential
equation relating the vextical pressure to the position along the
deformation zone. Integration of the equation results in a vertical
pressure Glstribution throughout the deformation zone and hence roll
force and torgue can be determined.

Various workers compared theéretical values of roll force and
. torque against measurements in beth expérimental and production mills

v odcr to ootanliek tha v«_'l_:'_g"i!:y nf covarsl methrds commnnlv nsed in

‘i Waltos ww o

pary
Q

hot rolling pract
. _ . N S (35)
Sims presented measured roll forces obtained: by S.X.F. Co.
using mild steel sirips rolled at temperatures between 1000 -1200 *C.
These resulis were then compared with calculated values given by Eq.

34 < v 2
2.11.20and using mean yield stress values from experimental data
obtained at high temperatures on 0.17% C steel by means of a canm
plastomeier. Sims also compared roll force and torque measurements made

with

on lead strips rclled at room temperature and under dry conditilcens,

calculated values based on yleld stress data from uniaxial compression
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tests on lead and published in the same work(BS). A satisfactory
agreement between theoretical and measured results was obtained in both
cases over a wilde range of reductions.

Stewartson(53)reported a large number of roll force measurements
on mild'steel rolled in a 42 -~ in. plate mill. The results showed
considerable scatter attributed to difficulties involved iﬁ temperature
and thickness neasurenents. These results were compared with calculated
values obtained with the formulae of Ekelund,_Orowan & Pascoe, and Sims.

It was shown that using Ekelund's formula the mean of the calculated

forces was about 33% lower than the measured values and the scatter

)

about this mean exceeded5325%; the Orowan and Pascoe formula showed no
better agreement than in the previous caszs at lower reductions, Since
predictions with the Orowan and Paécoe formula should improve when the
. /4
plate thickness/length of contact ratio is less “han unity le), which
represented reductions of cver 10% in Stewartson's results, the najority
of the calculated loads a2bove 10% reductions were within a range -of +50
to -10% above the measured values. One source of srror admitted by
Stewartson may be in the values of yield stress which were czalculated
back and extrapolated from a small number of experimental roll load
fiddulciicals. Yalues O force valceuleled with Slms® formuia based on
yield stress data obitalned by 8ISZA and later published by Cook and

(3%)

McCrum showed the closest agreement with measured loads at reductions
over 10#. However, at lower reducticns all three formulae gave resulis
which were some 50% lower than those measured.
Si ] A 1 > ) (538‘) . & S 2
ms and Wright carried out eztensive checks of the accuracy
of the Ccok and McCrum method, referred tc as the BISRA method, against
cduction

measurements of roll force and torque obtained on six iypes of

pred
mill: 2 blooming mill, a2 slabbing mill,®2-high strip mill, a 2-high

(¥
o



roughing mill, a 4-high strip mill and a plate finishing mill. The

calculated results were found to diverge significantly from the measured
- ones for values of R/h; up to about 20 - 25. This was atiributed mainly

to errors in the method of measuring the thickness of the rolled material

as determined from the roll gap settings and the miil modulus. There

was, in addition, a considerable discrepancy between the measured and

calculated torques in the 4-high strip mill owing to the effect of inter-~

stand tension. Sims and Wright concluded that, in general, rolling

theory will predict reliable values of rolling loads when R/hzls greater

than about 25, the Toll torque being underestinated by theory in this

range of R/hz. The limitations of the rolliﬁg theory over this range of

values of R/hz was attributed to both the change in the mode of

deformation between the rolls when the thickness/length of contact

ratio is equal to or greater than 2, and the inaccuracies involved when

the angle of contact becomes so large that approximations of its

trigonometrical functions are no longer acceptable.

Most of the early methods to predict rolling loads relied upon the 

assumption of homogensous deformation; the achievement of which{i.e.

*

* -initial plane sections remaining plane during rolling),is in prin

i

ciple
impossible, since friction between the material and roll surfaces
restricts the £l

evidence of the deflection of cross secticns of the deforming material

(]
£
Q

f the peripheral layers. Furthermore, experimental

had been obtained, the most satisfactory of which appears to be that

, (61) . . i e s .
produced by Jones et 2l. , using steel plates with MnS inclusions
initially oriented permendicular to the rolling direction. The deformation

pattern of these inclusions after hot rolling established that initial

vertical sections did not remain plane during deformation. Hence

Orowan's method by which the effect of inhomogeneous deformation can be
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inciuded, remains the most accurate treatment of the rolling process,

'A recent work by Alexander(ZB)

showed how the basic approach by Orowan
can be incorpcrated into computer programmes préviding thus. a quick
and accurate way to solve any rolling problem,

Nevertheless, the validity of more accurate methods depends on the
‘availability of relevant flow stress data at high temperatﬁres and
various strain rates. Reliable data has been obtained from experiments
with cam plastometers, but the increase in hot x0iling speeds dewands
data at even higher strain rates. In addition,; experimental evidence

indicated that the coefficient of friction between the material and the

rolls varies along the arc of contact so that it becomes extremely

.
Fic

[y

difficult tc establish the astual frictional conditions of a spec

rolling operation.



3 A Numerical Solution to the basic Von Karman Equation.

3.1 Introduction.

A mathematical model has been produced by which predictions
of both roll force aﬁd torque,developed over a wide range of flat hot
rolling conditions, can be made. The basic Von Karman equation,descri-
bing the distribution of roll pressure along the arc of coﬁtact,takes
into account the effect of a variable flow stress of the material under-
going deformation and of both homogeneous and inhomogeneous deformation,
together with a mixed frictional condition 14¥ and a deformed roll
radius., Since the resulting differential equation possesses no

analytical solution, the numerical technique involving the fourth-

(28)

order Runge Kutta method énd originally developed by Alexander'”  ‘for
the cold roiling process,was extended to the hot rolling case, The
following sections will therefore describe the mathematical basis of
the model by considering the analysis relevant to the plastic and
elastic deformations of flat sections at high temperatures and varying

strain rates.

3.2 Baslc differential eguation under homogeneous defeormation.

i)

(

The analysis presented in this section relies upon the following

assumptions:-

Ko

i1} Vertical sections of the materiszl in the diraction of
‘ rolling remain.plane duriang deformatio

-

(ii) There is no lateral spread of the material if the thick-

ness of the strip is small compared with its width.
1

(iii) Plastic deformation cccurs throughout the material between
the rolls, though in the vicinity of both ihe entry and
exit planes elastic deformation and elastic recovery take
place respectively.,

(iv) " The vield stress of the meterial varies throughout the

gone of deformation under isothermal conditions.



(v) The frictional stresses, between the material and roll
suffaces, are proportional to the radial pressure but
cannot exceed the shear yleld stress of the material.

(vi) The deforming arc of contact between the strip and the
rolls remains éircular.

(vii) The peripheral velocity of the rolls is unifornm.

Fig.3.2.1 represents a longitudinal section of a strip in transit
through the roll gap. The state of stress of the material between the
rolls is triaxial: a vertical stress, q, a horizontal stress acting in
the direction of rolling,p ,and a stress parallel to the xoll axis
preventing free lateral spread 47 . Since the -assumption of homogeneous
deformaticn implies that no shear stresses arise between the surfaces
of vertical sectiqns, the horizontal stress, p , together with the
transversal siress &2 and the vertical stres s; @ , are considered
principal stresses. Then if'plastic strain in the transverse dire ction

is izncred,

r;
<,
0 K ={ath)n
\.)L"‘\»\ 'Pil'z_

The Von Misses maximum shear sirzin enerzy criterion states that

plastic yielding occurs,when
L(& - 4(& ~&3f = BGA = ceantan

T@e critical value of tht shear strain energy can be determined
considering the cass of ylelding in a pure torsion test when &i=K,
éfQéy-‘,(thus, Gh=12,

Hence the use of the Von Misses criterion in a triaxial stress
systen and under plane strain conditions leads to,

q-p =2

The vertical stress, q , 1s constant within a vertical section



due to the absence of shear stresses along iis surfaces and assuming

that the yield stress through a section is uniform, the horizontal

stress, p , must be therefore a constant. Hence the equilibrium of horiz-

ontal forces per unit width acting on the vertical slice AA of the
strip leads to , \
. | L,
445 = 44h) - 2R's g 2 Tess B20)
vhere the upper sign refers to the exit side and the lower to
the entry side df the arc of contact.

A bvalance of vertical forces within the slice AA and the use of

the yield criterion permits the above eguation to be expressed in terms

.

of the radial pressure,
dlh(s-2¢=T ?3 )/é‘?.:lz(ss G Tosh) (3.2.1a)
Two frictional conditicns weré assumed between ihe rolls and the
material surfaces:
i. A dry fricticnal stress proporbional it¢ the radial pressure
{:pg y in which case Eg.3.2.1a applicadle to slipping

conditions was writien as,
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The values of the radial pressure at both the entry and exi



planes can be found b& combining the equilibrium equation of vertical
forces and {he.yield criterion; thus at the entry piane, where
K=k+ and 0 h‘ (the effective back tension, see Sect.3.7), the
radial pressure becomes, .

5‘=2K\4?1'T1291 ' (3.2.4)

and at the exit plane, where §:0, ¥=V¥s and P:tq_(the effective

front tension,see ‘Sect.3.7),

d2 "Z “it2 (3'2-’*’

3.3 Basic differential eguction under inhomogeneous deformation.

A radial pressure distribution during irhomogeneous deformation

- was obtained following Orowan's analysis(q), in which it was assumed
that the stress distribution inside the deforming material could be
approximated to that produced.by the compression of the slab between
two inclined platens, so that the horizontal éompres sive stress acting
L.

across the strip ihickness was given by the following equation (see

Sect.2.4),

’))
\”5
).

. e R
small contact angles the coefficient g(;<.53\could eliminat
VIR
Thus, the variation c¢f the horizontal stress along the defermaiion
zone could be expressed as,{replacing the value of s in terms of

from & Jq 3.3.1 into 3.2.%a),

4 A
i In\ ¥ [
dgp‘) o ’\QLU ES1/ (Q\!
poLto v c
u". \,\_— n/)ir‘l‘l.,\- {:‘ /1
where 81(@,- LY, .kzw.J)/q )
,\ '; ) ,\
and gd\%’; W 2w(a) (o Sy w<6)/h
Under sticking conditions the frictional stress contribution to
Tey ' .
the horizontal stress becomes (=K so m—pb/,-; and the inhomogeneity

factor( )”eacnes a constant value w(a)= (iﬁ (see Fig.2.4.3) and Eg.3.3.1

0
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reduces to, -

=524

and Eq.3.2.1a can be rewritten as, .
R GIUY (3-3-3)
a0 4
tind % Wl

Pinally, the associated radial p essure can be found by means of

QN

the yield criterion expressed by Orowan as, {ﬁw=<5wzg5u(a) ( 6
0 33

3.4 Yield stress variation duringz hot rolling.

During hot deformation the chief factors influencing the yield
stress of the material are, the amount of strain, strain rate and

temperature., Since isothermal conditions were assumed throughcut the
deformation zone an empirical relationship proposed by Lubhan ei al.'
which fitled adequately the yleld stress data used in this work, =nablsd

the effect of sirain and strain rate at a constant temperature to be

included,viz.

]
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where £ and ( are the uniaxizl strai

and C,D,G,H are constants.
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Since in flat rolling the effective sirain is given oy,c-=5%tnn;@ﬁ
. N :
- - - ‘. .
and tne errecilve siralin rate 0y £ =< & ythe eftective yleld stress
/‘lb
under plane strain becomes,
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The variation of the strain rate during rolling can be derived by
considering first the mean strain rate within a vertical section o be

given by, .
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FFrom the geometry of the pass h=hﬁ+23(1-oos9),x=R%in8 and Vn=Vrcos§n
thus, dh/dx=2tg@, and the strain rate can be expressed as,

€o= N ha cosfn Y00/, - (3.4.2)

<

It can be shown similarly that under sticking conditions the

strain rate becomes,

Q= W sial/n (2.4.2a)

The variation of the mean strain rate of section along the arc of

contact, assuming both complete sticking or slipping conditions,is
shown in Fig,.3.4.1 for a typical rolling pass.

The values of ég ano.éz given by Egs.3.4.2 and 3.4.24a can be then

replaced in Eq.3.4.1 and the rate of change of the yield stress along

the arc of contact will be then given by,

{H AQJ(\-\M\ tlinlls an)!‘r D*U‘ﬂé\\:?ﬁr} i i .
TR V\h\ Fnder slipping conditions,
3 . vy 1 -
and N s L \ i
x/ AT . hl ), /\\.. . (’ b
gm_w_q [h-2205] G 1/ 'n ; IR !

a2 = INTENT A A i \nh/‘ _ ]
¢ . /N under sticking conditions.

.

3.5 Rell force per unit width.

On the assumption that the deformed arc of contact remains

circular, the radial pressure distribution must be considered

symmetirical about the mid-point of the contanrt Teneth and the resnltiing

~

roll force must be then applied mid-way along the arc of contact (Fig.
3.2.1). Since the radial force aciing upon & surface element is sRdf
ané the frictional force 1sL’:Rug the component in the direction of
the resultant roll force of both the radial force and the tangential
9 w: Y ﬁ 0 \ y Q - —!M LT
force will be s cos( y9)Rd9 andt sin(5-7/2)Rdl/ respectively. The

resultant roll force excluding the contribution of the elastic zones of

the material at both ends of the contact arc, will be given by,
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3.6 Roll itorque per unit width.

In order to determine the moments produced-by both the radial
and tangential forces about the roll axis, the position of ‘the centre
of the deforming arc of contact must be established. Since the radial
pressure distribution was considered symmetrical about the mid-point
C, the centre of the deformed arc of contact must lie along the line
Jjoining the’roll centre and the miﬂ—point c (Fig.3.2.1). The position
of the centre of the deforming arc of contact should then be given by
the intersection of the line through OC and a vertical line traced at
the point where the tangent to the roll surface is horizontal. There-
Tore, taking into account the vertical and horizontal distances between
the centres of the roll and of the deforming arc of contact, and
excluding the contributicn of the elastic zones of the material, the

(35)

resultant torque per roll will be given by

Q‘ t A7 — . ]
G=ﬂ!% ubULg&Gl‘ig‘lg“UQ{QQGL/&'JSQQQ~Thﬁg

Do (an
{ -~ 1 o T S R N e NN\ T T
{\\CC‘Q QR mlr 09 RIS »J‘ob*(va)f(Z;mu ~R-R
43 l .
O S : ;"f < ’A,'-‘\n‘th‘?'f
X Sl ;,b'\}' ( Jﬁb T (.\.u.'U) '} (',',il’\;l -{}-R (IO ‘Z}ﬂ(‘r\):‘)
o \e- ) o;ﬁ‘ ' v o .
¢ ] i N H TV VAN~ il AT 7 Wi T \"_ TPy ; \ i
%‘Q@‘Q\j 'E C;\ﬂ\:‘; ’L)d\\}‘ih -‘r\ } L‘\\-—K\ N \_\.U%\‘J’/Zg']‘t}g\‘)“t\ JKLQ'\‘-‘\\-L{}([J\ I \‘1
E R 0 26.4)

Approximate expressicns cf the roll torgue originzally developed

for cold rolling, as propesed by various workerc(lz""'3q>w 11 2lsc
be included in this mcdel, viz., i
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3.7 Elastic arcs of contact.

At both ends of the deformation zone there must be an area
of contact between the strip ;nd the folls where the material is only
elastically deformed. The effect of this is to increase the length of
the arc of contact beyond the points where the strip undergoes plastic
deformation and hence to augment the total roll force by fhe contrib-

_4(33)

ution of the elastic zones., Bland and Fo developed expressions
by which the total normal force in the elastic zones can be obtained.
First it was considered that, since the strip is in contact with the

rolls, the normal displacement along the elastic recovery zone of length

a, was given as,

Fovedingds 4 L (ot (37.1)

~ After applying the generalised Hooke's law in plane strain

and assuming no shear stresses across vertical sections it was shown

a

that 0 .
' \u L VYR S i, \/{\-w)xj_a%z (23.2)
Uik e - 5 |
J £ 2 2

0 ¢

L

where _Q. represents the contributlion to the roll force from the

;.-o-'"

“\

elastic recovary zone, Thus, solving the integrzl of the lefi hand side

of Eq.3.7.2, the roll xorce contrlbutlon was,

=\ Kb = L5
SR

In order to determine the:length of the elasiic recovery zone.it

. s -7 . -
was postulated that the méan vertical stress Qi on the elastie side,
1

taken with the horizontal stress " » satisfies the yleld criterion.

[£S

Hence, aefinlng()ﬁ asi . he/2 [ : |(Hy4 v) \
Z‘m b S \/\Ué\) = 3 :—’)-; 77 K U?

LI Y g R A A B
which was then exnresscd in terms of the normal displacement at
x=0 to a?rive at, ) j;; dlh ' \)%2‘ Ujr
U e (AR
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s0 that the yleld criterion was expressed as,

by =Tty =0E C(37.3)
ha(i-YIR
Hence, .after substituting the value of a obtained from Eq.3.7.D

into Eq.3.7.2 the contribution from the elastic recovery zone is

given by, ' [N 7 ]
1 -2 (1) haR (- v (2-7) (B4
3 J E
Next, Bland and Ford considered that at the end of the plastic
: 0
zone the horizontal force applied to both roll surfaces was QPY61 ’

thus the effective front tension over a section of thickness h,y was

therefore, oL lui%v
, P
By a similar analysis Bland and Ford showed that the contribution

to the total roll force from the elastic compression zone at eniry was

riven b 2 AR
& A ﬁ%‘.-(L“Y)) !E;i (2(—~!\ (24 &
ey | P ~ T

and the effective back teﬂsion vas,

-L __i". ﬂlJ"/‘/
I E N

< ‘

. i 1
It can be seen that the effective tensions ‘é\ and i, depend on

ﬂ\ and ¥ gn respectively, so that EGQ.B.(.Q and 3.7.0 must be solved by
lieratlion,

Finally, the total value of the roll force per unit width,
ignoring the inclination of P; and Py; to the line of action of ?
and the shear stresses along the elastic arc, is given by,

2 R
while the total value of the roll torque per unit width per roll

could be expressed by,

(37.6)

where r%gvlgiiV%x ,
and G “JQ\{‘Z (4‘—7 6a)
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3.8 Roll flattening.

The iadius of the flatiened arc of contact was determined

(30) by which the radial deformation,

following Prescott's analysis
caused by an elliptical stress distributicn over the length of the roll
surface (2d), can be given in terms of the elastic properties of the

roll as.(see Sect.2,8),

(5% '
R (28.1)

According to Bland and Ford(33)the total length of the arc -cf
contact must include those portions immediately adjacent to the plastic
deformation zone, where elastic defermation at entry and elastic
recovery at exit take place. Thus, the total length was approximated to,

[ R iy ) ]
NSt TR ‘
oo =K hi-am) (R {hg-nm) (3.8.2)

where h;, hmand h, are the thicknesses at entry, winimum and exii
respectively (Fig.3.2.1).
The analysis outlined in the vrevious section(3.7)enavled Bland and

Ford to find expressions for the strip thickinesses along the elastic

zones and Eq.3.8.2 was rewritien as,

where bz‘m;\ﬁz A
¢ i SRRy A
oY Nz ams s T ACRNY

‘ =
iy S T ¢
ét: ’_/;‘:i) {Hz‘,z’hx\ﬁ
=

Therefcore the final expression {to determlne the deformed reoll

R _ i chy
= Y.<, .C P v
RBEE -

where c=16(1—ViA§E is constant for the material of the rolis.



3.9 Calculation techniaue,

The technique used to solve the basic differential equations

which assume homogeneous deformation, was based on the work presented
by Alexander(ZB). Thus, an initial value of the deformed radlus was
obtained by estimating a roll force for a given mean strength of the
material and percentage reduction. Hence, a realistic valﬁe of the angie
of contact could be determined.

In order to reach consistent values of the total roll force and
the associated deformed>roll radius the feollowing procedure was
adopted:

1. The angle of contact was split into 2n _ divisions.

2. Values of the radial pressure toth at eniry and exit planes
‘were calculated using Eq.3.2.4 and Eq.3.2.50,

3. The yleld stress at each angular position was calculated for
the associated values of strain and strain rate as given by
Eq.3.4..0.

L4, The radial pressure at each angular position from the exit
plane towards the entry plane was deternined by means of the
fourth~ order Runge Kutta method to integrate Eg.3.2.7. or Bg.
3.2.% depending on the frictional state defined by the shear
stress at the previous angular position ugi_géﬁ .

5. The radial pressure at each anzulzar position from the eniry
plane towards the exii ‘- plane was determined in the same
manner as described in stage 4.

6. The intersection of both the radial pressure distribution
determined from the exit and entry sides enabled a feasiblie
radial pressure distribution along the arc of contact to be
determined.

7. The resulting roll pressure distribution was then integrated
over the arc of contact by trapezolidal rule to determine
the roll force per unit width, P.

8. The contribution of the entry and exit elastic zones of the

material to the roll force was then determined by means of

Eq.3.7.5 and Eq.3.7.4
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g. A new value of the roll radius for ithe total roll force
Pt=P 4T2ﬁign was calculated and a corrected value of the angle

of contact was determined.

