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TUNGSTEN KARBUR RINGLER

TUNGSTEN CARBIDE RINGS

Karbiir Ringlerin Temel Siniflandiriimasi
Main Grades of Carbide Rolls

Kimyasal Birlesim Enine Kopma

Basin¢ Dayanimi

. Sertlik Yogunluk DEVENTT)] .
Chemical . Compressive
Composition Hardness Density Transverse Rupture Strength
(HRA) (g/cm?3) Strength (N/mm?)
(N/mm?)

EZ0606C 6 88,5 14,91 2620 3700
EZ080C 8 87,8 14,71 2870 3500
EZ150C 15 84,8 13,99 2870 3300
EZ200C 20 83,6 13,55 2840 3100
EH200C 20 83 13,60 2600 3300
EZ260C 26 82,1 13,03 2700 3000
EZ300C 30 80,8 12,72 2730 3000

Co+Ni+Cr

EZ150M 15 84,2 13,98 2900 3200
EZ200M 20 81,7 13,52 2720 3000
EZ260M 26 79,5 13,01 2630 2800
EZ300M 30 79,1 12,71 2630 2600
EH300M 30 79 12,70 2500 2800

Not: Yukaridaki 6zellik verileri tipiktir.
Note: The above property data are typical.

Karbiir Ringlerin Popiiler Boyutlar
Popular Sizes Of Carbide Rolls

Kalinlik

Thickness

145-450 87-280 62-210

Karbiir Ringlerin Tavsiye Edilen Uygulamalar
Recommended Applications Of Carbide Roll Grades

-Rediiksiyon ve Olgii Degistirme Makarali Haddeleme Fabrikalari
Rolling Mills With Recuding & Sizing Mill

On finis Makarasi Finis Makarasi Rediiksiyon ve Olgii Ayarlama Makarasi
Pre-finishing Mill Finishing Mill Reducing & Sizing Mill
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EZ260M EZ200M EZ150M EZ200M EZ060
EZ300M EZ080
-Rediiksiyon ve Olgii Degistirme Makarasiz Haddeleme Fabrikalari EZ150M
Rolling Mills Without Reducing & Sizing Mill
On finis Makarasi Finis Makarasi
Pre-finishing Mill Finishing Mill
OOO0O OO0OO0OO0 OO OO0 00
OO0O0O OO0 OO OO0 00
- — | S— -
EZ260M EZ200M EZ200M EZ150M EZ060
EZ300M EZ150M EZ080
*EZ260M ve EZ300M ayni zamanda sicak haddeleme demir gubuklari igin kullanilir. EZ150

*The Grades EX260M and EX300M are also for hot rolling rebars.
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Sicak Haddeleme igin Karbiir Ringler
Carbide Rolls For Hot Rolling Of Seamless Tubes

Karbir makara omri, gerilme tiip kii¢iiltme makinelerinde sansiz tiiplerin sicak
haddeleme isleminde konvansiyonel dokme demir makaralara gore 50-80 kat daha
uzundur ve yiizey kalitesi ile boyutsal hassasiyet 6nemli 6lgiide artar.

Gerilme tiip kiigtiltme makinelerinin kosullarina (valf kuvveti, hiz, tiip ¢api) bagli
olarak, entegre veya bilesik makaralar islevsel olabilir.

Onerilen karbiir siniflari EZ260M ve EZ300M'dir.

The lifetime of carbide roll is 50-80 times that of conventional cast iron roll when
they are used at tension tube reducing machines for hot rolling of seamless tubes,
and the surface quality and dimensional precision is substantially improved.
Based on the conditions of tension tube reducing machines (rolling force, speed,
tube diameter) either integrated or composite rolls can be workable.

Suggested carbide grades are EZ260M an EZ300M

Titanyum Karbiir Kilavuz Ringi
Titanium Carbide Guide Roller

Mekanik Ozellikler
Mechanical Properties

Enine Kopma
. Kimyasal Birlesim Sertlik Dayanimi Yogunluk

Kalite . .
Grade Chemical Hardness Transverse Rupture Density

Composition (HRA) Strength (g/cm?)

(N/mm?)
EZT35 Fe+TiC 86,5 1450 6,43
Tavsiye

Recommendation

Karbiir Makara malzeme siniflari, misterilerin gergek calisma
kosullarina gore dogru bir sekilde dnerilmelidir. EUROLOY,
musteriler tarafindan saglanan tiim haddeleme
parametrelerini detayli bir sekilde inceledikten sonra
miisterilere uygun siniflari nerme konusunda yardimci
olabilir. Bu parametreler arasinda ekipman tipi, istikrar,
haddeleme yiikii, sogutma durumu, haddeleme sicakligi ve
celik siniflari gibi bilgiler bulunmaktadir. Genel olarak, makine
takimi siddetle sarsiliyor ve bastirma miktari gok biyiikse,
yiiksek baglayici igerige sahip, iyi mukavemet ve dayaniklihga
sahip siniflar segilmelidir. Tam tersine, makine takimi stabil
bir sekilde galisiyor ve bastirma miktari yiiksek haddeleme
hizinda kiiciikse, diiglik baglayici igerige sahip, yiiksek sertlik
ve iyi aginma direncine sahip siniflar segilmelidir.

