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Simulation on Inhomogeneity of Wall Thickness for T & 73 I 7/

Tube Stretch-Reduced by Round Passes System
PAN Ke-vun!, WANG Xian-jin®, QIN Guo-ging®
(1. Baoshan Iron &. Steel Group Corporation. Shanghai 201900, China; 2. Universuy of
Science & Technology Beijing+ Beijing 100083, China)

Abstract ; According to the finite element simulation for four-stand continuous rolling of tube pro-

duced by 152. 5 BR passes system in stretch-reducing mill, the distribution of tube wall thickness

along the across-section is inhomogeneous. which can results in polygonizarion. The degree of

polygonization is directly proportional to the number of stands used. The inhomogeneity of wall

thickness can be evaluated by the degree of polygonization. The results of Rolling tests for 152.5

BR passes systems validate the correctness of finite element simulation.
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Fig. 2 Distribution of equivalent plastic strain of tube after four-stand continuous rolling
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Fig. 3 Trends of polygonization of tube after

Four-stand continuous rolling
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Fig. 5 Effects of wall thickness of 1ube on difference
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Fig. 6 Relation of the polygonization and
wall thickness of tube
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Fig. 7 The photograph of tube rolled by
152. 5 BR passes system
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