Stages 1-9 were then repeated until compatibility was reached
between the moét recent value of the total roll force and the
assoclated value of the deformed roll radius.

Following the above calculations the moments aboﬁt the roll axis
of both the shear stresses and the radial stresses were iﬁtegrated by
trapezoidal rule over the arc of contact, to obtain approximate values
of the roll torque according to Eq.3.6.1, Eq.2.11.4 and Eq.2.11.8Q.
‘Finally,an accurate estimation of the roll torque was made using Eq.3.6.1
and including the contributions of the elastic zone of the strip at the
entry and exit planes, as giveh by-Eg.3.7.5 and Eq.3.7.f0respectively.

In the case of inhomogencous deformaticn, in order to include the
effect of a variavle inhomogenelity Tactor, w(a), on the radial pressure
distribution, Stages 4 and 5 of the calculation procedure were medified
Since w(a) was a function qf the radial pressure, the latter could only
be fourd at each angular position by iterziion until consistent values

of both the rzdial pressure and the inhoncgeneity factor were reached.

Thus, initial values of w(a) and the horizontal pressure were

calculated at the exlt plane using EQ.2.5.4 ,VlZ.,‘JQD""‘QS*b /2

and Eq.B.B.é‘respectively. The horizontal pressurs at the first angular
divislon was then found by means of the Runge Xutta method, which
integrated Eq.3.3.2 or Eg.3.3.5 , depending on the frictional state
defined by the radial pressure at the exit plane. An associated value

of the radial pressure at the first angular division was then determined
and the inhomogeneous factor re-calculated., A corrected value of the
horizontal pressure was then cbtained at that division and the process

was repeated until an inhomogeneous factor consistent with the radial

pressure was reached.,
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3.10 Data used in roll pressure calculationé.

' A requisite in the calculation of rcll pressures needed to

accomplish a given reduction at specific rolling conditions, 1s the

determination of the strength of the material undergoing deformation
at the relevant temperatures and rates of strain,

The data defining the rolling conditions comprised: the éoefficient
of friction, determined from forward slip measurements (seé Sect.5.4),
the entry and exit thickness, the roll radius, the peripheral. velocity
of the rolls and the external tensions.

The flow stress data was obicined by means of hot compression
tests on specimens from the rolling material and supplemented by pub-
lished data on similar material. The experimentzl data obtained at 900,
950, 1000 and 1050 °C and strain rates over the range 5 - 10 s~'is pre-
sented in Sect.5.6. A reasonable fit of the expverimental data over the
strain of interest (€= 0.5) was obiained using an empirical equation
of the formc£=K£"q; the constants of which were determined by a least-
square method, The stress-~strain expressions enabléd the constants in
Eq.3.4.1 to be foundj; thus the effects of strain and strain rate on the
flow stress at the above temperatures were included. At intermediate
temperatures the constants were determined by linsar interpolation.
Following the above procedure, the associzted constants to fiit the data

publishéd by Suzuki(36)were alsc found, Table A lists such constanis
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at various temperatures for both set
Additional information to define the material elastic propertiies was
comprised of Young's modulus and Poissen's ratic. The former varies
linearly within the range of hot reolling temperatures according to
published data(67)plotted in Fig.3.10.1 and a mean value of the latter

(V= 0.336) was uss=d. in all calculations.
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3.11 Computer Programmes.

The calculation technique outlined in Section 3.9 was
translated into computer programmes following Alexander's work. The
flow chart of the programmes is shown in Fig.3.(l.l and the various
features of the latter, presented in Appendix II for the case of
inhomogeneous deformation,will now be described.,

The central problem is to determine the distribution of roll
pressures, and S(I) is the computer notation of the M ordinates of
pressure distributed over the arc of contact, where M is aa odd number
_of ordinates, so that the arc of contact will have an even number of
divisions.,

The Common and Extefnal statements are required by the particular
functions and sub-routines used in a programme, while the Dimensicn
statement defines the functions in arrays.The mechanical properiies
of the material and the conditions and geometry of roiling are then
read and written out, Tests are then made to increasc the exit thick-
ness if the reduction cannoct be accomplished using the selected valus
of the coefficient of friction.at entry, and to decrease the values
of front and back tensions if they exceed the exit and entry yleld
stress in plane strain respectively, since it would imply that the

strip is teing deformed by tension exclusively, which is noi ithe case

considered nere. The permissible values of front and back tension and
exit thicknzss are then written cut.

An approximate value of roli force is then calculated, to give
initial realistic values to the deformed radius and hence the totzal
angle of contact, denoted as RD and PHI1 respectively. Plasﬁic
deformation, assuming that ylelding is.initiated at OfZ% nominal strain,
will then occur .over an angle of contact givén by,

PHIE-= ARCOS(COS(PHII+0.002xH1/2*2D)),
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The values S(1) and S(M) at the boundaries of the plastic arc of
" contact and fhe values of ¥, denoted as XK(I). over the arc of contact
are then determined. The fourth-order Runge Kutta method, defined by
the sub-routine RK, then solves the differentiallequation, and SEN(I)
denotes the sglution at each division from S{1) up to S(M), using the entry
boundary conditions, while SEX(L) denotes the solution from S(M) down
to S(1) associated with the exit boundary conditions. The.actual value
of S(I) at eacﬁ division must then be the lesser of both: the entry
-and exit solutions. The frictional conditions {:?ﬁior €., whichever is
the smaller; 1is ensured by the IF statements:

IF (XMU*SEX(L).LT.XK(I)) CALL RX (PHI,SEX(L),DPHI,DS,G1,G2),
or IF (XMU*SEX(L).GE.XK(_I)) CALL RK (PHI,S=X(L),SPHI,DS,G4,G3).

In the case of iﬁhomogeneous'deformation the horizontal pressure of
each division PEX(L) is found first and then reiated to the associated
iadial pressure SEX(L),‘as described in the calculazilon technique. '

The ordinates between which SEN(I) and SEX(L) intersect, which
represent the neutral pbint, can bte determined by the IF statement;

IF (SEX(I).GE.SEN{I). AND.SEN(I+1):GE.SEX(I+i) GO TO %i.

Statement 61 then calculates the fraction of the interval in
which aqPHIN. occurs. LT that statement is not satisfied. the prozramme
is arranged to declare thai no soliution is possiﬁle zné write ocut the
distribution of SEN(I) and SEX(I).

Since an initial value of the neuiral angle (PHN) must be assumed
in order to calculate the sirain rzte distribution over the arc of
contact (Eq.3.4.2), the calculated value of n replaces the initial one
to determine a new strain rate distributior and the whole process is
repeated until the absolute value (PHN-PHIN)/PHN £ 0.001, where PHIN is

the most recent value of Qn calculated.,
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The radial pressure at the neutral point (sN) is then determined
" and the pressure distribution integrated over the arc of contact by
trapezoidal rule, in order to determine the roll force per unit width
P, due to plastic deformation. The contributions to the roll force of
the elastic zones at both ends of the deformation zone (PE1 and PE2)
are then determingd. Then the total roll force P1=P+PE1%PE2, is.used to
obtain a new value of the roll radius and the process is iterated J
times until the absolute value (P1~P)/P1 is less than 0.00001, where
P1 is the most recent value of P calculated. GE1 and GE2, the contri-
butions of the elastic zones to the roll torque are then calculated
‘and finally the various estimates of torgue are made according to the
various formulae discussed. The most accurate estimate is GAC12, as
given by Eq.3.6.1,; with GEi and GE2 added. Finally,the programmes are

arranged to write out the relevant parameters.
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4, Experimental Procedure.

A description is given below of the roiling nill and ancillary

equipment used in the experimental work.

4,1 The Rolling Mill.

The mill is a . 2-~high, single stand, reversing type, supplied
with rolls for both hot and cold rolling. The rolls are 257 mm (10")
in diameter by 380 mm (15") in barrel length, with necks mounted in
bronze bearings supported by steel chocks. The roll neck bearings are
lubricated by a fluid film, and each bearing is designed for ncminal
5011 forces up to 650 k¥ (65 toms) to provide a 3000 hour service life
at 45 rev/min., The upper chocks are positioned by & screw-down gear
driven by a 0.74 k¥ (1 hp) electric motor. The maximum 1ifi of the top
roll is 70 mm. The roll gap setting is indicated by a pointer on a disc
with graduated markings , which is attached to each screw-down pin. This
arrangement allows the roll gap to be set within té 0.25 mm. The rolls

consist of Jichillite alloy {iNi bearing chilled rolils) with a shore
scleroscope hardness of 40 and with a cylindrically smooth finisn of
C.L.A, ~ O.B%Jm (32pin), as measured on a grinding scale for surface
Iinisning. in2 mean roll dilameiser, measursd along the oLl axls 1s

257.155 20,025 nn.

4.1.1. %311 power suwplv.

The mill is driven by a 0/40 kid/6C k¥ {C/80 np/S0 hp), D.C.
separately excited motor, coupled through a double reducticn gearbox
to a palr of helical pinions. Tach pinion is connected to a zoll by a
spindle fitted with flexible couplings. The mo+cr-gcncrabor set, which
runs at z constant speed of 1M4C rev/min, comprises: an 82.0 k¥ (11C hp}
induction motor to drive the set, a 7.5 kW, 230 ¥ {10 hp) constani voli-

age exciter for fileld excitation and supply to the control circuits, and
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67 kW (90 hp) generator to feed the mill motor. The output voltage of
‘the generator can be adjusted from 0 to 230 V by the variation of its
field excitation. Thus, the mill motor speed can be brought up to 500
rev/min by increasing the input voltage, but a further increase up to
1500 rev/min'can be obtained by the weakening of the motor field. In
order to trancfer power to the mill the voltage of the exciter ié
brought throuvgh a rheostat to a maximum of 230 V, Further operationé‘

are carried out using push-button controls installed in the mill console.
The mill, together with its ancillary instruments, is shown in Fig.4.1.1,

a,z, Mill Instrumentation.

In the present investigation, the main characteristics ¢ be
studied during the rolling cperation vere:
(1) peripheral velocity of the rolls
(i1) exit velocity of the material
(i11) roliing temperature
(iv) roll force
(v) rolling power
(vi) roll torque
There follows a description of ithe various instruments and methods
used to determine the above characteristics.

4.2,1 Tachogenerator.

Tec. measure the peripheral velocity of the rclls initially, a. friction
tachometer was pressed against the surface of the top roll. Later it was
found that the angular velociiy of the rolls decrezsed at the onset of
rolling, so the velocity of rolling could not be determined aé;urately
by that method. Therefore it was necessary to select an instrument with
an output signal proportiional to ithe angular velocity of the rolls, which

-could be recorded continuously. For thils purpose, the shaft of a
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precision D.C.‘tachogenérator was attached to the centre point of the
free end of the top roll. The tachogenerator (Servotek) gave an output -
of 7V per 1000 rev/min with a linearity better than 0.1 %.

L.2.2, Light-activated switch.

To meésure the exit velocity of thé material emerging from the
rolls, a light activated switch, placed on the exit table, and a digital
timer were used. The light switch consisted of a photodiode box, two
‘thermal shields and two coated bundles of optic fibres. The érrangement
was designed specifically for this work and is shown in Fig.hg-z « The
thermal shields, made of aluminium, served to protect the photodiodes
from high temperatures. The light beams, which passed through ithe
windows of the shields were then transmitted to the photodiodes via
optic fibres, these latter excluded any spurious effecic due to
reflected light from the surroundings. The photodiode box encased two
photodiodes, each with an integrated circuit including a resistor and a
capacitor, to set the light switching threshold. When the light beam
reaching window A was interrupted, the device triggered the digital
timer which was only stopped when the light beam rsaching window B
was interrupted., Since the iwo windows were 50mm apart the time lapse
between the iwo aciions,i.e. start and stop, determined the mean exit
velocity of the front end of a slab emerging from the rolls. As the
front ena of a rolled slab was'too thin to effectively interrupt the
light eam reaching the photodiodes, a refractiory block placed on the
exit table, was pushed by the slab as it emerged from thé rolils. The
greater size of this block ensured an effective interrupiion of the
incident light beam. Due to lack of space between the mill stands, the
light source could not be placed directly cpposite the light activated

switch and it was difficult to get sufficient incident light to triggsr
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‘the light switch, Theréfore the light from a tungsten lamp was reflected
to the light switch using a mirror placed opposite to it. The whole
arrangement is shown in Fig.L22.

4,2,3 Temperature measurements.

During rolling, temperature changes within the material often take
place in a fraction of a second. Thus, a first requirement of the
temperature measurement technique employed during rolling is that
thermocouples inserted in the material should respond rapidly to the
chaﬁges in temperature. Bradley et al.(54) examined the effect of the
wire diameter on the thermocouple response and also investigated the
ébility,of different thermocouple materials to withstand high pressures.
As a result of thelr work 1.5mm Pyrotenax Chromel-Alumel thermocouples
were selected for the present investigation. These possessed a hot

junction insulated in a stainless steel sheath and a response time of
( :’ . e 3~V(56> 2 . + »
with a standaxrd accuracy of = i « This represented a
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quoted for a thermoéouple with an insulated junction, was to be expected
in this' case.

Preliminary temperziure measurementsvon slabs 12.5mm thick were
carried cut with a thermocouple inserted in a hole drilled in such a
postion that the hot junciion lay on both the mid-widtih and mid thic
planes, 'at a distance of 50mm from the back end of the siab., A second

thernocouple was located on the mid-width plane near th? top surface of

the slab. This arrangement, shown in ‘ig.ﬁ“?4j, was used to establish



the effect on.the mean temperature of the material of both the heat
éenerated inside the material by the deformatlion process and the
quenching produced when the slab surface was in contact with the

rolls. These temperature measurements allowed the mean temperature

-~ of rolling to be estimated.

d(zjferm:r\clf on .
A further investigation, which involved the definition of the

temperature distribution across the thickness of the matefial as it
passed through the deformation zone, was carried out using slabs 19mm
thick (See Sect.Af7). _Thermocouples were inserted in four positions
between the surface and the mid-thickness of the slab with one therme-~
c;uple on,and a second Just beiow, the surface, ard with two further
thermocouples towards the centre. All the hot junctions were located
as clcse as possible to the mid-wldth plane. The arrangement isiého'x

: I's] 1 “~\'
in Fig.LLQA?. Each thermocouple on the surface and at the sub-surface

Vsl
-y

. s . . Y
position (1 and 2 respectively in Flg.bg.u) was inserted in 2 hole

)

drilled at zn angle sco that the former.broke the slab surface,(while

the latter reached a point about 0.2mm below.This whole arrangement
pernitted the measurement of temperaiure chaﬁges, which were produced

by the combination of the heat of deformation and the quenching effect

ol tie zolls, in ciilereal layers ol Lhe malerial, Lales Liese temnperaiuss
measurements were used to establish tempsraiure distributions within

the deformation zone.

Attempts to hold the thermocouples in place either with high
temperature cement or by welding were not successful. Therefoyg,
lengths of mild steel wire were wedged into each hole to prevent
movement of the hol junctions of the thermocouples.
b2y Load cells. |

The rcll forces developed in a rolling operation were measured by
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means of lead-cells placed between the screw—down ends and the upper
.chocks. Each load-cell consisted of a columnar element integrated wlth
its base and fabricated of a high strength steel., The load-cells were
fitted with strain-gauge bridges cemented to their columns. The top
of each column, the hpignt/diameter ratio of which was about 1.2, was
covered by a self aligning cap: thus the effect of any uneven loading
was virtually eliminated.The strain-gauge bridges were supplied with
6V D.C. and their output was fed to an U.V. recorder via D.C,
amplifiers., _
The load—ceils were already calibrated at the the start of this
work but during the experimental perlod two recalibrations were
carried out. This included the removal of the load-cells from the mill
after which they were loaded into'ag Avery-Denison testing machine,which
was itself regularly calibrated.Forces up to 500kN in 50k steps were
applied in btoth increasing and decreasing loading cycles. A check for

additive measurements was also effected by testing btoth load-cells
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simultaneously. Fig . 4.2.0 shows the calibration curve
each case,

L4.3. Determination of the rolling power and roll torgue.

The toial power consumed by the mill mctor wzs determined from the

simultaneous measurements of the voltage, V., aad armsiure current Ia,

supplied, thus:
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X - oA

where dla represents the total power supplied to the mill
1 .
ng@ is the armature copper losses, manifested.by the heating

of the armature windings.

1
\c‘r"
=

and 1s the power developed on the shaft of the motor.
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In order to measure the armature resistance ~%o-, connected in
series with a coil in the circuit of the D.C. compound metor, the mill
was run for about 45 minutes without any load. This permitied a steady
temperature to be obtained. The mill was then stopped and the serles
- and armature resistance measured while the windings of the motor were
sti1l warm. The value of the total resistance was Ru= 0.1k "Lo.ujwns)
The total driving power (Pm) developed on the motor shaft during
a rolling pass, is divided into the following componentg?z
Rolling power -~ Pw -~ DPower which is required to overcome the -
resistance to deformation of the rolled
stock and the frictional forces between
‘the rolls and the material surfaces.

Frictional power - Pf - Power necessary ito overcoms additional
frictional losses during the pass,
produced in the roll neck bearings,
_pinions and reductlion gear.

Idling poﬁe - Pi - Power necessary tov overcome friciional

losses z2long the drive under ro lozd.

Dynamic power - Pd - Power necessary to overcome inertia

forces arlislug fiowm vailatlous fu £olil
velocity.

Thus, the equation which expresses the driving power developed

during a rolling pass is,
+ T \
?ﬂ:.(:—b.-d 1\'\!7\

,A)

hoa n
TR 'y 27)

¢

The first three values represent a constant load on the drive,
and their sum forms the static power. The procedure follcwed to determine
the components of the driving power - Pm - 1s described below.

L,3.1 Frictional power.

The power to overcome the additional fricticnal losses consisted
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of:-_

(i) The fric%ional losses in the roll neck bearings {Pfy ). The force
exerted on each roll neck, assuming the slab is central with the rolls,
is F/2 and the frictional force at each roll neck is therefore 1 F/2.
Since this force acts at a distance d/2 (roll neck diameter = 184.2mm)
from the roll centres, the frictional torque at each r0ll neck is%&deﬂ
and the total torque on the mill is thén fyFd. Values of the coefficient

of friction £ in fluld-filn bearings(>7)

are quoted within the range
120,001 - 0,005,
(ii) The frictional losses along the driving gear,i.e. in the gearbox

and pinions.

The sum of the rolling and additionzl fricilion power developed st

the motor shaft is given by(us);
’t' f’\\. \
QL*@ ;QL*EQ_ (4.52]
O |
- 1y o3 )
where P’k\:g\;c\m’r : CReRLY

and 1) is the efficiency of individual gears positiocned
4
between the motor and rolls. Values of efficiency
for single reduction gear itransmission are gquoted
e s (18)
within the range N = 0,95 to 0.98,
Here it can be noted that experimeantal values of both frictional
losses (Pf) and rolling power (Pw) cannoi be determined separately. An
experimental technique, which is described in Section 4:3.5 was,

adopted to otiain the additional frietional losses. -

4.3,2 Idling power.

The idling power was determined by the measurement of the armaturs
current and voliage supplied to the mill motor when no load was appiled.

Thus using Eq.ﬁ.%%i the idling power would be given by:
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However, these voltage and current measurements can only be made
before or after rolling, yhen the velocity of the rolls is about 20%
higher than when a slab is present in the roll gap. From several power
measurements at zero load at variodus speeds,it.was established that the
1dling power was approximately proportional to the angular velocity of
the rolls. Therefore, it was assumed that the effecti?e idling power

at rolling velocity was given by, , W
o, , O

Wi

4.3.3. Dynamic power.

The dynamic power is significant when the velocity of the rolls
changes rapidly during the acceleration or deceleration of the mill.
In the present work it was found that the angular velocity of the
rolls was practically constant during the rolling pass, as can be seen
from typical traces shown 1in Fig.ElEui from the tachogenerator, so that
the dynamic power could ve ignored.
Thus, the driving power at a constant rolling velocity and for
static power is given by:~
Pn = Pw'4 Pf + P} (L.3.2q)
(e.f. Bq. 1.2.7.)

4, 3.4 Rolline power and roll toraue.

In order to obtain an expression for the rolling power,:-reference

i

N S - : s N A
is made to Eq.-\....4 which, after the introduction of Eg. -1 2.l becomes,

Qm = Pty _i,‘_’P{‘i _ a
M

and the rolling ﬁowar and total roll torque would be

glven respectively by a 8%
1 /P\V_ P{ﬁ Ll ‘ _Qi (&Qb/
11 _ﬂ_V?n L’qO'RC Wr [43.6)

W \
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4.3.5 Experimental determination of the frictional;ppwer under load.