Carbide Roll material grades must be correctly
recommended according to customers’ actual working
condition. EUROLOY can recommend the proper grades
to customers after the detailed studying all of the
rolling parameters provided by them, such as
equipment type, stability, rolling load, cooling
condition, rolling temperature and steel grades etc.
Generally speaking, the grades of high binder content
with good strength and tougghness should be

chosen when the mill aggregate shocked heavy and the
pressing down amount is very big. On the contrary, the
grades of low binder content with high hardness and
good wear resistance shoould be chosen when the mill
aggregate is working stably with small pressing down
amount in high rolling speed.
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Kompozit Ring Gevrimigi Kontrol
Composite Roll On-Line Control

Carbide Roll iiretim hattina monte edildikten sonra, sogutma suyu
borusunu ve Rulonun konumunu kontrol etmek, ardindan gelen
hortumu 6zel boruya baglamak gerekmektedir. Hortum baglantisi
yapildiktan sonra, Rulolarin konektériiniin ¢ikmasi nedeniyle
sogutma suyu olmadan durumda kalmamak icin konektér siki bir
sekilde sabitlenmelidir. (Rulonun kabuk hasari)

Carbide Roll igin su sogutma islemi kullanim siirecinde ¢ok
onemlidir; daha iyi sogutma kogsulu, yiiksek haddeleme tonaji
anlamina gelir, aksi takdirde oluk ¢atlamaya miisait hale gelir.

Bu nedenle, haddeleme islemine baslamadan 6nce sogutma
suyunu kontrol edin; haddeleme siirecinde her (iretim ekibi, 6zel su
borusunun konumunu, her 4 saatte bir boru noziiliiniin tikanikhgini
kontrol etmeli ve ardindan haddeleme islemine baslamalidir.

Haddeleme makarasinin su borusunun kontrol sogutma suyu
borusundan baglanmasi ve su basing gdstergesi ve
basing alarm cihazi takilmasi 6nerilir, bu sekilde Rulonun su akisi,
su kalitesi ve su basinci giivence altina alinabilir, alarm durumunda
makine hemen durmali ve su basinci normal seviyeye ayarlandiktan
sonra yeniden baslamalidir. Operatér, finig standlarina ait 6zel
sogutma suyu borusunun su basincini 4 ila 6 bar araliginda
tutmalidir. Eger bu aralik asilirsa, operator gereksinimlere gore su
basincini yukaridaki araliga ayarlamalidir.

Haddeleme siirecinde, rulman konutunun ¢alisma durumuna
dikkat edilmeli ve anormal bir durum tespit edildiginde makineyi
bakim i¢cin durmalidir.

Vardiya degisiminde, operator haddeleme oluklarinin asinma
durumunu dikkatlice incelemeli, hafif ¢atlaklar igin,
durumu kontrol merkezine ve kalite denetgisine bildirmeli ve
ardindan onay alindiktan sonra olugu degistirmelidir.

Haddeleme siirecinde, rul aralik ayari sifir toleransa gelmemeli,
yani haddeleme sirasinda Ruloya yapismamalidir.

Ornegin 6rnegin numune odasinda anormal bir iiriin bulunursa,
makineyi derhal durdurmak gerekmektedir. Vida gevsemesi, oluk
lizerinde hafif ¢atlaklar gibi birkag olgu durumunda, oluk ve rul
derhal degistirilmelidir.

Rul iiriin yiizeyinde anormal durumlar bulunursa (olukta hafif
catlaklardan kaynaklanan gelik ir(inler yiizeyindeki izler gibi), oluk
veya rul zamaninda degistirilmelidir.

Carbide Roll'un yatakin agiri isinmasindan kaynaklanan eksenel
kinlmasindan kaginilmalidir.

Carbide Roll kullanim sirasinda su kesilmesi veya su borusunun
kaymasi durumunda, makine derhal durdurulmali, bdylece oluklarin
yanmasi, ¢catlamasi ve kopmasi gibi sonuglara neden olmamak igin
soguma yapilmamalidir.

Tek bir oluk icin haddeleme tonaji, ger¢cek duruma bagli olarak
belirlenmelidir (makine kapasitesi farkli calisma kogullari ile
degisir), ve makine dereceli kapasitesine gore ¢alistirilmali ve agin
haddeleme kesinlikle yasaklanmalidir, béylece Rulonun ¢atlamasina
neden olmaz.

