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Formulate Rolling Schedule of Strip Steel Based on EXCEL Calculator
L Lihua, Liu Weiguang, Ma Jinjiang, Lin Jun, Zhang Yongwei
(College of Materials Science and Engineering, Chongqing University, Chongqing 400044, China)

Abstract: The basic methods and development trend of formulating rolling schedule were summarized. How to
optimize the rolling schedule using EXCEL calculator was introduced under the conditions with multi— goals
and multiple restrictions. The main mathematical models involved in the optimizing calculating were discussed,
and the optimizing effect was explained by instances. This method is suitable for technicians to practical opera-

tion, it is also useful for increasing production efficiency of strip steel and giving full play to the ability of the

equipment etc.
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Fig. 1 calculation flow chart
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Table 1 The original rolling schedule and technics
parameters of rough rolling

3
Table 3 The original rolling schedule and technics
parameters of finish rolling

/ / / / /

/ / / / /

mm % C kN kW mm % C kN kW
1 99 27 1147 8 452 5 837 1 14.5 40 %1 7 400 1412
2 69 30 1134 993 6 876 2 9 38 950 7 100 1639
3 49 29 11 8 524 6 143 3 6 3 938 6372 1616
4 34 31 1078 8977 5 600 4 4.2 30 927 5363 1597
5 24 29 1024 9413 5 480 5 3 » 916 5282 176
N, 2 937 6 2.4 20 %05 3873 1141
7 2 17 894 3382 962
S, 7244
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Table 2 The optimum rolling schedule and technics
parameters of rough rolling
/ / / / /

mm % T kN kW
1 95 29 1147 9274 6 749
2 65 31 1132 9274 6 974
3 44 32 1107 9274 6 811
4 30 32 1067 9274 5 589
5 24 20 1015 7062 3 335
N, 29 458
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Table 4 The optimum rolling schedule and technics
parameters of finish rolling
/ / / / /

mm % C KN kW
1 14.03 lie) 9%2 7700 1549
2 8.89 37 951 6853 1 549
3 6.00 33 939 6217 1549
4 4.23 30 28 5273 15499
5 3.10 27 917 4912 1549
6 2.35 24 9206 4 650 1549
7 2.00 15 804 3050 816
S, 4397
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