Determination of the power produced by the mill was carried out
with the rolls pressed together and rotating at low speed. This enabled
an experimental determination tb be made of the additional frictional
losses along the drive under load, as conditlons of zero relling power
.were present. To avoid over-loading the electric motor which drove the
screw-down gear, the rolls were pressed together using a lever attached
to the screw-down system, which was temporarily detached from the electric
&rive. Then, with the rolling power term elimirated in Eq.ﬁfi?ﬂ and Eq.
A_S,?)the following expression gave the power generated; viz

| P,( =\%,‘/(\:b =Pm-?fi
Re-arranging and introdu;ing Eq.ﬁ.ﬁ.& » the ratio between the

coefficient of friction f, and the overall efficiency of the drive,

can be obtained viz, m 'Q;_OJ
: o= _‘L

‘—, 1 o

N TOVJr

Experimental values of the above ratio/ f\/'p‘D were ottained with
g

several values of the roll force and plotted in Fig.&.%.é « The resulis
indlcaie ithat tne ratlo I{ﬁ3¢ was practically irdependent OI the Troil
force. In Fig.ﬁyfkf) the broken lines represent seveial constant ratios
of f}/ﬁ; . Thése in turn were determinsd assuming that the overzll
efficiency of the mill drive, which consisted of a double reduction
gear box and pinions, was Qa = (0.95f5, while the coefficient of
friction f, was varled between the range f -= 0,003 - 0.C05. Thus
a combination of f4 = 0.0045 andf?g=0.85? would approach the mean value,
abogt 0.006, of the exparimental results. These values of f; and 1)
were considered suitable for use in the estimation of the additional

frictional losses during a rolling pass.
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L,4, . Recording Instruments.

Ultra-violet light recorder.

The roll force measurements were registered on an ultra-violet

. 1light recorder, in which a U.V. 1ight beam was directed onto a mirror
attached to a moving coil galvanometer and then refliected via a lens
and mirror system onto a moviné light-sensitlive paper, where the light
beam generated a>trace. The deflection of the galvancmeter and hence
the movement of the light beam was a function of the magnitude of the
Input signal. Recording speeds of up ﬁo 1000mm/sec. could be obtained
with this system, In order to give an adéquate response, the frequency
6f the galvanometer needed to be at least 20 times higher than the

frequency of the input signal(5 8)

+ Since it was estimated that the
signuls from ﬁhe load—cells increased within 0.1 - 0.2 seconds while
the material filled the roll gap, a peak frequency of 1C0Hz for the
input slgnals was assumed. Therefore a'galvanometer of not less than
200Hz was required. In addition, since the sensitiviiy of the

. . (=8)
galvanometer was inversely proportional to its frequency response - 7,
it was difficult ﬁd obtain simultaneously both adequaté sensitivity
and resnance. This Timitation emnld oy he averenme fir the inainaion
of an amplifier between the signal source and the galvanometer.
Therefore, a D.C. amplifier with stepped gain was installed in each
méasuring circuit.
| To calibrate each circuit, the amplifier was supplied with a
known voliage, whose magnitude was equal tc the output voltagéﬁgiven
. by the load-cell under forces of 250kN and 500kN respectively. These

in turn were determined from the calibration curves given in Fig.4.2.4.

Various coambinations of amplifier gains and galvanometers were tested
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until a full scale disélacement of the signal on the trace paper was
accomplished.‘As a result, two galvanometers of 500Hz freguency each
(SM500) were combined with one of two gains in the amplifiers (X100 and
X200), and a recording speed of 12ﬁm/sec ﬁas selected to cover the range
of roll force measurements at each rolling temperature.

Potentiometric pen recorder.

A potentiometric pen recorder was used to record the armature
current supplied to the motor mill, the output from the tachogenerator,
and the e.m.f. from the thermocouples placed inside the slab. These
signals were fed into a four-channel Rikadenki pen-recorder, which
possessed a 250mn(10") full scale deflection per channel. An attenuator
switch in each channel gave 11 levels of sensitivity - 10mV to 20V,
which could be combined with recording speeds of up to 10mm/sec. on the
trace paper. The voltage of the input signal was measured by compariscn
with a reference volitage from a resetting potentiometier in each channel.
The difference between these two voltages caused the servo-operated
pen-arm to move until the voltages were equal. The armature current
supplied to the motor was determinsd indirectly by means of the
measurement of the voltage drop across a current shunt installed in the
switch gear panel of the mill. The current/voltage ratio was L4.66A/mV,
It was considered that the maximua e.m«f. of the thermocouples was
5Cmv wh?ch corresponded to a temperature of about 1206”0. The output
of the tachogénerator was estimzted to reach a maximum of 70mV thgt,
according to the specifications, representedv 50 rev/min; this was
equivalent to a rolling velocity of 350mm/sec. Finally, armature currents
of up to 400 amps were expected, as‘established by a few rolling trails.
Thus, sach channel in the recorder was set tc give a full scale

diSplacement per 100mV input signal., The servo-mechanism, which drove
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the pen arm in each channel, possessed a resolution of = 0.07% and a
linegrity off20.15% of the level of sensitivityjin addition to an
intrinsic error of less than = 0.25% and a band width from D.C. to

(57)

6-8Hz quoted for these potentiometric instruments . The voltage
applied to the mill motor and measured by a voltmeter installed in the
switch-gear panel was recorded on an XY plotter which consisted of
potentiometric systems to drive both axes. The X axis was fixed as

a time base, while the Y axis recorded the voltage’regulation produced
during a rolling operaztion, A full scale displacement per 100V input

signal was found suitable for recording most voltage variations.

Tape Recorder,

In the preliminery work on temperature measurements (Sect.®2.3),
the e.m.f. of the thermoccuples was‘recorded on the pstentiometric
recorder already described. Later it was found that the response of this
instrument did not perinit an adequate record of the rapid temperaiure
changes produced in the material inside the deformation zone. Therefcre

a device with fast response characteristics was reguired. Thus the

o

temperature changes were recorded on a high speed tape recoxder anc
then played back at low épeed, which a2liowed the signzlis to be
accurately iraced on an XY plotter, The iape recorder {Hacal thermionic)
used a frequency modulation recording process, in which a carrier
requenéy wzs modulatad by the input signal. On playback the resuiiing
magnetic pattern stored on the tape was translated iﬁto the original
input signal, via a filter which removed the carrier frequency. 4
four-track head installed in the instrumeant permitted siﬁultaneous
recordings of the e.m.f. of four thermoccuples inserted in a slab. The

band-width freguency responsé ranged between D,C. and 20kHz, with a

signal to noise ratio of = 48 dB at maximum tape speed. Seven tape
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 speeds were available, from 2.38 cm/sec. up to 152.4 cm/sec. A twelve

‘position attenuatof knob in each channel was used to select the

sensitivity in volts between 0.1 V and 20 V. Thus a maximum recording

speed of 152.4 cm/sec. and playback speeds of 20 cm/sec. and 2.38 ansec.

e.m.f. expected from the thermoéouples was 50 mV.

L ,5. Reheating Furnaces.

... were selected, together with a sensitivity up to 0.1 V, as the maximum

Two types of electric furnaces were used to heat the plates prior

to rolling: a muffle furrace with an embedded heating element, and

two furnaces with silicon carbide elements, The first furnace, rated

at 2.9 K.V.A., possessed a wire element wound along the iength of the

external surfaces of the chamber and embedded in a refractory cement

to give rapid heating response. A Pt/Pt/137 Rh thermocouple was placed

at the back of the chamber roof and together with an automatic

controller with proportional action assured a temperature fluctuation

of approximately 5°C. at 1000°C. The maximum working itemperature was

° - . s .
1200°C. The chamber dimensions were 35.5 cim X 17.8 ¢n X 12.7 cm. The

furnace with silicon carbide elements could be used at temperaturss

of up to 1400°C. with a power rating of 5.75 k¥. The chamber was 45 cm

18 om o 17 onoond the hoating eleniculs weie mvuuied Liausversely aciuss
- ’
the roof of the chamber. Agzin Pt/Pt/lj% Rh thermccouple znd a

proportional controller were 1 used to control the furuace temperature.

Later a second silicon carbide furnace with a power rating of 16.5

(

aud chamber dimensions of 120 em x 20 cm x 15 ¢cm, was installed in
deformation laboratory. The heating chamber was divided into three
zones. The power input of each zone was regulated by a thyristor

cavable of carrying a current of up tc 40 amps. A conitroller with

VR

the

A
s

proportional action assured an homogensous temperature along the chamber,
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tﬁough manual'control of the power drive in each thyristor could be
used to minimize temperature gradients bhetween zones, Thus} the furnace
was capable of operating at temperatures of up to 1300°C with rapid
response to temperature fluctuatioﬁs along its chamber during cha:ging
_ and discharging operations., |

L,6. Cam plastometer.

In order to obtain information aboﬁt the relationship between
temperature, strain rate and the flow stress of the material under-
going deformation, hot compression tests were carried out on cylindrical
specimens 12.5 mm high x ?.5 mm in diameter, using a cam plastometer,
The temperatures and strain rates used were close to those accomplished
during the experimental rolling schedules (see Sect.éq ). The data
obtained was compared with published results that related to simiiar
naterial and conditions(36’37>. This data aliowed the mathematical
model used in this work.to calculate the yield stress cf ihe deforming
naterial., The cam plastometer, designed aﬁd built in the Department
of Mechanical and Production Engineering at Sheffield Polviechnie, was
essentially a cam-driven compression machine whicﬁ operated at a
constant strain rate. In Fig. A.C. the cams (1)(2), which could impari
two ranges of strain rate. were mounted on a eam shaft (A) vhich was
supported by ball and roller bearings in a main frame (12). Fower to
rotate the cam shaft was derived from a heavy flywheel (4) which was
belt driven by a 1.5 kW electric motor. An eccentric plate clutch
mechanism transmitted the rotation of the flywheel to the cam shaft.
The rotatiocnal moticn of the cams was converted into the vertiéal
movement of a piston by means of a cam follower which was mounted in
a spring.loaded guide block (8). The downwards movement of the piston

was transmitted to the cylindricél specimen through the upper moving
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platen of a detachatle die assembly.

The die assembly (9) was mounted on an adjustabie spaéer which
rested on a load cell (13). The die assembly (Fig.lLEL) consisted
of a moving upper platen and a fiied lover platen.s between which the
. specimen was axl-symetrically compressed, and two cylindfical casings,
separated by an air gap. These components were made of a Nimonic alloy.
. The complete die assembly was heated to the required temperature using
a 2.9 kW muffle furnace. Thus, the arfangement ninimised the heat
losses of the specimen during its transfer from the furnace to the cam
plastometer.,
¢.6.1 Cam design.

The surfaces of the cams originally installed in the plastometer
were Tlattened,; so that it was necessary to design a new set made
from a high strength steel. First an estimation was made of the
compression force required to accomplish a 50% deformation in 7.5 mm
diameter x 12.5 mm high mild steel spécimens at 900°C and 40 s7! strain
rate under unlubricated condiitions. Then @ talance cf forces acling
between the cam and the follower was made to calculaie the contact

stresses developed between the surfaces of the cam and roller follower.

Ma3 s chare~rd dthad +ha asamnrmacciira cdwmace avmnTIald v 4ha oo, AP +ha
SLCWT fxo STl O2

Thic rod that the mproscive siress opplisd on the tha
cem would be of the order of 1365 N/mm> (90 ton/in*). Thus an EN 24
steel was selected, which had a quoted 0.2% proof vield stress of
1540 ¥/mm (100 ton/in) after heat treatment. This steel could be cut
fn the annealed condition as supplied, ther hardened and tcmpered.

The profile of the cams was such that the spécimen of an“initial
height h, , could be deformed at a constant true strain rate,i.e.

1n h./h=lt

If a cam has a basic circle of radius (o , and if the cam radius
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;hanges to the value Fa for a rotation 9 s then it can be shown that
" the profile of the cam is defined by: |
p=lven(1- exng/w) (\Abf)
where w was the angﬁlaf velocity of the cam. If the cam

was intended to impart a total strain rate g and the cam 1ift occurred
over an arc QY s then . = .
é=é_W/é’T

Therefore it was possible to vary the straiﬁ rate of the deforming
specimens by variation of w and/or' QT « Eq. 4.6.1 was used to
determine the profiles of two cams with a different 1ift angle ( QY )
.which would then impart two different strain rates during the rotation
of the cams at a constant angular velocity. Thus, the set consisted of
two cams with a maximum 1ift of 6.35 mm each produced by rotation of
the cams through 48°and 25°respectively (Fig.l0.0.1),

The heat treatment of each cam involved heating *o and holding
at830/850cC ., followed by oil guenching and then tempering at 150°C.

A hardnest test on the surface gave the following values:-

\OPCNQ
Gam 1 By=uo’ 537 - k25
Cam 2 =25 570 - 505

A slight distortion was_induced by this heat treatment. To
partially correct this distortion the cams were ground only in tﬁe
basic circle surfaces to a golerance of 20.025 mm, However nc grinding
was attempted in the lobe of the cams. Later the actual strain rate
characteristics of the cams when mounted in the shaft showed fluctua~
tions ‘during a hot compreséion test of £ 14%of the nominal strain rate.

4.6.2 Instrumentation of the cam plastometer.

The stress load applied to a specimen during a hot compression
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test was detérmined by means of a load cell placed under the die

' assembly. The load cell consisted of a steel column fittea with a
network of strain gauges. These gauges were connected to a bridge,

the output from which was fed int; one channel of an ultraviolet
recorder via a D.C. amplifier. The load cell was calibrated to a
maximum of 50 kN and the 16ad range of a recording could be conveniently
changed by alteration of the amplifier gain. Compression strain was
deterqined from the Qertical displacement of a linear potentiometer
attached to the piston of the cam feollower. The output from the
potentiometer was fed to a second channel in the ultraviolet recorder.
‘To calibrate the linear potentiometer a dial indicator was placed
under the piston of the can follower, and the cam shaft was rotated
manually. Thus, at each increment of 0.5 mm in the dial indicator, a
recording of the output of the linear potentiometer was made.
Calibration graphs of both the load call and the linear pétentiometer
are shown in Fig 40.2. Elaslic distortion of the can

vlasiometer must be considered in order to. calculeate the actual .

[t4]

compressive strain, Such distortion was measured by compressing -a
specimen made of a high speed steel using a long lever attached 10 the

B R
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woocl. Since no plastic and nogiigitle clas
specimen was likely to occur, the output of the linear potentiometer
vas a measure of the elastic deformation of the frame of the cam |
plastometer under load. Fig.zhéiz shous the results obtained. The
temperature of the speclmen prior to compression was measured by means
of a Chromel-Alumel thermocouple placed between the specimén and the
lower platen of the die assembly. A clutch mechanism allowed the cam
shaft to be engaged to the flywheel, when this was rofating at the test

speed, so the compression of the specimen could be effected within a few

seconds of withdrawal of the die assembtly from the furnace.
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L.,7 Rolling Programme.

Initially, slabs 12.7 mn thick were rolled at nominal
temperatures between 850°C and 950fC with percentage reductions in
singzle passes of abproximately 35% and mean strain rates of 2.5 per
second, These tests enabled roll force and torque, amount of_forward
slip and itemperatures inside the deforming material to be measured.
Such preliminary results sesrve both: to provide experimental data
relevant to thg hot rolling conditions, and to correlate measured
roll force and torque with the corresponding theoretical results given
by the mathematical model developed in this work. In additioen, a
rolling test was carried out in quadruplicate at 1000 °C and 407
reduction, in order to check the repeatability of the measurements
of curreni and voltage supplied to the mill.

Thé ngliminary work was conducted within a2 narrow range of
temperatures, hence a rolling programme was subsesquently prepared
so that a wide range of temperatures, percentage reduction, ané
frictional conditions could be covered. The programme was divided

into three series of experiments as describzd below,.

. Series A.

Tnis series o1 experiments aimed to test the valiidity of the
present mathematical model to predict values of roll force and torque
measured over the range of iemperatures covered by commercial hot

rolling schedules. The experiments involved the rolling of miid steel

plates under the follcwing conditions:

Rolling temperatures (C) 900,1000,1100 and 1200
Reduction during a single pass {5) 10,20,30,40 and 45
Slab thickness at entry to the rolls (mm) 19.5 and 12.7

Average straln rates within the range 0.8 - 3.0 per second, were
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selected as'a reasonable compromise between rolling velocities low
'enough for safe manual handling and rolling times short enough to avoid
excessive cooling of the ingoing material. The experiments were carried
out under unlubricated conditlons ;nd the plates were heated without
any protective gas inside the furnace. This introduced variations in the
quantlty of surface scale formed on the plates., Since it had been
concluded by El1 Kzlay et al.( )that changes in the quantity of scale
were liable to cause varlations in the frictional conditions, an
experimental technique was developed to measure the amount of forward
slip produced during every rolling operation in order to establish the
;ssociated coefficient of friction.

Series B,

Measurements of the amount of forward slip were carried out in this
series in order establish the validity of the forward slip methed of
determining the coefficient of friction under various percentage
reductions and frictional conditions; The tests were carried out using
rclling passes in triplicate and the plates were hot rolled using bcth{

slightly lubricaied and dry roll surfaces. To obtain lubricated

conditions the surfaces of the rolls were oiled prior to rolling; while

Armee vATT S wm ArnALS AanaA srara marmadiianA ey ATAaantidais dha wATT c1vrnfanne

dry relling conditicns were produced by cloanin Z thc r2ll surfozee
thoroughly with carbon tetrachlori
Series’ C.

The limitéd programme of temperature measuremenfs carried out in
series A was extended in this series, so that a nore accurate estimation

of the effective femperature of rolling could be made. Four thermo-
couples were inserted between the surface and centre of plates 19 mm
thick which were hot rolled at temperatures between 8C0°C and 1100°C

with percentage reductions within the range 10 - 40 %. Thus,
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 simultaneous temperature recordings could be made at several points
* inside the material while it lay within the rolls.,

4,7.4 The condition, composition and dimension of the plates.

The plates used in the preliﬁinary rolling tests and in
experimental series A and C, were prepared from EN 2 bright drawn,mild
steel plates with a dimensional tolerance, as supplied, of ¥0,125 mm.
The mean composition of the steel,determined from a U.V.A.Q. ahalysis
of three samples, was as follows:

C. Mn Si S . P
0.17 - 0,79 0.21 0.036 0.010 (%mass)

A strip 12.7 mn thick and 100 mm wide was sawn into pieces
250 mm 1§ng to prepare the slabs used in experimental series A.The
section of the plates was selebted'so that a widith/thickness ratio of
at least 8 was obtained. This ensured plane strain conditions during
deformation across most of the width, ané gave enough space to insert
two thermocouples between the centre and the surface of the plate. A
strip 19 mnm thick and 200 mm wide was chesen for the experimental series
C so that varicus thermogouples could be accomodated across the seciion
of each plate. The width of the plates was limlited to 150 mm in order
to avold overloading of‘the roll neck bearings during high percentage
reductions and & 2ength of 250 mm assured safe manuai~handling. The
plates used in the experimental series B were prepared from slabs
supplied in the as hot rolled condition, with a surface roughness of
5 - 20um C.L.A.(190 - 790pin), which ensured high fricilonal conditions.
The plates, available in two thicknesses, 16 mm and 9.5 mm, were cut into

pieces 100 mm wide and 150 mm long.
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4.,7.2 Re-heating and rolling.

In the preliminary rolling tests, one or two plates were
rolled in each operation, while in the subsequent series A and B four
or five plates were prepared to be hot rolled in single passes at each
tamperature. These plates were re-heated in either a 2.9 kW muffle
furnace or a 5.75 kW furnace with siliéon carbide elements, and thermo-
couples inserted in two of these plates enabled a nomiral rolling
temperature throughout each operation to be established. In the
experimental series C, two plates were deformed in single passes with
reductions between 20 and 40% at each temperature and using a 16.6 ki
furnace., Heating times of about 6C mins. weré chosen to give a near
uniform temperature distribution acress the thickness of the plates,
and to minimise the amount of surface scale formsd. Temperature differ-
ences between the cenire and surface of the plates were over a range of

.30 - 40°C. During the re-heating period the roll surfaces were cleaned
and the roll gap set to the required value. The mill was started 15 mins.
before rolling commenced, which allowe& the mill motor to warm up and
the roll velocity to be s=t. At the end of the heating pericd the plaﬁes
were transferred to the rolls in successlon and alignment on the access
table was completed within a few seccnds of removal from the furnace.
After which rolling was immediately carried out. The surface of the
access'table was insulated so as to prevent an excessive cooling of the
plates before rolling. Throughout each rolling operation the angular
velocity of the rolls was kept constant and the roll gap was re-set
after each reduction.

The roll gap required to accomplish each nominal percentase

reduction was calculated by,

; hdﬁhxﬂ%ﬁkEQ’ﬂ-—F%q
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The totgl roll force, P, was estimated from preliminary results
"at various percentage reductions, while the mill spring - M=1.15 MN/mi
was already determined at the start of this work. The correction for
thermal expansion Al is about 0.014 in low G steel(59) for the temp--
erature range 900 - 1200 °C.

4.8, Determination of the coefficient of friction.

Values of the coefficient of friction during hot rolling were
obtained through measurements of the amount of forward slip. These were
calculated by simultaneous measurements of the exit velocity of the .-
rolled material and the peripheral velocitybof the rolls using the'

following expression,

Qb*

Lol
\,r (he.t)

A relationship between the amount of forward slip and the coefficlent
of friction could be derived. Thus, assuming constancy of volume,

vertical cross sections during deformation and no lateral spread, ihen,

Vr=Vn "‘/23’7:/;00 CCSQ"

A

' e 1 0/03 - .
and = s R0, for small angles of contact.