Celik bloke veya yigilma durumunda, Rulonun sogutmasi devam
etmeli ve Ruloyu hizli bir sekilde kaldirmali, ardindan haddeleme
¢ubugunun sicakhigi diistiikten sonra isleme su beslemesi
kesilebilir.

Rul, kaza nedeniyle sogutma suyu olmadan bir siire ¢alistirildiysa,
makineyi derhal durdurmali ve Ruloyu bosaltmali, ardindan
soguyana veya taslanana kadar Ruloyu tekrar kullanabilir.

Dikkat: Sogutma suyunu dogrudan Rulo lizerine dokmek,
Rulonun ¢atlamasina neden olabilir.

After the Carbide Roll installed on production line, one should check
cooling water pipe and position of the Roll and then connect the
incoming hose to dedicated pipe. The hose to dedicated pipe. The hose
connector must be fixed tightly after connecting to prevent the Rolls in
a state of no cooling water due to the connector off and cause serious
consequences. (Roll shell destruction)

The water cooling for Carbide Roll is a very important method in the
process of usage, the better of cooling condition, and the higher of the
rolling.Tonnage is, otherwise the groove is easy to be cracked.

So, check the cooling water before rolling operation; in rolling process,
each production team should check the location of the dedicated
water pipe, the blocking of pipe nozzle every 4 hours, and then start the
rolling operation.

It suggests that the water pipe of the rolling mill is connected from
the control cooling water pipe and install water pressure gauge and
pressure alarm device to ensure the water flow, water quality and water
pressure of the Roll, the mill should be stopped immediately in case of
alrm, and started after the water pressure is adjusted to normal level.
The operator should ensure the water pressure of dedicated cooling
water pipe of finishing stands within the scope of 4 to 6 bar. If it was
exceeded this scope, the operator shpuld adjust the water pressure to
the above scope according to the requirements.

In the process of rolling, one should pay close attention the
running condition of the bearing housing, and stop the machine for
maintenance once an abnormal condition is found.

In shifting of duty, the operator should carefully inspect the wear
condition of rolling grooves for slight cracks, in case of the above
situation, please report in to the control center and quality supervisor,
and then replace the groove after confirmation.

In the process of rolling, the roll gap adjustment shall not be zero
clearance, that is to say, sticking to the Roll while rolling is not
accepted.

If there is abnormal product found in sample room, one should stop
the machine immediately for inspection. In case of several phenomena
such as screw loosening, slight cracks on the groove, etc. The groove
and roll shpuld be replaced then.

If there are anomalies found on roll product surface (such as surface
marks on steel products surface due to slight cracks of the groove), the
groove or roll shpuld be replaced timely.

The axial fracture of Carbide Roll caused by overheat of the bearing
should be avoided in the process of rolling.

During the usafe of Carbide Roll, in case of water-break and water
pipe offset, the machine should be stopped
immediately, so as not to cause burning loss, cracks, and chip off, etc.
of the groove.

The rolling Tonnage of single groove should be determined according
to the actual situation (resonable rolling Tonnage is varies with the
different working conditions), and the machine should be operated in
accordance with the rated
capacity strictly, and excessive rolling is strictly prohibited, so as to
avoid causing cracks on the Roll.

In case of steel blocked or piled up, the cooling on Roll should be
continued, and raise the Roll up quickly as well, after the remperature
of the rolled steel piece decreased, one can cut of the water supply for
processing.

If the Roll was operated for a period of time under the condition of
no cooling water due to the accident, one shuould stop the machine
immediately and unload the Roll and chill it naturally. The Roll can
only be put into use again after cooling or grinding. Attention: The Roll
would be cracked if one pouring the cooling water directly on the Roll.
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Nasil Kullanilir?
How To Use?

-Kalite Segimleri / Selection of Grades

Calisma kosullarina gore farkh standlar igin uygun notlari
secin, bu da haddeleme siireci, haddeleme hizi, hadde
yukleri, hadde Grind tiird ve boyutu, sogutma kosullari vb.
gibi unsurlari igerebilir.

-Kurulum / Installation

Celik kasa montaji ve Karbiir Rulo montaji, tasarim siirecinin
gerektirdigi hassasiyete tam olarak uygun bir sekilde
gerceklestirilmelidir. Karbiir Rulo, Mandrel ve Konik Kovanlar
icin dogru montaj, ne ¢ok siki ne de gevsek olmamalidir.
GCok siki oldugunda, Karbiir Rulolar gerilim altinda olur ve
daha fazla haddeleme kuvvetinin dalgalanmasi Karbiir
Rulolarin kirlmasina neden olabilir. Cok gevsek oldugunda,
Karbiir Rulolarin, Mandrel'in ve Konik Kovanlarin haddeleme
sirasinda goreceli olarak kaymasina neden olur, bu da Konik
Kovanlari ve Mandrel'i gizer ve sonug¢ olarak catlaklara yol
acabilir. Tesisi calistirmadan 6nce, Konik Kovanlarin ve
Mandrel'in montaj ylizeylerinin temizlenip temizlenmedigini
kontrol edin. Tesisi galistirirken Karbiir Rulolara g¢ekic veya
diger sert malzemelerle vurmak yasaktir.

