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Development of Rolling Techniques to Control
Outer Dimensions of H-Shapes”

Synopsis:
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Table 2 Expenimental conditions for universal rolling 90 T T 7 T T

Material ‘ Pure lead (99.999;) .
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T1 500 % 200 % 12 % 25 upper and lower flange lengths.® However, because the
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0 10 20 30 40 To maintain a constant flange width, it is necessary to
Longitudina! distance from the top of H-beam (m}) adjust the flange length () according to the web
. e . . thickness.
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The equipment specifications were determined from
the results of the model experiments, and the new con-
trol techniques were applied to a production process. In
the newly developed equipment, the distance between
the universal rough rolling mill and the edger mill was
decreased from the conventional 5000 mm to 1890 mm,
and adjustable-width guides make it unnecessary to
change guides for each series of H-beams.
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i Conventional New
Kind of shape 23 1
Number of rolls 30 set 1 set

4 Conclusions
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