Therefore, after rearrangement,Fq.4.8,1 can be writien as,
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This expression was obtained under the assumption that the roll
pressure distribution was uniform along the arc of contact and that the
coe{ficient of friction was constant. It can shown, after comoinip Egs

4.8.1a and 4.8.2 , that the amount of forward slip is given by,

S A .
L'a(x—r)(1 2p) (:£:3)

BEq. 4.8.3 was used to calculate the relationship between the

percentage forward slip and the ccefficient of friction 'at specified
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“values of percentage reduction (r) and R/h«ratio, as shown in Figs.
4.,8.1 a,b,¢,d. Here the effect of roll flattening at each percentage
‘reduction was estimated in order to obtain a realistic value of the angle
of contact. It can be seen in the above Figs. that at any value of
forward slip two values of H are obtained. This is obviously impossible
in physical terms, so it has been assumed that only the upper value of
Y is significant in the case of hot rolling.

4.9, Hot compression tests.

In order to carry out hot compression tests in the cam
plastometer, each mild steel specimen, placed inside the die assembly,
.was héated up to a temperature within the range 900 - 1100°C. It was
estimated that a heating peried of 15 - 20 mins, was sufficient time
for the 12.5 mm x 7.5 mm cylindricél specimens to reach a homogeneous
temperature. A thermocouple in contact with the specimen measured its
surface temperature. During the healling period,the fly-wheel was set
to a selected test speed.Since low angular velocities - {30 rev/min., -
introduced marked fluctuations in the fiy-wheel velocity and on
occasions it stalled during a compression, the tests were carried cut

at such velocities as to impart strain rates within a range of 3 - 10

n wne

i
|

per second, 1ne iransier 10 and SeiTing ©I Tne dle a5SenDly
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cam plastometer was followsd immediately by the compression‘af the
specimen; the total operation lasted a few seconds. The reccrded values
of the force and amount of deformatiocn accomplished, were used 10
determine the variation of the yield stress of the material with strain
at a constant strain rate and temperature., It was assumed that homo-
geneous deformation applied.

To achieve true homogeneous deformation it would be necessary to

completely eliminate friction between the platens and the specimen
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so preventing barrelling'during comfression. Cook(37)and Alder et al(38)
' tested different types of glass at hiigh temperatures to determine the
effectiveness of this as a lubricant in minimising barrelling during
compression, and found that different compositions of glass were
suiltable within specific temperature ranges. Thus, in the present jest
an approach to homogeneous compression was made by the application of
glass powder to both ends of tﬁe specimen prior to heating. Lubrication
with a glass of composition 70% SiO,, 13.% Na,0, 9.17%% CaC produced
only aivery slight barrelling of the specimen so thati it was assumed
that the coefficient of friction between the platens and specimen

surfaces was very low.
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‘5. Experimental Results.

541 Introduction.’

Experimentally determined values of roll force and roll
tdrque were obtalned using a wide range of hot rolling conditions.
Simultaneously, measurements were made of the temperature distributions
‘inside the material and of tﬁe amount of forward slip. The latter
measurements were used to determine the mean coefficient of friétion
during rolling. Comparisons were then made with the corresponding
values of roll force and roll torque calculated by the mathematical
model described in Section 3. These comparisons setved.to establish the
validity of the model in the hot rolling practice. In addition; a
"linited amount of yield stress data about the steel undergoaing
deformation was determined using a cam plastometer to conduct hot
compression tests on cylindrical specimens.

5.2. Roll Force Measurements.

The total roll force developed during a rolling operation

was obtalned by the summation of the forces aciing on the lnad cells

-

placed between the screw-domm ends and the upper chocks of the mill,

w

Fig. 5.2 shows a typical recording of the output of the locad cells,

obtained in a rolling experiment at 900°C ihat produced a 30% reductiocn.,

honlid he carrented

Strietiy, the val1l fares moamured hy the load celics
by the addition of the weight of the top roll of about 2 kN,

Since the slabs had to be aligned off cenire due to the position
of the light-activated switch on the exit table, a difference betiween

.
Scen 1n

[0}

the forces acting on each load cell was produccd, as can b
Fige. 5.2. Here it can also be noted that the roll force iﬁ;reased
during the rolling operation, possibly due io the increase in work-
hardening as the ingoing material coocled down. Mean values of roll

force measured in the preliminary rolling experiments are presented
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in Table 1 . together with the relevant rolling parameters determined
" in each test. Figs. 5.2.1 - 5.%.4 show mean values of the roll force
measurements obtained in each rolling test of the experimental Series A.
These values were plotted against the percentage reductions for each of
the nominal temperatures investiéated. The peréentage reduction in each
" pass was calculated from the mean initial and final thicknéss 0% the
sléb. These mean values were determined from measurements taken at

various points along the width and length of each plate, using a micro-

meter with a tolerance of ¥ 0.005 mm. The slabs were measured at room

temperature due to the difficulties of making such measurements at
.elevated‘temperatures. The measurements were then corrected to take the
thermal expansion into account. This 'mean correcting factor is-

shown in Section 4.7.2 for temperatures between 900°C - 1200°C. The
nominal temperature of each set of rolling tests was taken as the mean
value of the measurements given by o thermocouples inserted near the
surface and at the centre of the firét plate in each set of tests
temperature are given in Table. 1,

In Fig. 5.2.1 , where the results obtained at 900°C are shown, it

4 d1hadt W 11T X — ~ad a2 O A
{c "PFH“A“ ‘“.- “asl :C-... *CI‘CC *SC‘CQN\.“ .\.u.y.uv..l.J e vL.lv klc-.i.vou\:d-g,

reduction increzsed. In Figs. 5.2.2. - 5.2.4 , however, whers the
results at higher temperatures are plotted, 1t can be seen that the
slope of the graph showing the relationship between rolil force and
percentage reductlon became smaller as the nominal temperature was
increased. Furthermore, it is evident that in general, an increase in
the rolling temperature produced a decrease in the roll force at a

given percentage reduction.



5.3 Rell Torque Measurements.

The total torgue developed during a rolling operation was
determined from simultaneous measurements of the angular velocity of
the rolls and the current and voltage supplied to the mill. These
measurenents were used in the method described in Sect.t.3 to
determine the rolling power and roll torque. Fig.5.3.1 shows instant-
-aneous recordings of the voltage, current and angular velocity of the
rolls during a test conducted at a nominal temperature of '§00°C and
L40% reduction; while in Fig.5.3.la the correspending values of the
calculated input power are plotted. Here it can bes seen that the input
pover increased during the rolling operation. This could be associated
vith the increase of work-hardening of the ingoing material as it
cooled down, In Table 1 are the mean values of the roll torque
obtained in the preliminary work. Figs.5.3.2 - 5.3.5 show mean values
of the roll torque measured in the tests conducted in the experimental
series A. These results were plotted against ithe percentage reduction
at the corfesponding nominal temperatures., It can be szeen in Fig.S.S.Z
that at 900°C the measured values of roll torque increassed rapidly
as the percentage reduciion was increaszd, corresponding to the
INCICAST An PUresSsuile Uodeived Ll L€ hasulowmsiild Ll £01i {uice {(Fig.
5.2.1). The values of roll torque measured at 1000 °C and 1100°C rose
smoothly as the percentage reduction was increased; while at 1200°C
(Fig.5.2.5) the rate of increase of the torque with the percentage
reduction was signiflicant, as opposed to the less rapid incrgasg
observed in the corresponding values of roll force (Fig.j.i.h).
Although an increase in temperature produced a decresse in roll
pressure, as indlicated by the roll force measurements,the values of
roll torque at 1OQQ°C were very similar to ithose obtained at 900°C.
This could be aésociated with the greater entry thickness used at the

higher temperature, 96



5.4 Determination of the coefficient of friction during rolling.

Measurements of the forward slip were used to establish
values of the coefficient of friction during rolling. The amount of
forward slip was glven by the difference between the exit velocity of
the rolled materiél and the peripheral velocity of the rolls,expressed
as a percentage of the latter. A tachogenerator coupled to the top roll
permitted the velocity of the rolls to be determined. A typical trace
is shown in Fig. 5.3.1. The velocity ﬁf the emerging plate was measured
by means of a light activated switch placed on the exit table. The
velocities of the rolls a£d the emerging plates measured in the
-éxperiments of series A, together with the associated Qalués of
forward slip, are presented in Table 1 . for each of the rolling
temperatures used. In Figs.5.4.2 - 5.4.5 the values of forward slip
are plotted agalnst the amount of reduction. It can be seen that the
genexral level of the forwaid slip decreased as the rolling temperatuie
was increased from 1000°C to 1200°C (Figs.5.4.3 - 5.4.5).

he measurements obtained in experimental series B using btoth

lubricated and dry rolls are plotted in Figs.5.4.6 and 5.4.7

ck
4
8]
4

. respectively., These resultis lndicated thal, as the amount of deforma
increased, ihe values o1 rorward slip, using dry roils, became higher
than those produced with lubricated rolis. In addition, it can be seen

that these test arried out in triplicate, gave scattered results

(0]

(¢}

’
at a given amount of deformation. This would suggest that the
reproducibility of frictional conditions was difficult to attain. The
values of the coefficient of friction for experimental series A,
deternined from the measurements of forward slip,and using the method

described in Sect.43 are presented in Table 1 .
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5.5 Temperature measurements during rolling.

Témperature measurements allowed an estimate of the mean
temperature of rolling to be made, so that the appropriate yleld stress
data could be used.

Preliminary‘measurements of temperature were obtained using
thermocouples inserted at the centre and 2mm, initially,beneath the
surface of plates 12.5mm thick, Figs.5.5.1 -5.5.3 show tbe temperature
changes in the material during rolling processes at percentage reduc-~
tions within-the range of 18 - 454, It can be seen that the centre of
the slab underwent a temperature rise on entry to the rolls, due to
£he generation of heat that accompanied deformation. This temperature
rise increased as the amount of deformation and strain rate were
increased. At the same time, the material close to the surfaces under-
went either a small rise or a significant drop in temperature. The
quenching effect of the rolls could account for the drop in temperature.
As a result, on exit from the rolls, ﬁhere Wwas a‘steep temperature
gradient through the thickness of the slab. Subsequently; heat fiowed
from the centre {o the surfaces of the material until an even temperature
distribution was re-established. This is shown in Figs. 5.5.1 - 5¢5.2 by
a rapi@ iccrease from the peak temperatuse al ihe centre and 2
corresponding incrsase at points clcsz to the surface. Once the sieep
temperature gradient dizappeared, it can be seen that thermal steady
state conditiéns were attalined.

The relatively siow response time of the potentiometric y?corder,
used in this preliminary work, meant that temperature‘bhangas in the
material within the deformation zone could not be measured accurately.
Furthermore, the thickness of the plates used did not alliow several

w
thermocouples to be accomodated for multiple measurements to be taken
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simultanebusly during the time of contact. ﬁence, this preliminary
work led to the development of an improved experimental method, by
which temperature variations inside the material could be more
accurately determined.

The experiments included in series C involve the use of a fast
response tape recorder, which recorded the temperature measurements
at four points between the surface and the centre and in the mid-
width plane of slabs 19mm thick (see Sect. %4.2.3). The strain rates
.and temperatures used were within the ranges covered by the experimental
series A, Thus, the results obtained‘cou1d be used both tec explain
. éhe-temperature changes observed previously in series A, and to attempt
a more accurate estimation of the actual temperature of rolling.

Fig. 5.5.4 shows a typlcal recording from an insulated thermo-
couple inserted in the slab; the 'cycling’ in the e.m.f. was attributed
to the surrounding power supply,; the effect of which could not be
eliminated. Thﬁs, the results presented were mean iines drawn through
these ripples. Figs. 5.5.6a &5.5.6% show the lemperature changes linslde
the material, as measured by insulated thermocouples, using percentage
_reductions of between 105 and L0% zand mean temperatures at entrj within
thie range O20°C - S00°C. The initlal depili uf lhe theimocuuples
tencath the surface of the plate is indicated in the above figures

A voltage interference in the e.m.f. of the re-welded thermocouples,
indicated by an abrupt change in the voltage, occurred once the siab
was in contact with the rolls. An elecirostatic screening waswgttempted
by earthing the staﬁds of the mill, but without success. Hence, the
recérdings were corrected as indicated in Fig.5.5..5. Figs. 5.5.7,2,

Y,csd, show the temperature measured by re-welded thermocouples using

percentages of reduction between 135 and 40%, and mean temperatures at



entry within the range of 900°C - 1050°C.

It can 5e seen from Figs.5.5.7b and 5.5.7c¢ ihat, at the same
percentage rgduction the temperature rise towards the centre of the
slab was higher as ﬁhe entry temperature was decreased. This would be
associafed with an increase in work-hardening, as the temperature fell,
so that the energy of deformation increased. Alternatively, it éan be |
seen in Figs.5.5.7a and 5.5.7d that an increase in the amount of
deformation produced only a small increase of the temperature rise.

At positions closer to the surfaces, smaller temperature rises occurred,
as the quenching effect of the rolls offset the heat due to deformation.
On the contact surfaces a rapid quenching took place, The steep

temperature gradient was elimiqated within 1 - 2 seconds of the material

energing from the rolls.,
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5.6 Yield stress data of the material undergoing rolling. .

' A limited number of hol compression tests on cylindrical
speclmens of the rolling material was conducted using the cam |
plastometer. The experimental results enabled the yield stress of the
material to be determined. The deforming load applied to the specimen
throughout the compression was measured by means of a load cell placed
under the bottom platen of the plastometer, The vertical displacement
of the top platten was determined by means éf a linear potentioneter.
Typical traces of the 1oad/time and displacemeﬁt/time are shown in
Fig. 5.6.1. The ripples seen in the load/time trace were associated
;ith the combined effect of wéfknhardening and thermal softening,(BB)
w%ereas the unevenness in the displacement/time trace may suggest that
vibrations occurred in the main frame during compression.

The method of obtaining yield stress and strain values from the
experimental data was as follows. In each load/time trace ten equally
spaced positions were marked. The deflection associated with each of
these positions was then measured and counverted into lcad values by
means of the calibration curve of the load cell, By a similar procedure
the corresponding deflections in the displacement/time irace were
converted inte vertical displacements of the top platen which,
together with an allowance for elastic distortion_of the mezchine,
(dependent on the instantanedus value of the deforming load) enabled
the specimen height to be calculated at each position.rFolloQing these
calculations, the true strain and cross-sectional area of the specimen
were determined together with the associated unilaxial stress applied.
The instantaneous strain rate was computed by dividing the increment
in strain between two consecutive moments by the associated time

interval, ¥While the nominal straln rate was given by the total strain
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divided by the overall period of compression. The values of true
‘stress straiﬁ established in this manner for the témperatures and
strain rates investigated are drawn in Figs.5.6.2 - 5.6.5.

A noticeable feature of the data was the drop of yiel& stress
at high strains. It was attributed to the predominance of thermal
/softening over strain hardening as compression proceeded(37’38)..it
was féund that the experimental true stress strain data gave reasonable
fit, over the strain of interest (£=05)with an empirical equation of
the form: {K=K£&™

The experimental data was fitted to the above equation using a
least~-squares method. The experimental points, the empirical curves,
and the corresponding variances of fit of the equation are shown in
Figs:5.642 ~ 5.6.3,

Strictly, a constant rate of compression could not be attained.
Fluctuationé of about % 147 of the value of the nominal strain rate
usually occurred during a compression and,on occasions the initial
strain rate was 80 ~70% higher than the ncminal value. The instant-~
anecus values of strain rate in each test are also included‘in Fig .
5.6.2 q~bj,6ga It can be seen in Figs.5.6.2a-% 5.6.3 that the strain
rate history during deformatioci in two tests conducted at a similar
compression speed, nad a significant effecti on the yield stress

characteristics of the material.
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6. Calculated Results,

6.1. The mapgnitude of the mechanical properties and rolling conditions

used in the calculation of roll force and torque.

B Tﬁe basic Von Karman equation(i)related the roll pressure
within the arc of contact to the position at which this pressure is
applied. This enabled the mathematical model proposed in this work
to calculate the specific roll force and torgue required to accomélish
a rolling operstion at given conditions. The roll pressure itself was
determined by the yield stress of the material, the frictional shear
between the roll and the material surfaces and the distribution of
the stresses through the thickness of the material (degree of inhomo-
éeneity of the deformation). In addition, the yileld stress of the
material was dependent on the strain, strain-rate and temperature. Thus,
the ability of this mathematical model to predict the values of roll
force and torgque developed during the hot rolling process, relied upon
the selectioﬁ of the experimental data which could approach the actual
cenditions exdsting during deformatioﬁ. Such data comprised: the entry
and cxli thickness of the materizl, velocity of rolling, tempera
of rolling, coefficicnt of friction and distribution of yield stress

within the deformation zone.
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actval rolling condiiions, and published data on yield stress was
verified oy means of hot compression tests on specimens of the material
undergoing deformation. However, considerable uncertainty existed as to:

the coefficient of friciion, a most imporiant
factor in'hot rolling, estimated using an

approximate method (See Sect.h.8)

the distribution of the yleld stress due to a

non-uniform temperature of the material within
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the. deformation zone.

the degree of the inhomogeneity of the
deformation. Shearing through the material
thickness was indicated by the barrelling
of the rolled plates.

the distribution of the roll pressure across
the width of the material, as plane strain
conditions do not exist towards the edges

of a plate.
The mathemafical model developed in this work permitted the effect
Vof the material properties and rolling conditions on the calculated
values of roll force and torque to be studied,

6.2. Effect of the coefficient of friction on roll force.

In order to cover a wide range of rolling cénditions; values
of the specific roll force were caiculated using the conditions under
which the tests of series A were conducted. In the hot rolling of steel,
the state of friction is conéideréd tc be a mixture of slipping and

(16,17)

sticking conditions ; though some theories of hot rolling were
based upon the assumption of sticking frictlon only. Sticking friction
is produqed at an interface when the shear stress reaches the shear
yileld stress of the material i,e T=¥ , and since the pressure of
deformation cannot be less than the uniaxial yield stress of the
material, sticking friciion is said to occur when the coefficient of
friction is FF=O.56?. Thus, in order to cover most frictional conditions
W was selected within the range of 0.2 -.0.6. The study was conducted
assuming both homogeheous and inhomogeneous deformation, and using

both published flow stress data and the data from the material under-

going rolling, as follows:-
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1. Homogeneous deformation and published flow stress data.

Figs. 6.2.1 - 6.2, show calculated values of a specific roll
force assuming homogeneous deformation and using the flow stress data
given by Suzuki et al.(36). The results are plotted against the percentage
reductions accomplished at each of the rolling temperatures selecﬁed in
series A, In Fig. 6.2.1 it can be seen that at a given value of the
coefficient of friction and temperature, the specific roll force rose
as the percentage reduction was increased. This was related to the
lengthening of the arc of contact. Furthermore, at a given velocity of
rolling, the mean strain rate increased with the amount of deformation
éausing an increase in the yield stress. In Fig. 6.2.1 it can also be
seen that, up to an intermediate value of the coefficient of friction,
a proportional increase in the roll force occurred as the coefficient
ofvfriction increased. However, higher values of the coefficient of
friction produced only a Further slight increase in the rell force.

In Fig. 6.2.2 the resulis obtained, using the rolling conditions
at 1000°C, show a general increase of roll Fforce with percentage
reduction, though the magnitude of the results was lower than that
obtained at 900°C. This was associated with the reduction cf the yield
stress as the tomreorcturc increcsed. It can 2l80 ue vuserved that using
values of friction higher than 0.2 the proportional increase of roil
force to the amount of deformation was less steep than the corresponding
increase at 900°C. At lower values of p the rate of increase in both
cases was similar.,

In Figs. 6.2.1 - 6.2.2 the rolling process involved slipping
friction only in any case below the line a ~ a. This line was found by
establishing the values of P y.at a given amount of deformation, that

initiated sticking conditions along the arc of contact. Between lines
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a - a and b~ b mixed frictlonal conditlons were involved during rolling.
.Line b - b was found after determining those values of the coefficient
of friction which produced total sticking conditions,.

In Figs. 6.2.3 and 6.2.4 the results obtained at 1i00°C and 1200°C
showed that the values of roll force were proportional to the percentage
reduction and that the magnitude of thé effect decreased as the
temperature was increased. It can also be seen, particularly in the
results obtéined at 1200°C, that an increase in the coefficient of
friction produced only a slight incréase in the values of the roll force.
This indicated that as the temperature was increased the values of
roll force were less affected by a change in the frictional conditions.

ii. Homogeneous deformation and flow stress data of the material under-

going roiling. }

figs. 6.2.5 and 6.2.6 show the re-calculated values of roll fo}ce
using the fiow stress data obiained from the hol compression tests on
samples of the material used in the experiments.AThe results are plotted
against the pexcentage reductlon cbtained at gach of the rcliling |
temperatures of series A, It can be secen that the roll force increased
. &8s the percentage reduction was increased, though at a given amount of
defermatien these pesulie were slightly lewer than these citainsd using
published flow stress data related to a similar steel compostion (Figs.
6.2.1 y 6.2.2).