-Sogutma / Cooling

Sogutma, termal yorgunluk gatlamasini 6nlemek ve servis
omriinii uzatmak igin etkili olmaldir. Finis standlar igin
onerilen sogutma suyu basinci 4-6 bar'dir ve her oluk igin
minimum 250~300L/dak akis (ve asadidaki tablodaki
gereksinimleri karsilamak en iyisidir) gerekir, bu da Karbiir
Rulo yiizey sicakhginin 50°C'nin altinda olmasini saglamak
icin gereklidir.

Tezgah
Stands

On Finis
Pre-Finishing

Sogutma Suyu Akisi
[WLELQENE

124 480~500

Finishing

5~8# 300~350

Kiigiiltme ve Boyutlandirma

Reducing & Sizing 200~250

-Sogutma suyundaki kati partikiil
icerigi, haddeleme siirecinde asindirici
olarak etki eder. Bu nedenle, sogutma
suyunun kati partikiil igerigini 15mg/
L'nin altina diislirmek igin ¢dkeltme ve
aritma iglemleri gereklidir.

-Sogutma Etkisi igin su sicakhgi,
sogutma etkisini saglamak igin 35
°C'nin iizerine gtkmamak iizere kontrol

edilmelidir. f
05 =~

04 =4

03 ==

02 ——

01

Cooling Water Flow
L/min Groove

480~500

-Solid Particles Content in Cooling
Water, acts as a abrasive during
rolling process. Thus sedimentation
and purification of Cooling Water
are required to reduce solid particle
content to less than 15mg/L.

-Cooling Effect, water temperature
should be controlled no higher than
35 °C to ensure the cooling effect.

TN T N N N N NN T T O |
\ L L I/
5 10 PH

Choose the appropriate Grades for different stands accor-
ding to the work condition, such as rolling process, rollin
speed, rolling loads, rolled products type & size, cooling
conditions etc.

Steel-Case mounting and assembly of Carbide Roll should
be strictly operated according to the precision required
by the design process. Proper fitting is needed for the
Carbide Roll, Mandrel and Conical Sleeves, which cannot
be over tight or loose. When it is too tiht, the Carbide Rolls
are in atensile state and more flucttuation of rolling force
will make the Carbide Rolls broken. When it is too loose,
it causes leads the Carbide Rolls, Mandrel and Conical
Sleeves to slide relatively

during rolling, which scratches Conical Sleeves and
Mandrel so resulting in cracks. Before running the mill,
make a check if the assembling faces of the Conical
Sleeves and Mandrel needed to be cleaned. It is forbidden
to knock at the Carbide Rolls with a hammer or other hard
materials when running the mill.

Cooling must be effectively to prevent thermal fatique
crack and to prolong the service flie. 4-6bar Cooling Water
Pressure is recommended for finishing stands, and a
minimum flow of 250~300L/min per groove (and it is best
to satistfy the requirement in the table below) is required
to ensure the temperature of the Carbide Rolls surface less
than 50°

Sogutma suyunun pH degeri, Karbiir Rulolar
tizerindeki korozyonu biiyilik olclide etkiler.
pH degeri <7.2 oldugunda kobaltin korozyonu
dramatik olarak artabilir. Bu nedenle, Co+Ni+Cr
tabanli GMR serisi notlari segilmelidir.

The PH Value of Cooling Water, has a large
influence of the corrosion on the Carbide Rolls.
When the PH value <7.2 the corrosion of cobalt
could be dramatically increased. Therefore,
Co+Ni+Cr based GMR series grades should be
selected.

Su Jeti
Shower Jet

Dolgu
Fillering

Temiz Noziil
Clean Nozzie

ic Hat Temizleme
Cleal inner Line

Deforma Gubuk L
Deformed Bar

/_\
Haddelenme Yénii ‘ %<
ing Directi o =
Rolling Direction 120 %, e
BF
o
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Nasil Kullanilir?
How To Use?

-Tanim / Definition

Kompozit Rulo, Karbiir Rulo'nun eglesen gelik saft ile 6zel bir sekilde
bilesik veya entegre edildigi, Yuvarlak Gubuk, ingsaat Demiri, Kare Gelik,
Diiz Celik, Kose Celik ve diger Profil Cubuklari tiretiminde kullanilan
bir ruldur.

The Composite Roll is the Carbide Roll compounded or integrated
with the matching steel shaft in a special way, which is used to
produce Round Bar, Rebar, Square Steel, Flat Steel, Angle Steel and
other Section Bars.

