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Fig. 1 Approximate profile of blank
during ring rolling process

1 —Main roll; 2 — M andrel; 3 —Blank
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Fig. 2 Omrline dimension test of rings
with stepped holes in rolling process
(a) —Diagram of measure and control system;
(b) —Principle of dimension test
1 —Main roll; 2 —Centring roll; 3 —M andrel;
4 —Workpiece; 5, 6 —Dimension sensor;

v o —Radial feed velocity;

v 4 —Incremental velocity of diameter
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Fig. 3 Curves of diameter variation
with radial thickness for
workpiece in rolling process

1 —M easurement value; 2 —Calculated value
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DIMENSION CONTROL METHOD OF RINGS
WITH STEPPED HOLES DURING RING ROLLING PROCESS

Huang Shangyu, Zhu Chundong, Chang Zhihua, Zhang Shaohua, Shen Chengyi and Zhang Meng
School of Automotive Engineering,
Wuhan A utomotive Polytechnic University, Wuhan 430070, P. R. China

ABSTRACT Dimension control is a key problem to be solved while applying ring rolling process to practical produc-

tion. The dimension variation rule of ring with stepped holes during rolling process have been studied and the defect of di-

mension control method in available ring rolling machine has been indicated. T he calculating formula has been established

for onrline prediction of the precise rolling position for ring with stepped holes and the dimension control method used in

radial rolling has been given out.
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