1ii. Inhomozenous deformation and published yield stress data.

During inhomogenecus deformation the distribution of stresses

through the thickness of the material causes initial vertical planes
to warp as deformation proceeds. The effect of an internal distribution
(&)

of stresses on the roll pressure was studied following Orowan’'s work

(see Sect. 2.3 ). Figs. 6.2.7 - 6.2.10 show values of roll force that
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were calculated using several coefficients of friction, published data
on flow stress and assuming inhomogeneous deformation in each of the
rolling experiments of series A. It can be noted that, for a given
amount of deformation and temperature, both the values of roll force

and their percentage increase,as the coefficient of friction was-
increased, were smaller than those obtalned.under honogeneous deformation.

iv. Inhomogencous deformation and flow stress data of thé material

undergoing rolling.

A further approach to the actual conditions of deformation in hot
rolling was made by assuming inhomogeneous deformation and including
the flow stress data of the material used in the experiments. Thus,
Figs. 6.2,11 and 6.2.12 show re-calculated values of foll force plotted
against percentage reduction using geveral values of Q for the rolling
conditions conducted at 900°C and 1000°C. It can be seen that the use
of yleld stress data obtained from the steel under consideration was

associated with lower calculated values of roll force than those

obtained with the use of the yield stress data published by Suzuki(3§>:
these latter yield stress values were, of course, obtained from a steel
of slightly different composition. This efféct was simiizr to that
observed in ithe cases where homogenecus deformaticn was assumed.

6.3. Effect of the mean temperature of rolling on roll force.

In order to estimate the variation of the resuiis due to
changes of the mean temperature of the material, values of roll force
for the rolling conditions of series A were calculated using temperatures
between £ 5% of the nominal temperatures of rolling. The valué of the
coefficlient of frictién was képt constant and homogeneous deformation
was assumed. Figs. 6.2.13 ~ 6.2.16 show the results at a coefficient of

ffiction;)zo.&, that placed the hot rolling in a mixed frictional
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Pondition and at temperatures within the range % 40°C of the nominal
rolling temperature, It can be noted that a change in temperature
causes an opposite change in the magnitude of the results, as the yield
stress in inversely proportional to the temperature.

* 6.4. Effect of the coefficient of friction on roll torgue.

In oxder to study the effect of the frictional states over
a wide range of rolling conditions on the values of the calculated roll
torque, an accurate estimate of this parameter was selected,. among the
various‘expressions proposed (see Sect.>.G.). Values of the
specific roll torque were calculated using the rolling conditions
covered in series A, and considering coefficients of ffiction between
0.2 and 0.6. A similar procedhre was adopted in the calculati&n of roll
torque to that described above (6.2 i - iv and 6.3) as applied to roll
force,

i. Homogeneous deformation and rpublished flow stress data,

Figs. 6.4.1 - 6.4, show calculated values of the spscific roll
torgque assuning homogeneous deformation and using the flow stress
data obtained by Suzuki et al.(36). The resulis are plotied against
the percentage reduction at constant ccefficients of friction and
temperatures between the range 900 - 1200°C. It can be seen that the
values increazsed as the deformation was increased. This effect is
related'tp the increase in bofh the roll pressure and the length of
the arc of contact, the latter causing a lengthening of the lever arm.’
It cén be noted that the‘effect of the coefficient of friction was
reduced as the state of frictlon approached complete sticking conditicens.
The lines a - a and b - b défined the limits of the state of friction
in Figs. 6.4.1 and 6.4.2. It can also be seen that the rate of increase

of the roll torque with an increase in deformetion became exponential as
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the coefficient of friction was raised, which contrasted with the linear
lrate~of increase of the corresponding results of roll force. This effect
is related to the increase of both the roll pressure and the value of
the neutral angle, as the coefficient of friction was increased. In
Fig.ELL:EL are plotted the relative positions of the neutral angle to
the total angle of contact, against the percentage reductioh at various
coefficients of friction. The marked influence of the coefficlent of
friction on the position of the neutral angle can be seen in this Figure

In Fig.6.4.2 the results obtained at 1000°C show an increase in the
goll torque as the deformation increased at a given coefficient of frictlon.
The relative positions of the neutral angle plotted against the amount
of deformation at several values of |} are shown in Fig.6.4.6. A
comparison of these resulis with the values of roll torque calculated.
at 900°C shows that, at a given amount of deformation, the results axe
very similar; despite the difference in the magnitude of the corresponding
valueé of roll force. This was associated to the longer lever arms pro-
duced in the reclling conditions at 1000°C as the eniry thickness was
increased. In Figs.6.4.7 and 6.4,8 the lever arm is plotted against
..percentage reduction for the rolling conditions at 900°C'and 1066°C.
The effectkof an increase in the entry thickness of the plate on the
values of roll torque was more significant at a low coefficient of
frictioﬁ. This is indicated by the highexr values of torque obtained at
1000°C in comparison to those calculated for the roclling conditions at 900 C.

In Fig.6.4.3 the results obtained at 1100°C show an increase of
roll torque proportional to the amount of deformation at a given
coefficiént of friction. The effect of the coefficient of friectlion was
reduced as the magniiude of the roll torque increased. The values were

substantially lower than those obtained at 900°C and 1000 C as could
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be expected from a reduction in strength at higher temperatures. In Fig.
6.4.9 the relative position of the neutral angle to the angle of contact
1s plotted against the percentage deformation. Here it can be seen that
at values of }Aj;O.@ the neutral point moved slightly towards the exit
plane as the percentage reduction increased, whereas at a low coefficient
of friction £he situation was reversed.
In Fig. 6.4.4 the results calculated for the rolling conditions
at 1200°d show a proportional increase in the values of roll torgue
with an increase indeformation. As the value of P was increased, the
increment of roll torque decreased, c.f. above results., The values of
roll torque at 1200°C were similar to those obtained at 1100°C despite
the reduction in the values of roll force as the temperature was
increased. In Fig.6.4.10 are plotted both the roll pressure distribution%
. ;.
and the plane strain yleld stress of the material, along the arc of -
contact under the roiling conditions used in the experiments at 1100°C
and 1200°C. Here it can be noted that the stress strain characteristics
at the higher temperature caused a shift of the position of the
resultant roll force, producing a higher lever arm., The lever arm
is plotted against the percentage reducticn for ithe conditions at 11007C
and 1200°C in Figs.6.4.11 and 6.4.12 respectively. Here it can be seen
that the values of the lever arms were higher at 1200°C.

ii. Homogeneous deformation and flow stress data of the material

undergoing rolling.

Figs. 6.4.13 and 6.4.14 show the re-calculated values of rcll
torque using the flow stress data from the steel undergoing deformation
for the rolling condiiions at 900°C and 1000 C. The resulis are plotted
against the percentage reductions at each of the above temperatures and

using several values of p « It can be seen that the values were



proportional to the amount of deformation and increased as the
.coefficient of friction rose. However, the magnitude of the results
vas higher than that obtained when published flow stress data was used,
c.f. Figs, 6.4.1 and 6.4.3. The difference between these results
narrowed as the amount of deformatlon was increased. Although the -
values of roll force decreased when the flow stress data determined
during the present work was taken into account, the stress strain
characteristics produced, in this case, a neutral angle which was
slightly smaller than that obtained with published flow stress data at
a given amount of deformation (Fig. 6.4.15). Hence, in the former case,
the net area under the frictional stress distribution, which is a’
measure of its contributlon to the roll torque, was slightly higher,
as shown in Fig.é.&.iS..The torques  calculated at 1000°C alsc show a
significant increment in relation to those based on published flow
stress data, particularly at low amounts of reduction{Fig.6.4.14),

iii. Inhomogeneous deformation and published flow stress data.

The effect of a non-uniform stress distribution inside the material
due to inhomogenecous deformation was also considered. In Figs. 6.4.16 -
6.4,19 the re-calculated values of specific roll torque are plotted
against percentage reductions for the rolling conditicns at 9G0°C,
1000°C, 1100°C and 1200 C assuming several values of P . Orowan's
analysfs was used to include the effect of inhomogeneous deformation(h).
In the results shown at 900°C (Fig., 6.4.16) it can be seen that the roll
torque increased when either the amount of deformation or the value of
p was increased., |

It can be noted from a correlation of these results with the

corresponding ones which assume homogeneous deformation (Fig. 6.4.1).

that at a2 low value of}} the effect of inhomogeneous deformation did
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.not introducé a substantial change in the results. However, at high
values of the coefficient of friction the roll torque was higher than
that calculated assuming homogeneous deformation at a given amount of
reduction. Here, although the specific roll force decreased under
inhomogeneous deformation, as established previously (Figs 6.2.1 and
6.2.7), the corresponding roll pressuré distribution produced a neutral
point slightly closer to the exit plane than in the results obtained
assuming homogeneous deformation(Fiz.6.4.20). Consequently, the negative
contribution from tﬁe exit side.of the friction hill to the roll torgue
was smaller when inhomogeneous deformation was assumed.”

In Fig. 6.4.17 the results obtained at 1000°C show a linear increase
as the percentage reduction was increased. The coefficlent of frictién
produced a proportional increase in the values of roll torque as |
opposed to the diminished effect observed at nigh values of frictlon,
when homogeneous deformation was assumed (Fig. 6.4.22),Sticking
friction limits the effect of the ceoefficient of frictionm. Thereforef
due to the decrease in roll pressure under iﬁhomogeneous deformatioh %
(Fig. 6.4,20),higher values of the coefficient of friction were required
to produce sticking friction than under homogeneous deformation.

In Fig. 6.4.18 the calculated values at 1100°C show a linear
increage as the amount of re@uction was increased. However, nigh values
of the coefficlent of friction had a reduced eifect on the values of
roll torque. Under mixed frictional conditions the values calculated
were higher than thése where homogeneous deformation was assumed(Fig.
6.4.3). At a low value of p y where only slipping fricition occurred,
the results were similar in both cases.

Finally, in Fig. 6.4,19 the results obtained at 1200°C show that

the rate of increase of the specific roll torque, as the percentage
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reduction was increased, was less sensitlive to changes in the values

‘of Mo This‘is related to the decrease of the shear yleld stress as

temperature 1s increased, producing sticking cbnditiéns at relatively
low values of p + Instead of Increasing the values of roll torque,
as qbserved at lower temperatures, the effect of inhomogeneous

. (ch6.44-19)
deformation, for the conditions at 1200°C, was to decrease these valuesi

iv. Inhomogeneous deformation and flow stress data of the material

undergoing rolling.

A further attempt was mnde to establish the effect of friction on
the roll torque in a closer approach to the actual rolling conditions.
| Thus, inhomogeneous deformation.was assumed using the flow stress daia
from the roliing material., Figs. 6.4.21 and 6.4,22 show re-calculated
values of‘roll torque, plotted égainSt percentage reductions at several
values of ¥1 for the rolling conditions of the experiments conducted
at 900°C and 1000°C in series A.

In the results calculated at a rolling temperature of 900°C, shown
in Fig. 6.4.21, it can be noted that the rate of increase of the roll
torque was dependent on the state of friction, as previously observed
in those results obtained under homogeneous deformation (Fig.6.4.13).
The effect of the inhomogeneity of the deformation vas similar to that
observed when published flow stress data was considered. Alternatively,
the use of the flow stress data of the experimental siteel introduced
an increment in the magnitude of the roll torque at a given value of
‘) when conpared with associated values based on published flow stress
data (Fig. 6.4.16). This difference was practically constant under
siicking friction, whereas,in a state of slipping friction, the

difference narrowed as the amount of deformation was increased(c.66.16-21)

Fig. 6.4.22 shows that an almost linear increment in the results
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obtained at 1000°C occurred as the percentage reduction was increased
at a constant value of U and that the magnitude of the specific roll
torque increased rapidly as the coefficient of friction was increased.

6.5 Effect of the mean temperature of rolling on roll torque.

Since it was estéblished from-experimental results that. the
distribution of temperature of the'material within the deformation zone
was not uniform (see Sect.5D) , the effect of a variation of the
nominal temperature of rolling on the’magnitude of the results was
also studied. Values of the specific roll torque for the rolling
conditions covered in series A were calculated at temperatﬁres between
4+ 40°Cef the nominal temperatures of rolling. Calculations were made
assumiﬁg‘homogeneous deformation, a_constant value of #A and considering
the published flow stress data. Figs. 6.5.1 - 6.5.4 show the results
plotted against the percentage reductions and within a narrow range of
variation (:%%4) of the nominal temperatures of rolling, i.e. 900°C,
1000°C 1100°C and 1200°C.

In Fig. 6.5.1 the results obtained ai temperatures close to 5007
show that either an increase or a decrease of the mean temperature
caused an opposite change in the torque, as the yield siress is
inversely proportional to the temperature.

In Fig,‘6.5;2 the results shown at temperatures in the vicinity of
1000°C Endicated that a variation in the mean rolling temperature
produced an effect on the values of roll torgue which was greater as

the temperature decreased.This effect became more apparent at low

percentage reductions. . : T 654
(BT
From the results obtained at temperatures close to 1100°C it can

be noted that a change of the mean temperature caused only a small effect

on the values of roll torque. Furthermore, at low deformations, if tihe
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temperature was ralised,the roll torque decreased until a minimum value
was reached, after which, a further increase in temperature caused an
increase in roll torque.

Finally, the results shown in Fig 6.5.4 , obtaihed with températures
at and below 1200°C, were almost unchanged by a reduction in temperature.
Therefore, the values of roll torque were less sensitive to temperature

fluctuations as the nominal temperature of rolling increased.
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6.6 Effect 6n rcll force and torque of the transversal distribution

of roll pressures.

The state of stress along the centre of a plate undergoing
deformation is triaxial with &8z 7 &5, while at the edges of the
plate the lateral stress é: vanishes, Therefore, applying the Von Misses
criteria to this stress system, and introducing an 1ndex defined by the
state of constraint(5)as. g; /é”'l&+éﬂ’ﬂ"”d". the condition of

plasticity reduces to,

&~ :?/51
{>+E?

An approximate distribution of princiﬁal stresses in the transverse

direction, mid-way between the entry and exit planes, may be represented
by Fig.6.6.1 (66). Tselikov(5)presented a distribution of roll pressure,

é\,similar to that in the above Fié.. in the case of contact areas with

a partial differential eouation was derived to describe the variation of

roll pressure across the contact area,viz.,
N\ \7 AN 2 /A ﬂ + ﬂ\
(05 m\, [ 2l U }

()%) \\‘11 K*‘/Z %’5'?

The above equation needs an elaborate method for its soluticn and

L,i T’C“lﬂ OﬂA lﬂ'm‘

only the profiles of the peak pressures actoss the width, whlch degend
upcn the variation of the thickness of the material.,in the transverse
direction, are shown here(Fig.6.6.2).

Measurements of the roll pressure distribution a2t various
distances from the centre of the slab carried out by Siebel‘agd Lueg(?).
indicated that the roll surface conditions influenced the distribution
of roll pressure towards the edges

Matsuura et al.(51) . measured values of roll pressures across

the width and determined the transverse variation of the specific roll
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force using plates with several width/thickness ratios (Fig.6.6.3).

In order to include the effect of transverse roll pressure
distribution, corrections to the specific roll force and torque,
calculated under plane strain conditions, were carried out in the
- present work according to the expressions:

PP (R
6=G %/

The effect of transverse pressure was, therefore, included using
the mean value across the width, Pm, and the value at the centre of
the plate, Pc, taken from published results (Figs.6.6.2 - 6.6.5)
obtained from plates with width/thickness ratios comparable to those
used in the present experiments ( 6 - 8 ). In Table 2 are presented
%he correcting factors (Pn/Pc) calculated from the experimental results

(7:51,65)

given by various workers
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7. Discussion.

The objective of the present work has been the development of a
mathematical model that will allow the accurate prediction of roll force
and torque in hot rolling. The degreg of success obtalned must be tested
by comparing the results of the calculations with those obtained
experimentally over a wide range of rolling conditions. The validity
of the calculated results relies oﬁ the use of both realistic data and
assumptions within the mathemaiical model that do not seriously impair
the accuracy of the calculations. Therefore this section discusses the
selection of the data used in the mathematical model including consider-
;tion of the factors that influence deformation in the roll gap. The

accuracy of the prediction made is then assessed by a comparison of the .

calculated and experimental values of roll force and torque and the f
factors which may be responsible for any discrepancies are analysed. L
Finally, the possibility of further improvements in the accuracy of the
prediction is considered briefly. | |

7.1 Distribution of temperatures in ihe deforming material.

The selection of appropriate yield stress data relies upon
the determination of temperature distribution in thg deforming meterial.
Temperaiure measucensuis wer@ obtalned using thecmocouples 10serbel ab
various points between the surface and the centre of the plates used
in the'experiments. These measurements produced evidence of severe
quenching taking place in the peripheral layers of the material under-
going deformation, causing, in some cases, temperature decre§§es in
excess of 200°C between the entry and exit planes (Fig.5.5;7b ). At the
same time, the material towards the central layers underwent an increase
of about 20 - 30°C due to the generation of heat that accompanied

deformation. Thus, a temperature gradient was created between the surface
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and centre of the material as it moved towards the exit. The magnitude
* of thls gradient was affected by various factors.

At a given roll velocity an increase in the amount of deformation
produced an increase in the extent of cooling at the surface of the
material being rolled, due to an increase in. the contact time between
the material and the rqlls. Additionally, the associated increasé in
the roll pressure at high reductions improved the contact between the
roll surfaces and the material, which thus produced a higher heat
transfer coefficieﬁt at the surfaces. Some evidence of this latter
- effect appeared to be given by the difference in the reduction of
‘temperature at the surfaces in two rolling passes conducted at entry
temperatures of 1010°C and 1050 C (Figs.5.5.75 and 5.5.7(?). Here it .

can be seen that the reduction in surface temperature was higher at

the lower entry temperature. This indicates that the values of the heat
transfer coefficient might haQe been affected by the magnitude of the
roll pressure, since both increase as the mean entry iemperature of the
material was decreased, |

Pawelskl et al.(64)found that surface scale was 2 bad conductor

of heat and even a very thin layer had a significant effect on the heat

the thickening of the surface scale will increase its thermal resist-
ance 1in accordance with U=ﬁx/C. Thus, the increase in scale thickness
produced in series A experimenis, as the relling temperature was
increased; should be associated with an increase in the thermzl resist-
ance at the surface., At the same time a reduction of frictio;él heat
could also be expected, due to both: the lubricating effect of the

scale as it thickened and the decrease in the frictional stresses as

the roll pressures decreased at .higher temperatures.
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The peripheral layers of the plate 0.5 mm beneath the surface
experienced . either. a small rise in temperature,near the entry plane
only (Fig.5.5.7q), or a reduction in temperature that was always less
severe than that which occurred at the surface. The actual temperature
change was due to the complex interaction between the gquenching effect
of the rolls, the frictional heat generation at the surface and the
heat produced within the material by deformation.

The rising temperature towards the centre of the materlal appears'
to be controlled, at a given reduction, by the entry temperature. It
can be seen in Fig . 5.5.2 (f00—-950.C) that a decrease in entry

.temperature produced a larger increase in the temperature at the centre.
This could be related to the increase in the amount of work hardening
associated with the decrease-in roiliﬁg temperature., However, at a

glven entry temperature, an increase in the percentage reduction only
produced a slightly larger temperature increase (Fig. ,5.5.1 r=i® 2439 ).
In this case, the increase in the amount of work hardening and hence in
the heat of deformation associated with the higher strains and strain
rates,was offset by the increase in the surface area and time of contact,
both of which increased the total amcunt of heat removed by the iolls.

Tne large temperature gradients which were generated towards the
surfaces of the material, ensured that the average temperature of the
deforming material at any instant was noiiceably lower than the nominal
temperature. This had the effect of raising the yield stress and.hence
the roll load, as shown in Sect.6.2.5. Thus, the selection of the
correct yield stress depended upon the accurate estimation of these
temperature changes.

Several methods have been proposed to predict both temperature

profiles and average temperature of rolling, as follows:
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(1) Ahélytical solutions.

Bradley et al.(Sh)proposed an analytical solutién to Fick's
law of heat conduction, which was used to determine the slab temperature
distribution. This solution assumed heat transfer in the radial direction
only with no thermal resistance between the roll and plate surféces. By
this means, an average temperature drop for the total time of con%act
could be determined. Denton et al.(17)considered that the rolls and the
plate formed a continuous system and applied the solution of heat cond-
uction related to an infinite body, in which the plate thickness was
initially at a constant temperature and the regions on both sides of
.the plate were at zero temperature. In addition, a mean time of contact
was used to determine an overall temperature drop. Unfortunately,
such analytical solutions overestimated the actual temperature drop at
any position along the deformation zone, when compared with experimentally
determined results., This can be seen in Fig.7.1i. where the calculated
temperature profiles at several instants during the contact pericd

he B

were comparcd with temperature measurements made during one of
series C experiments. The effect of such overestimation in the temperature

drop at a specific position and time would be an increase in the yleld

edtvace Aadtn +A ha wvend v dha AT Pavan avAd dammiias AnT @M LR An~ vel Ll
v armr v v W M M sl VAT A Wk W W MM VWA Y MY Ve by Ui slits g flae vid

a consequent distortion of the results obtained.