-Uygulama / Application
Kompozit Rulo, Geleneksel Cubuk Haddehanesi & Bobinli Cubuk Composite Roll is applied to Traditional Bar Mill &
Haddehanesi ile birlikte, 2~50 m/s haddeleme hizina sahip Coil Bar Mill, and the Intermediate Stands of high
yiiksek hizlh Tel Gubuk Haddehanesinin ara standlarina uygulanir.  speed Wire Rod mill with a rolling speed of

2~50 m/s.

*Geleneksel Cubuk Haddehanesi / Traditional Bar Mill

Orta, On Kesim ve Finis standlari igin
For Intermediate, Pre-slitting and Finishing stands.

D14 Ug Tel Dilimleme Haddeleme
D14 Three-Wire —

A& -

T(_ek Tel H_addele_me I s . -
Single Wire Rolling AN A
D16/D18 Iki Tel Dilimleme ; \N7 <
Haddeleme - Py Pl .—-—%—%—- 5
D16/D18 Two-Wire Slitting / i
Rolling hd ~

any P ;

Slitting Rolling

N ~ g
D10/D12 Dért Tel Dilimleme Wany Py
i G SV
D10/D12 Four-Wire LD, P
Slitting Rolling + ~ :
Ry b,
N ~

Renkli olan standlar Karbiir Rulo standlarini ifade eder.
The stands with color means Carbide Roll stands
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Nasil Kullanihr?
How To Use?

-Uygulama / Application

*Bobin Gubuk Haddehanesi / Coil Rod Mill

Kompozit Rulo, Geleneksel Gubuk Haddehanesi & Bobinli Composite Roll is applied to Traditional Bar Mill & Coil
Gubuk Haddehanesi ile birlikte, 2~50 m/s haddeleme hizina Bar Mill, and the Intermediate Stands of high speed
sahip yiliksek hizli Tel Gubuk Haddehanesinin ara standlarina ~ Wire Rod mill with a rolling speed of 2~50 m/s.
uygulanir.

Renkli olan standlar Karbiir Rulo
standlarini ifade eder.

The stands with color means
Carbide Roll stands.

Yiiksek Hizli Tel Gubuk Haddehanesi
High-Speed Wire Rod Mill

Yiiksek hizl tel gubuk haddehanesinin ara standlarina uygulanir.
It is applied to the intermediate stands of high speed wire rod mill.

Kiigiik Profil Celik Haddehanesi
Small Profile Steel Mill

Kose geligi, kare ve diiz gelik igin 6n finig standlari ve finis standlari
Pre-finishing stands and finishing stands for angle steel, square and flat steel.

Yuvarlak Celik Demir Kose Celigi Diiz Celik
Round Steel Rebar Angle Steel Flat Steel
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Tonaj & isleme
Tonnage & Dressing

Thermal mikro-gatlak belirli bir derinlige, genellikle 0,2~0,4 mm'ye ulastiginda, Karbiir Rulolar Giydirilmelidir. Genellikle
rutin Giydirme sirasinda besleme hizi 0,02~0,03 mm/ddniis arasinda kontrol edilmelidir. Haddeleme Tonaji, haddeleme
¢eliginin tiirli, haddeleme siireci ve haddeleme kosullari ile ilgilidir. Genel karbon geligi i¢in tonaj asagida onerilir;

When the thermal micro-crack extends to certain depth, generally 0,2~0,4mm, the Carbide Rolls need to be Dressed.
Normally the feed rate during routine Dressing shpuld be controlled to 0,02~0,03mm/round. The rolling Tonnage is related
to the king of rolling steel, rolling process and rolling condition. Tonnage for common carbon steel is suggested as below:

«On Finis Standlari: 4000~6000 tons *Pre-finishing stands: 4000~6000 tons
*Finig Standlari 5~8, 1500~2500 tons *Finishing stands 5~8, 1500~2500 tons
*Klicliltme ve Boyutlandirma Standlari: 800~2000 tons *Reducing & sizing stands: 800~2000 tons
Onerilen isleme Orani: Reccomended Dressing rate:
*Finis Haddehanesinin Son 1~2 Standinda: 0,4~0,8mm *In the last 1~2 stands of finishing mill: 0,4~0,8mm
*On Finis Haddehanesinde: 1,2~2,0mm *In the pre-finishing mill: 1,2~2,0mm
*Finig Standlari 1~4: 2500~4000 tons *Finishing stands 1~4: 2500~4000 tons
*Finig Standlari 9~10: 800~2000 tons *Finishing stands 9~10: 800~2000 tons
Depolama
Storage

Karbiir Rulolar kirilgandir ve kolayca ¢atlamaya egilimlidir. Carbide Rolls are fragile and tend to crack easily. It is

Karbiir Rulolarin tasima ve depolama siirecinde birbirine forbidden for the Carbide Rolls to impact each other (or with

(veya diger sert malzemelerle) darbe almasi yasaktir. other hard materials) during the transportation & strorage

Karbiir Rulolar saglam ahsap ambalajlara yerlestirilmelidir. process. Carbide Rolls should be stored into solid wooden
package.

