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Fig.1 Work roll wear contour of non-oriented electrical steel

sheets in a 1700 mm hot strip mill (F6)
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Fig.2 Segment wear contour of a work roll in hot rolling
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Fig.3 Comparison of the predicted and measured wear contours

of a work roll in hot rolling (F4)
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Work roll wear prediction model of non-oriented electrical steel sheets in hot

strip mills
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ABSTRACT Work roll wear contours and wear profiles were analyzed on the basis of large amount of mea-
sured work roll contour patterns and processing parameters. The method of building wear calculation func-
tions for center portion abrasion and marginal abrasion respectively was used to develop a work roll wear
prediction mathematical model for the 1700 mm hot strip mill of Wuhan Iron and Steel (Group) Co. by us-
ing genetic algorithm. The calculated results of the prediction model are in good agreement with the mea-
sured ones and can be applied to guide production in practice.
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