An alternative solution related to the cooling of a semi-infinite
solid with thermal resistance at the surface could also be considered.
This solution only applies for very short periods of time when the
centre of ihe slab has not yet felt the effect of the changiﬁg tempera=~
tures close to the surface., For such a situation, prdviding the following

initial and boundary conditlions are satisfied,
Tl ,0)=T; -
hoTO.LYs~ h{l (0.0
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a solution is given as,

wers L ﬁtb‘—%%‘rﬁ I

The order of magnitude of h,could be established by considering
the inverse of the thermal resistance of the surface scale (1.0 W/m ©);
hence with a scale thickness of 0.5 mm h was approximately 2000 W/nfb.
(60)

Schneider presented a chart where the relationship between the
dimensionless groups in Eq.7.1. was plotted, which enabled thermal
‘profiles to be obtained at various stages in the rolling process. It

was also found that such a solution overestimated temperature reductions

when compared with measured results, as can be seen in Fig.7.1.

(1i) Finitc differences.

Témperature distributions at varlous instanis during the
contact time were calculated in the present work by means of a finite
difference solution to Fick's law, where saveral values of the surface '
heat transfer coefficlent were assumed. It was established that a close
agreement between theoretical and measured thermal profiles was
obtained when values of h_ were within the range 12.000 -50.000 W/mT
(See Appendix II). However, the mean temperature obtained from the
selected profiles at various positions in the roll gap was not signifi-
cantly different from the corresponding mean values obtained from the
experimental measurements made at four different peints across the plate
thickness. Therefore the actual mean temperatures used in th;.present
work were based on these experimental readings.

In the present model it was assumed that isothermal conditilons

existed inside the material undergoing deformation. Hence, it was

decided that an effective rolling temperature could be given by the
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average value of measured temperatures at a mid-way position between
the entry and exit planes. In Fig.7.l1." such average temperature was
about 20°C below the mean entry temperature of 900°C. Hehce, the
effective temperature was considered to be 2% lower than the mean
temperature of the ingoing material.

7.2 The effect of the coefficient of friction on the calculated roll

force and torgue.

‘Predictions of roll force and torgue in‘flat hot rolling are
commonly made, for practical purposes, by the use of methods which
assume that the-material sticks to the rolls at all points along the
.arc of contact. In such cases the ccefficient of friction, apart from
being high enough to produce sticking, has no further influence on the
. rolling load. However, in the expefiments conducted in the present
: work, there was a difference between the velocity of the rolls and that
of the emerging material, which indicated that slipping occurred
between the rolls and the plate. In éddition, lubricants are being
introduced in hot roiling practice which reduce the coefficleni of
friction to the point where complete sticking conditions are improbable.
Therefore, the calculation of rolling loads assuming sticking
‘conditicns exclusively 15 o 1OBEEY aCCSpLADiIc ad a Yéduil  uld
coefficient of friction becomes an adjustable parameter, whose value
must bz lower than that where sticking conditions exist.

An increase in the magnitude of the coefficient of friction
.produced an increase in the calculated roll force. The resu1€§ plotted
in Figs.6.2.1 - 6.2.12 showed that thé magnitude of the contribution of
the coefficient of friction to the roll force decreased as the state

of friction approached complete sticking conditions, at which point the

contribution of the frictional stresses to the roll pressures was
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limited by the strength of the material,vi.eff =k. It was also found
* that, as the rolling temperature was increased the threshold value of
p at which sticking conditions initiated was lowered. Thus, as the
temperature was raised and the yield stress of the material decreased,
the value of the coefficient of friction above which sticking conditions
appeared was reduced. Hence, as the rolling temperature was increased
from 900°C to 1200°C the upper value of M which might significantly
influence the roll force fell from 0.6 to 0.4 (Fig. 6.2.1 - 6.2.4).

The condition of plasticity under inhomogeneous deformation
was expressed by Orowan(h)as, s-p=2kw(a) with the functioﬁ w(a)
"decreasing rapidly as sticking conditions were approached i.e. a=1(see
Fig.2.4.3 ). Thus,the slope of the friction hill - ds/df - at those
segments of the contact arc where conditions close to sticking friction.
existed, was smaller than the corresponding slope under conditions of
homogeneous deformation: Consequently the introduction of inhomogenelty
of stress distributlon into the calcuiation, by means of the inhomo-
geneity factor, w(a), led to a reduction in the magnitude of the effect]
of M on the roll force, particulariy when the value ofrj‘exceedeé 0.4
(Fig.6.2.7 - 6.2.10). It can also be seen that the level of roll pressure
decreased when inhomogeneous deformation was considered. This was ‘
mainly associated with the reduction of the effective yleld stress given
by ku(a).

The coefficient of friction has a more complex effect on the
values of roll torque, being expresssd ai,

6=PQ’P\L§M'S 549 @.2.1)

Thus, the roll torque depends upon both the roll pressure and

the position of the neutral angle. It can be seen in Figs.6.4.5 and 6.4.6

that the increase in the coefficlient of friction caused an increase in
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.the neutral_angle up to a maximum value; which remained constant at
values of Y in excess of 0.4, Thus, as the coefficient of friction

was increased the assoclated increase in both the roll pressure and
the negative integrand in Eq.7.2.1 tended to counteract one another.

The majority of the calculated values of roll torque obtained
under conditions of inhomogeneous deformation were smaller than the
corresponding values obtained under homogeneous conditions. This arose
because the effective yield stress was lower in the former case. Only
when a high value of the coefficient of friction (%A=0.6) was used did
the introduction of inhomogeneity increase the roll torque. Since the
“values oft} most 1likely to occur in the experimental'cOnditibns were
lower than 0.6, calculations under inhomogeneous deformation may be
considered ito reduce the values of roll torque.

The experimental values of roll force at 905 C and 1200°C (Figs.
5.1.1. and 5.1.4) showed a linear increésa as the percentage reduction
was increased. The corresponding calculated forces obtained at constant
values of the coefficlient of friction showed 2 similar relationship with
the percentage reduction(Figs.6.2.1. and 6.2.4). Likewise, the linear
increase in the experimentally détérmined values of roll torque
produned hy the inerence of. the percentase redusiion, compored well with
the corresponding relationship between percentage reduction and the
calculated roll torque, obtained with the use of a constant P « These
results seem to indicate that the value 6f the coefficient of friction

. ) 5,
was constant throughout the experiments conducted at 600 C and 1200 C.

This was not the case with the experimental results of roll force and
torque at 1000°C and 1100°C, which showed a reduction in the rate of

increase of both parameters as the percentage reductiion was increased.

A similar rate of increase could be obtalned in the corresponding
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calculated results if the value of ) was assumed to be inversely

' prop&ftional to the percentage reduction; This might indicate that

the value of the coefficient of friction decreased as the percentage

" reduction was increased throughout the experiments conducted at 1000°C
and 1100°C.

7.3 Values of the coefficient of friction obtained by experiment.

The forward slip results obtained in the present experimental
programme give some indication of the factors affecting the frictional
conditions in the rolling process, Thus, the results of the measurements
made in the experiments of series B show that as the amount of
.reduction increased, the magnitude of the forward slip produced with dxy
rolls, became higher than that produced when lubrication was present
(Figs.5.4.6 and5.4.8). In the preliminary rolling tests, the forward
s1ip measurements at 900°C (Table 1 ) were much higher than the
corresponding values in series A at a similar temperature<(Fig. 5.4.&).
Such high values of forward slip could be associated with the fact that
the rolls might have become drier, as ihese preliminary tests were |
carried out after several plates had been rolled consecutively.

The values of the forward slip measurement obtained in the series

S T
P oaxporincats wore hilghcr unan tnose PrOGUCEd il vauli fedululiun ig

series A (Figs.5.4.5.8nd §.64 respectively). Those results may be
explained by the bright drawn finish of the latter material, in contrast
to that used in the former case, which possessed a surface finish of
C.ln A.““Bpn\LZOUln) Some evidence  of ihe infiuence of surface finish

(16)

who used low C

\5)

on roll force has been obtained by El Kalay et al.
steel bars with various amounts of scale. Furthermore,Roberts used
the above data to obtain an empirical relationship between coefficlent

of friction and a roll roughness/scale index ratio.
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The general level of forward slip values decreased as the rolling

l temperature was increased from 1000°C to 1200°C (Figs.5.4.2 = 5.4.5).
The mean Scale thickness of the rolled plétes, measured when the
material was cold, indicated that the amount of scale increased as the
rolling temperature was increased. Thus, the increase in the thickness
of the surface scale could have provided a more efficient lubricating
layer between the rolls and the material, which was responsible for

the reduction in the forward slip values and hence the coefficient

 of friction. This same effect_could explain the results of‘El Kalay

et al. who found that an increase in scale thickness reduced the roliing
.load by as much as 14%, using smooth rolls. However, the low values of
the forward slip measured at 900°C during series A experiments do not
seem to be directly related to the amount of scale produced, which was
very smalliat this temperature ~ c.f. Table 1. It is tentatively
suggested that a combination of high roll pressures and a thin layer

of scale at such temperature could c;eate a high surface heat transfer
coefficient which would cause a pronounced reduction in temperature
towards the surfaces of the material. This would lead teo an increase in
the shear yield stress and a consegquent reduction in the shear strain
at the peripheral layers. inus, a reductlon in the extent to which tne
central portion of the cross sections is deflected towards the entry
plane ‘could produce a reduction of the zone in which the material slips
ahead of the rolls and could thus reduce the megnitude of forward slip
(see Sect.?.u). Furthermore, some of the observed differen?g§ in the
amount of forward élip measured at 900° C and 1000°C could also have
been associated with the increased entry thickness at the higher temp-
erature, which would give rise to a higher contact angle and an increase

in the value of the neutral angle. This effect would cause an increase
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in the amount of forward slip, as given by Eq.4.8 viz.,é@”f}éé&
According to the forward slip method, most values of the

.coefficient of friction associated with percentage reductlons above.
30% were within the range 0.2 ~ 0.45. These results were similar to
published data on coefficient of friction in hot rolling of steel, based
on amount of reduction between 30 - 50%. In Table 3 . the values of y
obtained from several empirical relationships, compared well with the
corresponding results of the present work at reductions over 30%,
considering that such relatlonships were derived from values of p
determined by different experimental techniques at specific rolling
conditions. Atllower percentage reductions it was not possible to
obtain meaningful values of the coefficient of friction. This arose
because the theoretical relationship given in Fig.4.8.iiﬁﬂbﬂﬂkkshowed
that the coefficient of friction became progressively less sensitive
to varilations in the amount of forward slip as the percentage
reduction became smaller. However, in cases where a meaningful value-
of P was not obtained, a significant lateral spread occurred, c.f. Table

{ ¢ This might suggest that the values of the coefficient of friction )
vere relatively low GJ< 0.2). The minimum value of p at which it was
possible to cttain a solution to the roll pressure distribution was
~0.16. Hence, this value of the coefficient of friction has been used
in the cases where the forward slip measurements could not.determine
values of U .

The values of coefficient of friction given in Table,ﬁl have been

used in the calculations of roll force and torque.

7.4  Inhomosceneiiy of the deformation process.

Indirect experimental evidence of inhomogeneous deformation

in the present work was obtained during the determination of temperature
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measureménts in seriés C, where simultaneous recordings were made from
) thermocouplés which had originally been assembled in a vertical plane
(see Sect.4.2.3). It was found, that, after rolled plates were cut, the
thermocouple beads had been displaced from the original vertical plane,
as indicated by the reconstructed shape of this plane after rolling, as
shown in Fig.7.4.1. Experimental evidence of the deflection of cross
sections in hot flat rolling has been provided in previous,investigatibns,
the most satisfactory of which is probably a recent work by Jones et al.
(61), vho used steel plates 12.5 mm thick with elongated MnS inclusions
initially oriented perpendicular to the roliing direction. The |
.deformation pattern of these inclusions afier hot rolling established
that initial vertical sections did not remain plane within the
deformation zone and that the shearing of the peripheral layers of the
material increased as the amount of deformation was incre;sed.

In the present work, theoretlical valucs of the neutral anglc were
obtained by the use of the mathematical model and assuming coefficlents
of friction within the.range 0.2 - 0.6. The corresponding experimental
values of the neutral angle at each reduction of series A, were
determined by the use of forward siip measurements and Eq.4.8.1, viz,
é;krﬁyéL/53 « In Fig.7.4.2 the two sets of resulis are plotted against
the percentage reduction. It can be seen that the experimental value:

in each reduction was higher than the corresponding theoretical resultis.

(65)

1

This could be explained by féllowing Potopkin's assumption that
instead of a2 neutral cross section with a uniform velocity, a neutral
surface was present, tﬁe location of which could be defined as the
geometric site of the points with a velocity equal to .the horizontal

component of the roll velocity at the neutral position along the arc of

contact. This assumption was based on a theoretical investigation of
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the metal fiow kinematics by comparing calculated and experimental
"Qalués of the neutral angle. Therefore, a deflection of the neutral
position of the arc of contact, ahead of the central portion of the
neutral surface, could explain the higher magnitude in the experimental
values of the neutral angle.

The above results indicate that calculations of roll force and
torque that are based on an assumption of homogeneous deforﬁation do
not represent the conditions in the deformation zone, and justify
consideration of the stress distribution which originates from

(%)

inhomogeneous deformation l.e. the Orowan analysis® /.
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7.5 Comparison between calculated and measured values of roll force.

Fig.7.5.1 compares the measured roll forces at effective
temperatures of either 880°C or 940°C with those calculated at
identical temperatures and under conditions as similar as possible to
the experimental ones. The formexr included beoth the results obtalned
by the use of yield stress data determined in the present work, and
also the corresponding forces calculated with the aid of Suzuki's
yield stress data(36). Both the experimental and calculgted forcés
increased as the percentage reductions increased, but at the. highest
reducticn the calculated results were greater. This discrepancy was
.larger when Suzuki's data was employed. In the case of forces
calculated with the aid of the yield stress valﬁes determined during
the present work, the values differed from the experimental forces by
between -13% and +17%.

In Fig.7.5.2 the calculated and measured forces are plotted
agalnst the percentage reduction used at an effective temperature of
950°C, Again both forces increased as the percentage reduction
increased, with both calculated values usually higher than the
corresponding experimentally determined value at percentage reductions
c 307, Purithcinorc, as in the Pprevioud ceds, bie telculabted values
‘obtained by the use of the yield stress data determined during the
present investigation gave the best agreement with the experimentally
determined values. In this case, the magnitude of the discrepancies
between calculated and experimental forces increased froméﬁ%ﬂﬁo 22%
as the percentage reduction was increased from 12% to U2%. |

At higher temperatures the most reliable yleld stress data

available was that due to Suzuki(36); though extrapolated data from
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fhe yield st;ess-values obtained at lower temperatures during the
" present work was also used. The calculated forces obtainea by the
use of Suzuki's data at an effective temperature of 1080°C (Fig.7.5.3)
were elther higher or lower than the ocorresponding experimental forces,
depending on the percentage reduction used. Thus at reductions of less
than 355 the calculated force was, on average 30% lower than the
measured force,while at 45% reduction the reverse was the case with
the former about 10% higher than the latter. In the case of the
calculated forces based on the extrapolated yield stress data no
significant improvement between the calculated and measured results
was abserved. Thus, the calculated results suggest a rather greater
influence of percentagé reduction on force than that suggested by
the experimental measﬁfements. The slope of the graph that represents
the latter results is less steep than that obtained at 1oger temper-
atures;
‘Finally, at 1150°C, the calculated forces were, on average,
lower than the measured valués, as shown in Jig.7‘5.4.‘Thsre was, in
this instance, no obvious relationship between the percentage reduction
and the discrepancy betweeﬁ the th sets of values. As at 1086*3, the
calenlated relatianchin hetween force and percentaca reduc%ion showed
a much steeper slope thén was the case when the experimental fdrces
were considéred. |
All the forces calculated with the aid of Suéuki's yield stress
data have been plotied as abscissae in Fig.7.5.5 with the'cdgiésponding
experimentally determined forces as ordinates; thus thé soiié—line ét
hffto the axls represents total agreement beiween the two sets of
results. The data as a whole showed a séatter bfi 25 about this line,
with the low and-high~temperature'reSultS'fending o lie below, and

above this line respectively.
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In Fig.%;5.6 the measured forces and the associated forces
calculated with the use of the yield stress data determined during the
present investigation afe plotted as ordinates and abscissae-respectively.
Almost all the data showed a séatter of*2%% about the line representing
total agreement between measured and calculated results, with nearly all
data obtained at temperatures below 1000°C lying within=13% of that line.

7.6 Comparison between calculated and measured values of roll torgue.

Fig.7.6.1 compares the measured torques at effective
" rolling temperatures of 880°C and 940°C with those calculated under
jdentical temperatures and under conditions as close as possible to the
éxperimental ones, The latter included two sets of results: one obtained
by the use of yvield stress data determined in the present work and that
determined with the aid of Suzuki's data(36). Both the experimental and
calculated forques increased as the percentage reduction increased, but
at any reduction over 30% the calculated results were always greater.
This discrepancy was lower when Suzuki's data was used, and in this
instance the calculated torques exceeded the measured values from +iq%
) to 25% as the percentage reduction was increased from 30% tc 42%. In
. the case of torgues calculated with the aid of the vield stress values
determined during the present work the difference between calculated
and experimental results varicd between -20% to +27% as the percentage
reduction was increased from 18% to 42%. Thus, the mégn tude of the
discrepancies beiween these calculated values and the measured torques
appeared to increase as the percentage reduction was increaséa.

In Fig.7.6.2 the calculated and measured torques are plotted
against the percentage reduction used at an effective temperature of

9B0™C. Again both torques increased as the percentage reduction increased,

137



with the two calculated values higher than the corresponding valﬁe
" determined experimentaliy at any percentage reduction over 30%.
Furthermore, the calculated values obtained by the use of the yield
stress data determined during the present work gave better agreement
with the measured torques in most cases., In this case, at a given
percentage reduction under 20%, the calculated torque was on average
10% lower than the experimental value, while at higher reductions the
former was 14% to U40% greater than the latter.

At an effective temperature of 1080 C both the Suzuki yield
stress data(36)and that extrapolated from the yield stress values
‘obtained during the present work, were used. The two sets of calculated
torques were either lower or higher than the corresponding experimental
torques, depending on the percentage reduction used. Thus, at
reductions under 30% both the calculated torques were on average lower
than the measured torque, while at 45% reduction the oppbsite was the
case, with the former 10% on average'higher than the latter. From the
slope of the grarhs represeniing the measured resulis, it is apparent
that the percentage reduction was less significant in these resulis

than in the case of those obtained by calculation.
At 448090 dho onlsr w3cld strecss dota availahie was that due 4o
Suzuki, and the Qaiculated torques obtained with such data were lower
than the measured values, as shown in Fig.7.6.4. The discrepancy
between both results fell from 34% to 13 as the percentage reduction
increased; thus, at 12% reducticn the calculated result was 34% lowcer
than the measured one, while at 33% reduction the former wéémonly 13%
lower than the latter.

Finally, all the torques calculated with the ald of both Suzuki's

data and the yield stress data obtained in the present work have been
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plotted as abscissae in Fig.7.6.5 and Fig.7.6.6. respectively, with .
the corresponding measured values as ordinates. In both cases the data
as a whole showed a scatter of*25% about the line representing total
agreement between calculated and measured results, with all the results
obtained a£ temperatures over 1000°C lying above that line.

7.7 Limitations in the accuracy of the measured and calculated

forces and torques.

The overall level of agreement between the calculated and
experimental-roll forces and torques is reasonable in view of the
limitation imposed by the accuracy of the experimental technique and
" the assumptions involved in the mathematical model.

In the case of the experimental results the accuracy of the data
was limited by the method by which the roll force was measured and the
inability of the rolling power recordings to account for the inertial
energy stored in the mill. Since a progressive increase in the roll
force occurred as the material passed through the roll gap, the upper
chocks tended to move upwards and friction between the chocks and the
mill housing created a frictional restraining force. This might result
in & reduction in the measured value of the roll force obtained from

(62), .

the load cells placed on the upper chocks. Zeltkans et al. found
that this frictional restraining force, which depends mainly on the
coefficlent of friction between the chocks and the mill housing, coculd
vary between 0.2% and 5% of the total roll force. Therefore, measure-
ments from the load cells could underestimate the actual roll force by
as much as 5%. The accumulated energy due to inertia of the'%otating
elements of the mill assisted the motor during a rolling pass.

(48)

Husatowski gave an expression by which the dynamic torque produced

by the deceleration of the mill during a rolling pass could be estimated,
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It was assumed that the total rotating mass G, was about 3x(mass
of the rolls) and that the effective diameter of the rotating elements
D, was equivalent to roll diameter. Hence, it can be shown that for a
typical deceleration of the rolls (n;- n;) to about 20% of the idling
speed (10 rev/min), the dynamic torque could be as much as 60 N - m,
which strictly should be added to the torque measurements.