Avantajlar
Advantages

*Celik Griinlin kalitesini artirir, Griin ylizeyinin kalitesi *Promote the quality of steel product, the quality of products
ve toleransi 6nemli Olglide iyilestirilir ve negatif sapma surface and tolerance received thoroughly improced, and
kontrolii ¢cok hassastir. negative deviation control is very accurate.

*Oluklarin ve makaralarin degisim sikhgini ve durus siiresini *Reduce the changing frequency of grooves and roll and
azaltarakhaddehane ¢alisanlarininis yogunlugunu hafifletir, downtime, thus alleviate the labor intensity of the staff in
haddehane kullanim oranini ve Gretimi artirir, bdylece tesis rolling workshop improve the utilization rate of rolling mill
ayni donemde daha biiyiik ekonomik faydalar yaratabilir.  and production, so the mill can create greater economic

*Mamul Grlin oranini artirir. benefits at the same period.

*Ton basina ¢elik maliyeti disiktiir, bu da {retici igin *To improve the finished product rate;

maliyet azaltma ve fayda artirma igin etkili bir yoludur. +The per ton steel cost is lower that is and efficient path of
Kalite cost decreasing and benefit increasing for the producer.
Grade

Karbiiriin baslica bilesenleri, tungsten karbiir partikdilleri ve e Toklu
metal baglayicidir (genellikle kobalt olarak), gerekirse termal Fracture Toughness
¢atlamaya karsi egilimini ve korozyon direncini artirmak igin

nikel, krom, vb. eklenir. Farkl baglayici icerigi ve buna bagh §§ Yggrl::lltl;/k
WC partikiil boyutu nedeniyle farkli karbiir dereceleri olugur. 35 Fractufe Toughness
Firmamiz, farkll haddehane ve standlar igin uygun olan bir & & Sertlik
dizi karbiir rulo derecesine sahiptir. f,f,z; Hardness
E, “84_ Aginma Dir'enci )
The main components of the carbide are tungsten carbide < Abrasive Resistance RS
particles and metal binder (ofter as cobalt) when required, ° §
adding nickel, chromium, etc, to improve its thermal cracking £ &
tendency and corrosion ressitance, etc. Different carbide &

grades are formed due to different binder content and
corresponding WC particle size. Our company has series of
carbide roll grades that are suitable for different rolling mill
and stands. ® Binder Content %

7

5 10 15 20 25 30



TUNGSTEN KARBUR RINGLER

TUNGSTEN CARBIDE RINGS

Karbiir Rulolar igin igletme Onerileri
Operational Suggestions For Carbide Rolls

Karbiir Rulo, yiiksek sertlik ve milkemmel asinma direncine sahip tungsten karbiir ve baglayicidan olusan bir tiir takim
malzemesidir. Karbdir rulonun iyi agsinma direnci, uzun dmiir ve yiiksek verimliliginden faydalanmak igin, karbiir rulo satin
alirken ve kullanirken asagidaki ipuglari énerilmektedir.

Carbide roll is a kind of tool material which consists of tungsten carbide and binder with high hardness and excellent wear
resistance. To take advantage of good wear resistance. longer lifetime and high efficiency of carbide roll during the high

speed rolling, some tips are suggested as follow when purchasing and using carbide rolls.

Kalite Segimi
Grade Selection

Karbiir notalarinin 6zelliklerinin genel bir anlayisi, haddehane
standlarindakirulolarigin notalarindogru bir sekilde secilmesi
igin temel olusturur ve en iyi haddeleme performansini elde
etmek igin cesitli haddehane standlari igin en iyi notalarin
optimal bir kombinasyonu gereklidir.

Rulo Montaiji
Roll Installation

1.Rulo eslesmesi bir standdaki rulo giftlerinin dig ¢aplari
ayni ¢gapin £0.05 mm iginde bitirilmis olmalidir.

2.Montaj oncesi 1Isitma montajdan once, makaralar ve konik
kovanlar 25-30°C izotermal bir ortamda tutulmalidir; ayni
zamanda saftlara sicak su dokiilerek veya serbestge
dondiirulerek yaklasik 20-30 dakika on isitma yapilmahdir.
3.Dogru montaj makaralar, stand saftlari ve konik kovanlar
icin uygun bir montaj gereklidir; bu montaj ne ¢ok siki ne de
gevsek olmamalidir. Cok siki oldugunda, makaralar gerilim
altinda olur ve daha fazla haddeleme kuvveti dalgalanmasi
makaralarin kirllmasina neden olabilir; cok gevsek
oldugunda ise, haddeleme sirasinda makaralarin,

saftlarin ve konik kovanlarin goreceli olarak kaymasina
neden olur, bu da konik kovalari ve saftlari gizip ¢atlaklara
neden olabilir.

