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Fig.1 Illustration of quarter buckles
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Fig.2 The measured strip contour and its sixth-otderpolynomial fitting curve
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Fig.3 The unit roll contours for second-order, fourth-order, and sixth-order crown components
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Fig.4 New high-order roll contour and its components
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Table 1 Polynomial coefficients (radius values) for high-ordefoll contour grinding
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Fig.5 Roll gap contours formed by the high-order roll contour at different shift positions
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Table 2, Sumilation-related rolling parameters of thin-gauge strip

IR H FENERE /mm FLHi 71/ton B AR J3/ton EEARAL B /mm
F1 19.58 2262.2 79.2 -60.2
F2 9.78 2203.8 89.1 -48.5
E3 5.67 1916.3 88.2 -16.4
F4 3.64 1564.5 79.8 36.0
F5 2.54 1412.3 76.8 0.0
Fo 2.05 1154.1 57.9 0.0

F7 1.75 930.5 48.8 0.0
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Fig.6 Evolution of the strip contours after each ﬁq'g{n ds
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Fig.7 Evolution of the strip residual stress after each finishing stands: (a) upstream F1-F4; (B)
downstream F1-F4
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Fig.8 Comparison of the residual stress at ﬁnlshm 4/) exit under the conventional second-order
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