In the case of the calculaied results a source of error might
. originate from the limitation of the various assumptions made. Thus,
at high reductions and temperatures up to 950°C error in the predicted
roll torques might have been introduced during the calculation of the
deformed roll radius, since roll flattening will cause the %entre of
the deformed arc of contact to be displaced from the roll céntre‘
Bland's method(Bz)of successive approximations, by which the elastic
distortion of the roll surface could be determined, showed’that a
depression of the arc of contact appeared in ihe region éf{the peak
pressure, Although Bland found that the difference between 'values of
roll foice obtained using beth Hitchcock's formula and the successive
approximations method. was within the limits of error introduced in the
calculation of the =lastic distortion of the rolls by the latter method,
the effect of a non-circular arc of contact on the roll torque was not
investigated. Since an increase in roll pressure increased the degree
of roll fiattening any error introduced by the assumption of a
circular arc of contact will be similarly increased.

In additlon it can be noted that at high reductions and temper-
atures of 880°C and 950°C the discrepancy between calculated and

measured torque was higher than that observed in the associated values
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" of roll force. Since the net area under the frictional stress
distributi;n along the length of contact is a measure of its contri-
bution to the roll torque, any error in the calculated distribution
of frictional stresses produced an error in the predicted torque.
Experimental evidence (51'51a’51b)showed that the distribution of
frictional stresses was such that the coefficient of friction must
decrease towards the neutral point. in the present mathematical model
the effective coefficient of friction decreased when the frictional
stresses reached the shear yield stress of the material, as can be
seen in Fig.?.?.. where the roll pressure distribution and the

" assoclated shear stress/rcll pressure ratlc are plotted against the
angular.position at 40% reduction and 1200°C. A cold rolling test

conducted by Rooyens(jlb)

on aluminium, using ground rolls (C.L.A.11pin)
without lubrication and at 52% reduction gave a shear stress/radial |
stress distribution very similar to that shown in Fig. 7.7.

Although a variéble coefficient of frictlion could have been incorporated
into the calculations,the equipment available did not allow the
experimental determination of the varlation of the coefficlent of |
friction along the arc of contact; Therefore any such assumed dis- |
tribution would be arbitrary and of limited value.

During hot rolling the rapid cooling that occurs in the surface
layers of the plate gives rise to a variation in yield stress which
reaches a maximum as the material approaches tﬁe exit plane. This
would be expected to increase the frictional forces at the surface so
that the associated roll force and torque will also be incréésed.
Although an attempt has been made to take this effect into account, by

the use of a mean rolling temperature lower than the nominal one, this

approach involved a considerable degree of simplification. The actual
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variation in yleld stress in the plate was also affected by the
presence of inhomogeneous deformation. This condition has been
considered in terms of the Orowan analysis but its effect on the
variation in yield stress within any section of the plate has not

been included.

In general, an increase in the percentage reduction produced
an increase in the calculated values of roll force and torque relative
to those obtained by experiment. In addition an increase in iemperature
reduced the level of the former relative to the latter. As a
_ consequence of the. combination. of these two:effects the discrepancies
between the calculated and the experimentally determined values shown
in Figs.7.5.1 - 7.6.6 vaiied in a complex manner. However, the best
agreement between these two sets of results was obtained at the lower
end of the temperature range with percentage reductions that did not
. exceed about 20%. The increased percentage reduction was associated
witﬁ increases in mill load and contact angle which will inc;ease any
iﬁaccuracies due to roll flattening and inhomogeneity of deformation .
respectively. These effects may explain the increase in the caleulated
values of roll force and torque relative to the experimental values as
the percentage reduction increased.

The effect of an increase in temperature on the relative difference
in thé calculated and experimental roll forces and torques may be
explained by a general underestimation of the yield stress data at
higher temperatures coupled with low percehtage reductions. .Under these
circumstances the critical strain value at which softening of the meterial
occurred vecame véry low, sc that it proved difficult to represent ihe
relationship between yield stress and deformation by a single equation.

Although some doubts existed about the magnitude of the cocefficient
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of friction assoclated with small percentage reductions, the values
used produced the best fit between calculated and experimental roll
forces and torques. Thus, the selection of the rather low coefficients
of friction under these circumstances would appear to be Jjustified.

7.8 Conclusions.

1. Values of the coefficient of‘friction, determined from forward
slip measurements associated with percentage reductions between 30 - 45%
were within the range 0.2 - 0.45 under dry conditions. The thickness of
the scale, tﬁe rolling velocity and the temperatures at tﬁe interface
"between the material and the rolls appeared to control the magnitude

of the coefficient of friction, but a simplé relationship between these
parameters was not obtained. -

24 On entry to the rolls the peripheral layers of the plateé unde;—
went a severe quench, due to the rapid transfer of heat from the plate
to the rolls: the magnivude of the associated temperature reduction
Was‘increased by an increase in the roll pressure and the contact time,
3. Towards the centre of the plates the deformation process prodyced
an increase in temperature, the magnitude of which increasea when :§
either the entry temperature was reduced of the rate of deformation
was increased. |

L, The experimentally determined relationship between temperature
and flow stress indicated that the temperature gradient generated in
the plate during rolling produced a significant variation in the yleld
stress of the material. This variation has been taken into account in
the subsequent calculations of roll force and torque by the use of an
effective temperature of rolling given by the geometric mean of
temperature measurements across the plate thickness mid-way between

entry and exit.
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' 5+  Roll force values calculated with the ald of the flow stress
' data determined in the present work were withiﬁ £13% of fhe measured
values, while the results obtained by means of Suzuki's data gave
better agreement, at temperatures between 880°C and _950'0 and
reductions of up to 30%. However, when higher temperaturés and reductions
were consldered in conjunction with Suzuki's data the degree of
discrepancy increased tot 2%, |

6. Most of the calculated torque values were within 2255 of the
measured vélues, but the results obtalned with the use of Suzuki's
flow stress data generally gave slightly better agreement. However,
‘correlations better thant i4% were obtained at 950°C with reductions
of up tot35% in conjunction with the yielﬁ stress'déta produced.
during the present work.

Considération of the inherent sources of error in the present ,'r
mathematical model suggests that a further significant improvement
willl be difficult to obtain, since several of the diffiéulties arise
from variations in the deformation process within a transverse sectien.
Other methods of calculation, such as finite element techniques, may ’
be more suitable when such effects are considered. The level of
aczreement between calculation and experiment abtained in {he present
work is probably sufficiently good for the method to be of practical
value. It is not clear that. the improvement in accuracy obtained by
alternative methods would justify the great increase in the complexify
and length of the calculations. Some improvement to the present model
might be possible by further consideration of the effect ofﬂ;he rolling
parameters (rolling velocity, amount of reduction and temperafure) on
the coefficient of friction and the yield stress, particularly at the

upper end of the hot'rolling temperature range.
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Appendix I - Case Study.

A steei plate 10cm thick is to be hot rolled to icm. In order
to produce the minimum grain size it is desirable to made the final
reduction when the plate is at a. temperature as close as possible to
?50°C. At the same time it is necessary to carry out the rolling
process as quickly as possible. If all the stands in the mill employ
an automatic cut~off when the load applied exceeds 35 MN, determine

the optimum rolling programme.,

-Diameter of the work rclls L50 mm
Width of the strip 1500 mm
Length of the rolls 2200 mm
Coefficient of friction 0.34
Time between passes 5 sec.
Allowable overload on mill 13500 Kw

You should use the data you have obtained for the cooling of a
plate duriﬁg rolling at 900°C to obtain similar information at other
rolling temperatures. You should assume that the surface heat trans-
fer coefficient is independent of temperature and the percentage of
reduction. You should also assume that the thermal diffusivity and
conductivity of the steel are 5.5 mm sand 28 W/m’K respectively. Use

© the yleld stress data as given by Cook and McCrum for mild steel.
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A method of calculating the temperature of the stock during

" its passage through a reversing roughing mill is established and
modifications to the Cook and McCrum method of calculating roll
force and torgque are used. A combination of the above elements
resulted in a mathematical model which enabled a hot rolling schedule
to‘be established.

The validity of any method used to calculate roll force and
torque in hot rolling is closely dependent on the accuracy to which
the rolling temperature of the stock is known. Temperature changes
inside the stock during a rolling programme were described by Fick's
iaw of transient heat conduction and it was aséumed that heat transfers
in the thickness direction only and that the heat losses are caused by
radiation-convection outside the rélls and conduction between the roll
gap. Temperature measurements duriné an experimental hot rolling test
enabled values of surface heat transfer coefficient and the temperature
rise assoclated to the energy of defdrmation to.be established.,

1.1 Temperature disiributions.

Clearly the amount of heat that can be transferred across the
material surface to the relatively cold roli is critically dependent
upoil biie Qurenioi.. ul cuniacue The rolling geomeiry considered is
shown in Fig.Z.ZLi.VThe average velocityfv of a point of the slab
surfacé will be between \ and vz ; and it has been assumed to be

equivalent to the peripheral velccity of the rolls Ve.. The time of

contact is thus, lo?
£ by, -

J
Similarly, the total time ; that the slab and rolls are touching
during which the material transfers heat by convection and radiation is

: | '
given by, 1°=\4n/¥‘.
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where Lin is the total léngth of the ingoing material.

If \s \(sé (| ) denotes the temperature distance s from the surface

‘at time i in the slab, of a thickness 2L , then,

with the boundary conditions,
|({o\—. (uniform), no initial thermal gradlent,

OL\/ =0 at the mid-thickness plane,

and bT(L f\ L;{ TwH-T lr,- at the surface.

where l’} represents the roll surface temperature or the sgrrounding

temperature.

60
The final solution has been given by, €0)

"]r _ Z 9"‘\}7(\&- e\b "}\r\&t (uS >\f\\\ <L'-l
)mL“\‘Sﬁ(}’m CCSO\n.}

where the >\a's are the roots of the egquation,

v
'k,/)\\‘ )
. Graphical evaluations of Eq.1.1 have been presented in charts

which are given in terms of four dimensionless groups of variables

defined as follows;

relative temperature =4 'l\‘ %
Fourier number (Fo) = A2
Biot number (B1) = mold
relative position = /L

Temperafure measurements on a mild steel plate 12.5 mm thick
preheated to about 900°C, were made with a thermocouple (1.5 mm)
inserted in a hole drilled in such a position that the hot junctlon
lay on the mid-width plane {1.0mm beneath the surface; a secc;nd
thermocouple was located on both the mid-width and mid-thickness planes.
The thermocouples,(chromel-alumel) encased in stainless steel sheaths

with a response time of 0.2 - 0.1 sec. and a standard accuracy of* %%,(50)
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. represented ‘'a suitable compromise between response and mechanical
strength., Fig.5572 shows the temperature measurements,and the contact
of the ingoing material with the iolls 1s indicated by the jump of
the thermocouple voltage.

In order to establish an overall value of surface heat transfer
coefficient, from the temperatuie results, during conduction to the
rolls, the time of contac£ inside the roll gap was assumed of the
order of 0.2 sec. and the thickness of the plate 2L equivalent to the
geometric mean of the entry and exit thickness. Similarly, temperature
.measurements,before and after rolling,enabled a mean heat transfer
coefficient during convective-radiative losses to be established.
Hence, using the thermal properties_of steel at 900°C and.the relevant
values of temperature, surface heat transfer coefficients, as given by’
the graphical solutions of Egq.1.1,were found. Thus,

\'\;:-‘ \7\4-5 W/t °C during conduction
ho= ‘76-1* WiC during convection-radiation.

In the rolling programme correctlons to the total decrease in
temperature during the contact time to include the heat due to
deformation,was made by assuming that the resulting temperature rise,
measured in the experimental test of about ~ 20°C,was uniformly distri-
buted over the slab thickness during each pass. Finally, it was assumed
that éﬁe effective temperatﬁre across the slab section;i;, was
equivalent to the mean between the temperature at the surface and the
centre respectively. T
1.2 Modified Cook and McCrum method to calculate roll force and torque.

" The Cook-and McCrum formulacyoto calculate roll force is?kﬂzx%j?

where Cp is a geometric factor plotted against Ryhz for a range of

reductions up to 50%, and Jp 1s a function of the mean yleld stress
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of the material,Kr, and plotted against strain rate and reduction
at 900,1000,1100 and 1200°C. Linear interpolation was u§ed to determine
the function~k at intermediate temperatures, thus,
\ ; - -
JFI: .;M'\'.!ETZ (T—h\ _\,J?HI
oo
and extrapolations at temperatures below 900°C approximated to,

oy

N ' .j = J o *’(L’\O-])AE)
P P/m‘C =

The formila to calculate roll torque is 0=2RRG ) , where Gy is

a geometric factor which is plotted againstTQVHz for a range of

reductions and\%s is a function of the mean yield stress of the
material,zg. Temperature corrections for\%:‘are complicated by the
fact that the temperatufe decreése calculated for the contact time{é ’
wlll overestimate the effect of femperature drop on the yield stress
in the vicinity of entry wherethe associated lever arms are greatest.

(7)

Thus, a correction suggested by Denton et al.‘'!’was expressed in this

© =

work as, " Qé 3
. oy
P

4
1.3 Calculation procedure.

A calculation prccedure was adopted in order to establish a
hot rolling programme complying with the following conditions,

- & minimum reheating itemperature
- a minimum scheduled time
- a final high reduction as close to 750°C as possible,

in order to produce a minimum grain size.
fﬁe igitial reheating temperature was limited to 1250°C, as the
oxide formed on the slab becomes liquid at 1280°C and this might result in
a loss of traction between the material and the rolls. The following
Asteps were taken during the calculations:

1. Assume n equal reductions r to give the selected final thickness,
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. [g]
from the expression, (I-1) =&%Awo

2.

3.

5

6.

7o

8.

2.

i0.

Calculate the mean temperature of front end at exit from the
rolls at a minimum roiling velocity (N =540rav/min)

Calculate roll force for the front end at mean exit temperature
F2=§&}ﬂ?V{ . If the value of f2 exceeds the capacity of the
stands, iterate until the maximum allowable reduction is achieved.
Calculate the associated roll torque allowing 2% losses to the
back—up;‘rolls(ég), thus, 6«:=?.25Q"Q%j5\</ '
Convert the roll torque into output motor power from the fo:mula,
KW= 0.1026N . I this exceeds the allowable overload, recalculate
stages 3 and L tb find the maximum possible reduction; otherwise
increase the rolling velocity until the capacity of the motor is
reached.

Calculate the pass entry temperature of the back end of the slab

= C L7 ks
[s=T(f) where tine [ Hnf bohs)

Repeat stages 3,4 and 5 until an acceptable reduction for the back

end of the slab is achieved,

If the reduction given by stage 7 differs from that caliculated in
stage 1, find the eqﬁal reductions required in the remaining
pasens o give the celented final thiclmess.

Calculate the pass entry temperature of the front end after the
+time between passes (5 sec.) and repeat stages 3 to 8.

If the slab mean temperature during the last pass exceeds
significantly ?56?0, decrease the initial folling temperature

and repeat the entire procedure,
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Appendix II Computer Print-out,
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INZALES . _ J39

460 MUSTIC J2IR

PROGRAN Flhk :LTIMATING ROULL FORCE ARND TORWUE IN FLAT HOT RGLLING
USING A NUMUKICAL METHOD OF INTEGRATION GOF VvON KARMANS KQUAT (Y
UHES=2K=+TAUSTAN(PEI) P} /UPHI=2. 04RO (S STNAPAT ) +=TAUXCOS(PhIT).
wHERE TAU=NMUAS CR KewhICHEVER THE SMALLER, ANC INCLUDING

THI VARTATION OF 2K, AND bITH tLASTIC ARCS GF CONTA(CT.

NOTAT IUN
H = THICKNESS, HL = ENTRY THICKNESS, H2 = FXIT. ThRICKIESS,
HM = MeaN THICKNESS, XZ2K = YIELD STRESS IN PLANE STRAING

Xl = X2h AT eNTRY, X2K2 = X2K AT [X1T, XK = YIELD SHEAY 5TRESS
AR = XK AT NEUTKAL PCINT,
Tl = ENTRY TENSIGN STRESS, T2 = EXIT TENSION STRESS,

TEL = TENSIUN STRESS ON THe ENTRY SIDE CF THE PLASTIC ARC UrF CONTACY
T2 = TUENSIUGNK STRESS Cx THe EXIT SIUDE OF 11id PLASTIC ARC,
t o= YUUNGS MDDULUS ANC XKU = PUISSGMIS KATIC BF THF STRIP MATcRIAL

byGeidyh ARE CUNSTANTS IN Eue 2K = CAPLL)ISTR¥=GI(STHE{D+HALNL 3T}
STLL) = STRAIN,STRII) = STRAIKN RATZ,XW *= INRCAQGENTITY rALD

F = UMBEFORMEU RLLL KADIUSy RE = LEFORMEL RULL RALIUS

VF = 2ERIPHEKAL rCLL veLOCITYXMU = CUOEFFICIENT ©F .ICTiUN

Pell = ANCULAR CUMDINATE Iw AKC OF CCNTACT, DPHI = QelT4a Phi,
Prll = PHI AT ENTKRY, PHIfi = Pl AT NEUThAL PCINT,

PHIF = PHI AT ONSET CF YIELUING,

FEXLD) = BORIZONTAL PRESSURE CALCULATED FROM THE EXIT PLANE

PEN(T) = HORTZONTAL FRESSURe CALCULATED FRGHM THE Z(TRY PLANE

S(1) = RCLL PAESSURE, sSPHltl)= S(1})*PHI |
SEX(1) = SL{I) CALLULATLC FRUM THE EXIT FLANE ‘
SEN(T) = SUI) CALCULATED FrUM THE ENTRY PLANE :
P o= WOLL FRRCE / UMIT wICTH, PAP = APPRGXIMATE VALUE OF ROLL FURCE
PEL = CUNTnIoUTILN Ti THE nULL FURCE FRUN TrE ENTRY ELASTIC AcC
PE2 = CONTRIBUTICN TG THE ROLL FORCE FRCM THE EXIT ELASTIC AxC,

T AND TAP = APPRUXIMATE VALUES OF TURQUE,

G AND GAP = T AND TAP MQUIFIEFD TC ALLOW FDR RiLL FLATTZWNING,

GAC = ACCURATE VALUE OF TORQUE FkiM THE PLASTIC AKC,

Gzl CONTOIBUTION TU THE nCLL TOwQUE FRGHM THE ENTRY ELASTIC ARLy
G2 CONTRIBUTICMN TU THE ROLL TURQUE FRUOM THzZ EXIT ELASTIC akl, |
LACLZ IS THE SLST eSTIMATE oFf 1hE TURQULy = Gal+GELIH4CELZ,

TAU = SHEAR S3TRE3S AT THo RULL-MATERIAL SURFACc INTERFACE, :
G1452463,04 = FUNCTIONS wF PH1 AS DEFINED, J = COUNTER FOR NUMDER
UF ITERATIUNS TU CBTAIN COMPATIBLE KGLL FURCE ANC DEFIEMEC RuLlb
FADLUS.

M o= 00D NUMBzR GF CROINATES IN ROLL PRESSURE NTSTITAUTION

wWATFIV

EXTERNAL GlgGZyG_‘},G‘I - .
DIMENSION  XKEL50) 9SUL126G) 9 SEX(L150) ¢y SENLLIS0),SPHILL5C), TAULLS5U) 2531
1N(150)9GGRD(15O)'TAUS!N(150):5605(153)157(l“C)ySTK(lﬁU),?EN(150):?
ZEX(15Q)

CUMMON H1.H2.XML.LL,Vh.L.:'E, pHa G PHIL g Any FHN

khA)(") 10)5‘.1)\’\[}90 Cy C

FURMAT(6F1245)

REAT (S 20 )N g XMU G ¥ 3 VR P12,y V1,472

FORMAT(IAZTFS o) .

Wr{ITC(b'QO)‘;.ANU Bely ky G,XVU Ky \H’( Hlyh..). e
FIRMAT{FS 1 4iUF9.3)

2=2.0/SO0RT(5.0)

DRAFT=HI~-H2

SLA3 EWTRY CUNDEITION

H2MIN=HL1=2.0%R* (1 O~CJSLATAL(XMU)))

/
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.

Sy

6L

1!