4.0n kontrol ve temizlik tesisi galistirmadan dnce,
makaralarin ihtiyaglar karsilayip kargilamadigini kontrol
edin; makaralar, konik kovanlarin montaj yiizleri ve saftlarin
temizlenmesi gereklidir. Montaj sirasinda makaralara gekig
veya diger sert malzemelerle vurmak ve tagima ve kurulum
sirasinda birbirine garpmak makaralara zarar vermemek
igin yasaktir.

An overall understanding of the properties of carbide
grades is a basis for correctly selecting the grades for
rolls used in the stands of rolling mills, and an optimal
combination of grades is required for the various stands
of rolling mills to get best rolling performance.

1. Rolls matching outside diameters of the pairs of rolls
in one stand must be finished within £,05mm of the same
diameter.

2. Before mounting, rolls and conical sleeves should be
kept in a 25-30° isothermal case, at the same time, pour
hot water on the shafts or free run about 20-30 minutes to
pre-heat them.

3.Proper fitting is needed for rolls, shafts for stands and
conical sleeves, which can not be over tight or loose.
When it is too tight, the rolls are in a tensile state and more
fluctuation of rolling force will make the rolls break; when it
is too loose, it causes the rolls, shafts and conical sleeves
to slide relatively during rolling, which scratches conical
sleeves and shafts resulting in cracks.

4.Before running the mill, make a check if the rolls meet
the needs, and the rolls, the assembling faces of the
conical sleeves and the shafts need to be cleaned. It is
forbidden to knock at the rolls with a hammer or other hard
materials when mounting and to impact each other during
the transportation and installation to prevent rolls from
damage.
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Sogutma Gereksinimi
Cooling Requirement

Sogutma, makaralarin termal korozyonu, yorgunluk ve stres lizerindeki etkiyi azaltmaya yoneliktir. Makaralarin catlamasini
onleyebilir ve gatlaklarnn diflizyonunu yavaslatarak oluklarin émriini uzatabilir. Sogutma, makaralarin performansini
optimize etmede 6nemli bir rol oynar.

Sogutma icin referans veriler su sekildedir:

Sogutma suyu sicakhginin genellikle ortam sicakhgini 6°C'den fazla asmamasi, genellikle 30-35°C'den diisiik olmasi
daha iyidir. Sogutma suyu basinci 4-6 bar arasinda olmalidir ve su hacmi, son iki stand i¢in 350-400 It/dakika ve diger
standlar icin 250-350 It/dakika olmalidir. Su, radyal bir yonde pliskiirtiilir ve su jeti ile makaralarin donme yonii arasindaki
acl 15-30 derece olmalidir. Su siitununun genisligi, olugun genisliginin yaklasik 2 kati olmali ve su, dogrudan oluklara
puskirtilmelidir. Su pliskiirtme islemi sirasinda suyun dagilmamasina veya sisli olmamasina dikkat edilmelidir. Ana
nozul, su hacminin %30'unu gubuk ¢ikisina dokmelidir ve nozul, makara yiizeyinden yaklasik 20 mm uzaklikta olmahdir.
Su icindeki kati partikiiller, haddeleme sirasinda asindirici tanecikler olarak islev goriir ve bu da makaralarin 6mriinii
azaltabilir. Haddeleme durduktan sonra gecis yiizey sicakliginin ortam sicakligini 20°C'den fazla asmamasina dikkat
edilmelidir.

Cooling is intended to reduce the influence on the thermal corrosion of rolls, fatigue and stress during rolling. It can
prevent the rolls from cracking and slow down the diffusion of cracks, prolonging the life time of grooves. It plays an
important role in omtimizing the performances of rolls.

The reference data for cooling are as follow:

It is better that the temperature of cooling water does not exceed the ambient temperature by more than 6°C, usually less
than 30-35°C, pressure of cooling water is 4-6 bar with a water volume of 350-400I/min (last two stands) and 250-350l/
min (other stands). The water is jetted in a radial direction and the angle between the water jet and the rotating direction
of rolls is 15-30 degress. The width of the water column is about 2 times that of the groove and the water should be
jetted directly into the grooves and the water should not be scattering or misty, the main nozzle should pour 30% of water
volume on the bar exit, the nozzle is about 20 mm away from roll surface.

The solid particles in water work as abrasive grains when rolling and this would decrease rolls life time. After stopping
rolling, the pass surface temperature should not exceed the ambient temperature by more than 20°C.

