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Edge-Drop Control of Hot and Cold Rolled Strip by Tapered-Crown Work Roll Shifting
Mill
(Kunio Kitamura) (Ikuo Yarita) (Namio

Suganuma) (Toshinobu Nakanishi) (Ko Toyoshima)
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Synopsis :

Hot and cold rolled strip is demanded to remove the edge-drop which is a nonuniformity
of the transverse strip thickness profile at strip edges. The deformation behaviour in
strip edges is experimentally studied, and characteristics of edge-drop control by the
tap -drop, (2) the edge-drop is primarily affected by changes in the work roll profile
resulting from roll flattening, (3) the tapered-crown work roll shifting mill is effective in
removing the edge-drop, (4) in the tandem cold mill, it is necessary to install the work
roll shifting mill from the first stand to successive stands to obtain the edge-drop-free
strip, and (5) in the hot strip mill, the work roll shifting mill is also necessary to remove

the edge-drop.
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Edge-Drop Control of Hot and Cold Rolled Strip
hy Tanered-Crown Work Roll Shifting Mill
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Table 4 WR taper position EL in tandem cold mill
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Fig. 6 Schematic diagram of work roll shifting mill
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