12

14
i5

Irtub.LT HemIN) HZ2=HZMIN
PS==/24LC6(1.0-0.002)
PAIL=ARCUS(1.0-DRAFT/(L0%K))
PHN=14C/%.0¢PHIL

Hii=HZ2+2 . u*xx {14 0-CCS(PHiv) )

XOr=222 OxVR*HN*CUS{PHAN) v PHTI L/ 02452 PR 15%2,0) %2, 3
AZKI’L"‘( Xr(ﬂ)’/\l “y ’C*PS"“ (L’l" L J( ‘/\”.R,)
XeZK2=2L2EXP{(H)*0, l‘*G*(Z“ALTG(Hl/HLJJ**(UfhﬂALJr(O 1))
TENSTONS CONCITIUNS

IF(T1eGTon2K1) TLl=XEK1

IFIT2GT o X2K2) T2=X2K2

wRITE(6,450)

FHOEMAT(//S X,y PHZ G LoXy ' Ti,luX,4T72Y/)
ARk 1TE(6,60) 2y Y172

FURMAT(ZF18.10)

J=0

#l=r=-1

FL=SOKT(¥DRAFT)

H1=(2.0%+2+H11/3.0

A=XMUXRL /1M
K2KM=(XR1+42.04%X2K2)/73.6-(T14T2) /2.0
PAP=XZRKM+rL=(EXP(A)}-1.0)/A
A)=R*(1,C+.00C024261*PAP/URAFT)

Pl=pPAP ) ’
TEL=T1

TE2=T2

PHI1=ARCOS(1.0-URAFT/{2.0%Kk[})
PHIE=ARCOS{CUS(PHI1)#3.,002%H1/{2.0RD))

Al=V

UPHI=PHIF/(XM-1.C)

AK(M)I=,5*X2K2

J3=0

FhlI=FHIE

oy 11 I=1l,#1

XK{[)=a042°n(PHI1) -

TSTLI)=0H(PII)

STRUY)=LFR({PHI)

PHI=PH[~CPH]
S{10=02.0xxK{L)=Tcl) /(1 0eXMUSTAN(PHITY))
TF(XAUxS (L) «GToXKiL)) S{L)=2.0kK{L)=Tel~Xr (1) =xTANIPHIZE) !
SIM)=X2K2-TE2 .

SEX{M)=S{¥)

PAI=0PFI/2.0

w=+1.0

Mm2=M=-2

Xubz= SeATHY A1 K2 fatd VMt ) S0 Dy I e B
PEXIMY=SEX{M) =L e 0*AK (M) *Xn

J&=C

FORWARD INTLGRATICN TO CETERMINE PENUI) AlC PEXLD) USING THE
FUURTH NDRCER RUNGE KUTITA M=THGD

co 21 1=1, NZ

L=tii=-1

TREXMURSUX{L) LT oXR{L)ICALL KK{P:ATPEXLL S UPHIZEP,G1962)
TFCAMUSSEX (L) oGEXKIL)ICALL RR{PHILZPEXILY, GPRILTP,G44G3)
PEX(L-1)=PEX{L)+0P

SEXIL-1)=PEX{L-1)+2.0%XK(L-1)%xw . .
IF(XMUSSER(L=1) eGE«XKIL=-1)) GT TO 14 -
XAl=SGRT{140-1a53263 ({XMU=SER{L=1)1/{2.3%XK({L~-1)11r=22)1)

GU TO 15

Xal=0.7854

TFLABS({XWl= Aw)/Xhl) LE.OE-2. CR J46T3)60 T 21

AAd=XW1
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[

«

21

13

Jg4=J4+t1

G) YO 12
PHI=PHI+CPHI
SEX({1)=SEX{2)
SEN(1)=S(1)
PHI=PHIE
Q=-1.0

Xl= SQRT{1.0-1.5326%{{XMUXSEN(L)/(2. O*Xk(liJ)**Zi
PEN({1)=SEN(L) =2 0%XK(1)*Xn

J5=0

DO 31 I=1,¥2

i

TFOXMURSENCT) JLToXK{T)ICALL RK{PHILPEN(1}4DPHI,DPyG1,62)

)

IECXMUASEN( L) LCELXK(T)ICALL RK(PHI, PEN(I), PH1,DP4G4,G3)

PENLI+1I=PEN(T)+CP
SEN(I+1)=PENTI+1)+2.0¥XK{1+1)*XW
TF(XMUSSTEMN{T+]1).GEXK{I+1)) GG T3 16

XWL=SQRT(1.,0~1, baZU*((XMU*SEN(I*I)/(..u*XK(l*l)))**Z)i A

GO TG 18
XN1=0.7854 )
TFCABSLUXnl=XW) /Xw1} oLELOE-2.UORLJS5.6T.3)G0 TO 32
XAd=Xwl

J5=J35+1

G0 10 13 K , .
PHI=PHI-DPHI . ' B I
SEN(M)=SEN(M1)
DJ 41 1=1,H

TF(SEX(LY.LE.SEN(T) [)=SEX(1}

) st
~ TF{SEN{T).LELSEX(I)) S{I)=SEN(T)

51

61

8l

71

CONTINUE

DO 51 I=14M1

IF(SEXIDI)LGELSEN(T).ANDLSE N(I+l) GE.SEK(I+1)) FD
CONTINUE
GU TO 24
X=DPHI/Z(1eQ+(SEX(1I=SENLIN}/(SENLI®i )= SEX(I*I)))
XIl=1+1

TPHIN=(XM=~XT1)%DPHI+X

IFCABS{{PHIN-PHN)/PHN) «LEOE~1.,CR, JJ.GT 12)50 TO
PrAN=PHIN

ITERATE J3 TIMES TC FIND CCASISTENT PHIN
J3=J3+1 - -
GU TO 2

Y= (SEN(I*I)*SEN(I))*ll J- X/UPHI!
SN=SEN(]I )Y

IN=] : -

XKN= 5% +W( PHIN)

JREYMURCA 0 T X0NG TAUNSAMURON
IF(XMURSN.GE 4 XKN) TAUN=XKN

PHI=PHIE

DO 71 I=14M :
ARG=PhI-0,5*PHIE -
XS=SIN(AKG) ’

XC=COS({ARG)

SPHI{T)=S(1)1%PHI

SSIN{1)=S{I)%XS

SCOSE1)=St1}*XC

FRLAMURS (T ) o LToXK(T)) TAULT)=XPU=S(])
IFEXMUSLT)aGELXK(I)) TAUCII=XK(I]])
TAUSIN(I)=TAU(])*XS
GORC(I)=TAU(1)¥(RD~(RD- R)*XC)
PHI=PHI~-CPHI

., N

INTEGRATE RQALL PRESSURE BY TRAP:ZLIFLL #ULE TO FIND THE RDLL FORCE

l\CLUOlNG THE: CONTRXBLTIONS OfF THE SHEAR STRESSES

-
. -~
.
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L

[

L ™

TAUNSN=TAUN®=SIN{PFIN-PHI120.5)

C DAEN={TAUSINCIN)+TAUNSY)*(OPHI=-X)*U.5

I

17

DAEX={TAUSINCIN® L J+TAUNSNI®=A%0L5
CALL TRAPEZ{TAUSIN,DPRIycIn~-1yAREA)
AREAEN=AREA+LAEN

“CALL TRAPcZ(TAUSIN,CPET o IN+ZyM—1 4 AREA)

AXEAEX=AREA+TAEX

CALL SIMFSNUSCOS LPHI$24M=3,ARTAP)
P=RD*(AREAP+AREAEN-AREAEX)

[TERATE J1 TIMES TU FIND PEL ARND TU1

J1=0

PEL1={1e0-XNU*%2 ) >H1#{X2K1-T1)*#25xSURT{RL/DRAFTI/{4.GE)
TE1=T1-2.0%XMU%PEL]1/H1

PEL=(1.0-XNU¥%2)*H1*{X2K L- T&l)*”Z*)JhT(kL/DRAFT)/(4 L*E)
TFCABSU(FEL-PELL)/PEL) oLTal0E-4.LR,JILLGTL12) GO TC 45
PELL=PEL :

Jl=Jl¢l

GJ TO 44

Al=(2.073. O)*SQ»T(RD*H)*(l U Xils= 2} /)
[TERATE J2 TIMES TO FIND PE2 ANC Tc2
J2=0
PE2L=A1%(X2K2-T2)¥*1.5
TE2=T2~2.0%XMU=PE2]1/H2
PE2=A1l%(X2K2-TE2)*=%x]1.5 i
IF{ABSC(FEZ—PEZLI/PE2) LT ela0E~4.0R4J2.6T.10) GJ TO 4¢€
FE21=PE2
J2=J2+1
GJ. TQ 39
P=P+PEL+PE2
URLFTT=XNUR{L O+ XNUDY R (H2%T2-R1*T1)/c
DRAFTE={1.0=-XNU%*2)#(X2K2=-TLZ2)»RZ/E
A2=400024261 /7 {SQRT{DRAFTH+DRAFTEFYDRAFTT)+SQRTIDRAFTE} ) w2
nO=Re {1, C+A2=P)
TFUABSI(P=P1)/Pl)elTale0E=5.0RkedGTL3C) GU T 17
l=0
ITFPAIC J TIMES TC FINU CCMPATIBLE P AND RO
=J+1
GJ T0 1
GEl=XMURR%PE]
GE2=—xMU¥R=xPEL2
INTEGRATE SHEAR STRESSES T3 CETERMINE Ikl TGRIUE APPROXIMATELY
DAEXT=(TAUN+TAULIN+1) 12X/ 2.0
DAENT=(TAUNF+TAULIN} }¥{DPHI=-X)/2.0
Call TRAPEZ{(TAU, LRIy 2y IN-19ARER)
AREANT=AREA+DAENT
LALL T&APLA(TAU,CPHI,IN+2,M—1,AR7i

ADIT A
AALAKT -ARLATCACAT

TAP=R4RU*{AREANT-AREAXT)
GAP=RU*#2% [AREANT=RARZAXT)=0454{RD-RI*{P>FHI 1+ T ixiil- T2*H2)
CALL SIMFSNISPHI 4CPHIj2:M—3,AKEAT)
T=R*¥RL*AREATHIR/2.0)&(T14HI-T2%112)
GaRO¥%2x AREAT+(R/Z2CI R (TI3HI-T2%H2)-P*{RKU-R)*PHIL1/2.C
INTEGRATE EQUATION FUR ACCUKATE TORYUE GAC
GURDN=TAUN# [ RD={RL-R)*COS(PHIN-PHIL=0.5})
DAEXG=(GCRON+GCRDLIN+1 ) ) xX*%0.5
CAENG={GCRDN+GORDUIN) I*{UPHI-X)*0.5 :
CALL TRAPEZ{GURD +DPHI 24y IN~14ARCA) =
AREANG=AREA+UAENSG o
CALL TRAPEZ(GURDDPHI, IN+2,M-1,AREA}
AREAXG=AREA+DAEXG
CALL SIMPSN(SSINJDPRI 24M=24AKLAG)
GAC=RD*{RDO~R)*AKCAG+RC*(AREANG-AREAKG)

] ~-
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i

52
53
100
24

&

26

k= LXP(B)*UFR(PHI)**C*DF(PHI)4*(b+HTALDG(DFK(PH[)))

- . -

GACL2=CAC+GEL+GE2 )

WRITE(6,92) (ST} XKLT)y1=1,M) . : SN
FURMAT(10F10.4) : oL
WRITE(6,53)(ST(I)4STR(1)41=1,M1) : oo e
FUKMAT(1CF10.4)

WRITEL65100)P,PL1yPAP,TyTAP,RL,G, GAC GALIZ,PH‘I PHINSSNyd
FORMAY (///12F9.3,13)

GU TO 26 o = T R
WRITE(6,25) ‘ -
FURMAT(//'NO NEUTRAL PUINT CAN BE FOUND'/) o S
CALL EXIT

=ND

FUNCTION DF(PHI) .
CUMMON HLyH2 ) XMUSRDsVRy Lo B 9Dy GaH Gy PHI Ly XUy PHN
Xed=H1-2.,04#R0*{COS{PHI)=-CCGS(FRIL))
DF=Z*ALOG{H1/XH)

RETURN

END

FUNCTION DFR(PHI)
LUMI"UN HlyHZ’XMU RD,VR 215’0 GlHlQ’PHXl;XW,pH\l
XCN=COSIPHN)
HN=H24+2.0%R0*{1.0-XCN)

XH=H1 2.C*RDx=(CUSI{PRI}~-CCS{PHIL)}
DER=2.GxVR¥HNXXCNAPHI /XH%%2,0%2 AL
R»Tupu

END

CFUNCTICN WKPHI)

COMMON HL H2 s XMURD s VR Z 9840y CaHyty FHILy Xivg PEN

EETURK

END.

FUNCTION GL(PHL] !
COMMUN ML H2 AMU4RDyVR,Z, D,CngHyLvPHILaXh:OHN o
XC=COS(PELTI) el T e
XA=H1-2.,0%R0D¥ (COS(PHI )~ CUS(PPII])

Gl=2.0%¥RC*{ Q*xXMUXXCJ/XH

KETURN : ' N

EnD S s
FUNCTION G2{(PHI) 's
CIMMON Hl,hZ.th,RD,VR,Z,bLB GoHy u,PHIl,Xﬁ,PHN
X5=SIN(PRHI)

XC=COS{PHI)

XH=Al-2. O*RU*(CDS(PhI) Lub(rhll))
ST=Z*ALUC(H1/XH)

XCN=CNSEOHMY

HN=h242,0*RD*{1.0-XCN)
STR=240*VREHN®XCN*PHI/KAH*%2,0%Z
XEK=Z»EXP{B) *STR*#G*ST*4{D+r%*ALCGISTR} )
G2=2. O*kL*XZK*iAS+Q*XMU*>C)*xh/Xh
KETURN T

END

FUNCTION G3(PHI)

CUMMON HLl ¢H2 s XMU4RDyVR,4 L3R yD)C1H UgPH!l;XV'P.u
XS=SIN(PHI) s e
XC=COS(PnI) N

XH=HL1=2 . C*RO¥(COS(PHI}-CQAS(PHIL))
ST=L®ALCG{HL/XH)

XCN=COS(PHN)

HN=H2+2.0%RC*(1.0-XCN)

STR=2., 0% VR¥HNXXCN*PhI/XH*%2 ,0%Z
X2K=Z*EXP(B)*STR**G*ST*=(D+H»ALOG(STR) )
G3=2.0*K0%X2K*{{0a 7854 Q¥0.5%{1s0/Ph[~1. OITAN(PHX)))*AS*Q*O 5% XC1/




1 AH

RETURN
LND
FUNCTI N Ca4lPHL)
CUMMUIL “1,HZ"A:’"U,"CgVR’[,3,\‘.,\.,,?‘."\)'{”".1l'xw,pHH
G4=J.0
KETURN
FND
SUBROUT INE rK{XyYsDXyBYyF&,Fr)
CUMMUN Hl1?121)("7UvR01VR'Z]!ﬁgL,Cﬁh,lL,F’}![lt«\w';‘f{}
FO=FA(X)xY+FE(X)
A=FA(X+0.5%Q*DX)”
C=Fb{X+0.5=C"CX)
Fl=2x(y+0.5%0=DX*FO)+4C
FR2=Asx(Y+U.0%GxUX4F]1 }4C
F3=FA(X+(#DXIAMYHCICROF2ZY 4P X+ #0K)
LCY=SDXE(FC+20%IF14F2)+F3 )20/ 00
RETURN
¢ND
SUBRQUTINE TRAPEZUY CXyNL g2y 2)
CIMFRSTUN Y1)
SuM=0.)
U 1 1=l N2

1 SuM=SUM+Y(]) ’
A(DX/2.0) <Y INL=L ) +2,0%3UM+Y(:,2+1))
KETURN

) E:‘]D

SUBROUTINE SIMPSNIY0X NIy w2 M)
DIMeEnSTY] Y1)
O‘.)i’:\)o‘)
EvEinN=C.0
UDJ 1 IaN1yN2,2
EVEN=CVFA+Y (D)

1 UdV=000Y(14]1)

AU 3e )Y L= ) 440 d# (EVERSY (242 )42, 0%00D Y (n243) )

G CARDS

" KETURN
ENL
<ML UF JUR GCHZALEZ - AT 231134 wEC JAN 07, 1S€1
345 CARDS READ 349 LINES PRINTED
. :

ZEXECUTE T1Ime
PUNCHED v Tapf

Hud’



Appendix III Calculation of temperature distribtulons.
The temperature distributions at all stages of the contact time
‘during the rolling process may be determined by the use of a finite-

(1),

difference solution to Fick's law of transient heat conduction

0. 069
NS

This allows the magnitude of the surface heat transfer coefficient
to be established by a continual inspection between measured and cal-
culated temperature distributions.

It is assumed that the only significant temperature gradient lies
perpendicular to the longitudinal pléne of the plate and that no
appreciable heat generation occurs inside the material. For purposes
of calculation, half the plate is sub~divided into =z sét of elements
the two largest dimensions of which are identical to the two dimen-
sions of the contact surface between the plate and the rolls. However,
in the direction of the temperature gradient (through the thickness of
the plate), the element dimension Ax is 0.5 x 10 e The positions of
the element boundaries at which the temperatures are calculatéd are
shown in Fig,1. It will be ncted that the surface plane of the plate
coincides with the mid-plane of the first element and thaf the temp~
eratures are calculated at a boundary (1) which lies outside the
surface nf the plaic,

Provided that( ),

IS
' Bt 2 (Eq.1
1 .
then I = 0 s Az 3
w7 ’ (%g.2)
where J identifies the p&nultimate,element boundary {see Fig.1).
S oa !ﬂ
At the surface, Q J ( W
1

’l
If it is assumed that (OL g«) remains constant between the surface
and the point at which[ )7 (Fig.1), then,

W0708) NG ) (mq.3)
' v
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This allO”S the temperatureé] to be calculated; which in turn
+may be used to ca.lculated() using Eq.1. Q : is the only surface
temperature known and for all positive values of t a modification of
EqQ.3 must be made. In the present caiculation Eq.3 has been replaced

for all values of t greater than 0, in accordance with the method used

e L 2140

he 2/ \he

This equation assumed that (ég/g¢;;remains constant between N h.
andl$§é$Fig.1). The minimum possibie number of elements used is
@etermined by the stability criterion 7\A1;>An<. For the values of ki,
used in this calculation the number of elements taken in the half
section is 14, fhe maénitude of N\¢ in turn determines the magnitude
afﬁi (Eq.1), which is very.small in relation to the total contact
time. Hence temperature distributions at most stages during deformation
can be established. i

The values of(i.}\; are included in Fig.1l, together with the
initial temperature of the plate, the temperature of the rolls and the

plate thickness,

References.

1 Dusinberre, G.H. 1961 'Heat transfer calculations by finite
differences' 8: Scranton, Pa. Inter,

2 Aparci, V.S. 1966 'Conduction heat transfer', 509,

Reading, Mass, Addison-Weslgy.
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ste/ Z .
- Fig 221 Roll gap ggometry and forces applied to ¢ vertical section
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Fig 241. Compression between two rough
inclined platens.

| - Fig 242 llustrating the cdlculdtion of .
: . horizontal force in the strip between
o - the rolls {Orowan) LT
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Fig. 243 Variation of w with a for various values of 8
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Normal pressure on roll surface, s(¢) kg/mm?2

20 - Lueg’s measurements i
—-—-—Orowan’s imnhomogeneous
. -graphical methed
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- Angular co-ordinate of arc of contuct, d-deg

Fig. 244, Comparison of measured and calculated roll pressu:e'ijistributions
for smooth(p=014) and rough(K=04) rolls - after Orowan®,
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. Start

ead material properties
| and rolling conditions

Check slab entry conditions
(to decrease exit thickness| -
if necessary)

Galculate entry and exit
shear yleld stresses

Check tension conditibns
(to decrease then if necessary

. T _
Write compatible exit thickness
front and back tensions

Preliminary calculation
of load and roll flattening
(to determine the angle of contact)
T :

f -
Calculate shear yield stress
over the arc of contact (sub-routine)
and entry and exit roll pressure

I -

Calculate roll pressure distribution

using fourth order Runge
‘ ]

Determine angle and pressure
. at neutral point
|

Kutta method(sub-routine)

Find compatible values
of force and roll
radius

Integrate roll pressure (sub-routine) -

by trapezoidal rule to find the roll force

[Calculate elastic zone. contributions
" to0 roll force/ torque

|
Re~calculate deformed roll radius
using integrated force
. - v

8 : §

[Calculate accurate and approximate

expressions of roll torque

|

Write initial roll force

integrated roll force
accurate torgue

approximate torques

roll pressure at neutral angle

End

Fig.3.11.1 Flow chart for the numerical solution to the Von Karman
Equatlion to predict roll force and torque per unit width,
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Light activated switch-

ptlc fibres

T

<
N 20cm

\

Thermal shields

r——-;—————] .‘ o Mirror . ;' | Ii,,t

- .Rolled plate

‘Upper roll ~iii——Refractory block

Light activated switch -

Fig.4.2.2  Light-actlvated swltch and its locatio§ on the exit table
" of the rolling mill. .

vLamr‘
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Output woltage (mMV)

L~

~—-———Drive-end locdcell
Free-end loadcell

s Loading. . . o

X Unlocding

! | 1

1
100 200 300 00 500 600
' Load (kN)

Fig.h.2.4 Calibration curves of the lozd cells.
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12 Cams
3Clutch plate

4LFlywheel 4
5Cam roller follower
6Cam shaft 1 N

7Gluich cactivation arm o
8 Piston and piston guide block
9Die assembly .

U
. 10Adjustable spacer
. 11 Linear potentiometer -
12Main frame '
-7 13locd cg". .
I -
L -
, /H - .
< L
/E‘
/ E Specimen'
5: Thermocouple
/.
A
| Figoq’.é |

Cam plastometer and enlarged section of the die assembly.
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Fig.4.6.1 - Cam profiles.
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(kN)

Roll Force

750 :
N
. -

/

600

Drive-end loadcell

450 |
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/
/

Total force P

/j

|
|
|

3oo~,' 5/‘//\

b\

Time (sec.)

Fig.5.2 Typical reccrding of the load cells.
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