Makul Silindirleme Tonaji Bagina
Reasonable Rolled Tonnage Per Pass

Siriikleme sirasinda olugsan oluklardaki mikrocatlaklar *Stands of pr-finishing mill: 3,500-4,000 tons

kaginilmazdir ve belli bir derinlige ulastiklarinda (genellikle +1-2 stands of finishing mill: 3,000-4,000 tons

deneyime dayanarak yaklasik 0.2-0.4 mm), tekrar taglanmalari *3-4 stands of finishing mill: 3,000-4,000 tons

gerekmektedir. Asiri siiriikleme, mikrogatlaklarin derinligini *5-6 stands of finishing mill: 2,000-3,000 tons

hizla artirir ve ezilmis makaralarin tehlikesini artinir, bu da *7-8 stands of finishing mill: 2,000-3,000 tons

onlenmelidir. *9-10 stands of finishing mill: 1,000-1,800 tons
*Stands for reducing and sizing mill: 600-1,200 tons

Farkli siiriikleme kosullarina bagh olarak degisebilen yliksek

hizh siiriikleme degirmenlerinde tel cubuklari i¢in her taglama

isleminden sonra onerilen silindir tonaji genellikle asagidaki

gibidir.

During rolling microcracks in grooves can not be avoided, and
they need to be reground when they are at a certain depth
(about 0.2-0.4mm based on experience.) Excess rolling causes
the depth of microcracks to extend rapidly and dangers of
crushed rolls increase, which shpuld be preventedi.

The rolled tonnage normally after each regrinding is suggested
as follows for wire rods in high speed rolling mills which may
vary depending on different rolling conditions.
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Oluklarin Yeniden Taglanmasi
Regrinding of Grooves

Normalde, olugun haddeleme igleminden sonra bir siire gegtikten sonra mikro ¢atlaklar meydana gelebilir ve bu mikro
¢atlaklar yaklasik 0,2-0,4 mm'ye ulastiginda makarayi yeniden taslamak gerekebilir. Mikro gatlaklar, tekrar taglama
sirasinda tam olarak taglanmalidir; aksi halde, taglanmamis mikro g¢atlaklar, bir sonraki haddeleme sirasinda daha hizh
bir sekilde genigleyebilir ve muhtemelen makarada g¢atlaklara neden olabilir. Tim siniflardaki makaralar, elmas taslama
tekerlegi ile taglanmalidir, ancak YGR55 ve YGR60 makaralari tornalanabilir.

Normal haddeleme sonrasinda onerilen taglama miktarlari sunlardir:
*Finis haddehane 9-10 numara makaralar igin (0,4-0,6) mm

*Finis haddehane 1-8 numara makaralari igin (0,7-1,2) mm

*On finis haddehane makaralari igin (1,2-2,0) mm

Normally microcracks will occur after the rolling of the groove for some time and when the microcracks extend to about
0,2-0,4mm the roll has to be reground. Microcracks must be reground thoroughly when regrinding, otherwise the unground
microcracks will extend more rapidly during next rolling and probably make the roll cracks. Rolls of all grades would be
ground by diamond wheel but the YGR55 and YGR60 rolls may be turned.

The reccommended amount of regrinding after normal rolling is as follows:
*Rolls for stands 9-10 of finishing mill (0,4-0,6) mm

*Rolls for stands 1-8 of finishing mill (0,7-1,2)mm

*Rolls for stands of pre-finishing mill (1,2-2,0)mm

Sicak Hadde igin Kompozit Ringler
Composite Rolls For Hot Rolling

Cubuk demir ve cgubuklarin (yuvarlak, diiz ve agilh gubuklar) haddeleme islemleri icin, kompozit makaralar gegis
degisikliklerinin ve makara degisikliklerinin siirelerini dnemli dlglide azaltabilir, is yogunlugunu diisirebilir, Gretkenligi
artirabilir, haddeleme celigin ylizey kalitesini ve verimini iyilestirebilir.

Hidrolik somun kilit sistemi ve yiiksek basingli yag beslemesi ile, hidrolik somun, karbiir makaralari saftlara sikica
baglamak igin bir eksen 6n germe kuvveti olusturur. Bu sistem pratik ve glivenilirdir ve uygun 6n yiik stresi korumasi
altinda kompozit karbiir makaralarin daha yiiksek performanslarini saglar.

Mekanik montaj sistemi miisterinin ihtiyacina gore de saglanabilir.

For rolling rebars and bars (round, flat and angle bars), composite rolls can substantially reduce the times of pass changes
and roll changes, reduce labor intensity, increase productivity, improve surface quality and yield of rolled steel.

With hydraulic nut locking system and in-feed of oil with a huge pressure, the hydraulic nut creates and axial pretighening
force and fasten the carbide rolls to the shafts. The system is practical and reliable and ensures higher performances of
composite carbide rolls under the protection of a proper preload stress.

Mechanical assembly system is also available as per customer's need.
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Kesici Takimlar
Cutting Tools

Torna & Frezeleme & Oluk Agma Makineleri
Lathe & Milling & Notching Machines

Alagim Makaralari & Halkalar & Makaralari
Alloy Rolls & Rings & Rollers
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