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GENERAL MACHINING TOLERANCE - GRADE MEDIUM ( UNI EN 1SO 22768 ) REMOVE SHARP EDGES
TOLLERANZA GENERALE DI LAVORAZIONE - GRADO MEDIO ( UNI EN ISO 22768 ) TOGLIERE SPIGOLIVIVI
size above delmwsdil oltre (; 6 | 30 | 120 | 400 1000 [2000] 4000 g*:l’;':; 0.5x45°  R=05
Upto | dimensioni [Tfinoa 30 | 120 | 400 {1000 | 2000 |4000
Tolerance Scostamenti | 0.1 | £0.2 | 0.3 | £0.5 | £0.8 | 1.2 | #2 | £3
204,8 146,2 1598 CAMICIA (Shell) 146,2 204,8
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LEGENDA RICAMBI

SPARE PARTS LEGEND

FICIO TE

UFFI CNICO
VALIDO PER COSTRUZIONE

A RICAMBIO CONSIGLIATO

RECOMMENDED SPARE

o

RICAMBIO OBBLIGATORIO

REQUIRED SPARE

E

RICAMBIO STRATEGICO

STRATEGIC SPARE

48 [V.T.C.E.I. M16x70 - UNI Socket head screw | 303 | Acc. CL. 8.8 C101000521 0,2
5931 M16x70
2 |Guarn. a collare per sede  |Gasket 302 | HPUROSSO | (C301001547 | 0,2 |A/O
2800x@782.4x12,5
2 |Baderna 10x10 - Fibra Baderna 301 | Fibra ceramica | C301000666 | 0,3 [A/O
ceramica + Inconel L=2700 + Inconel
2 |Anello premiguarnizione Seal press ring 104 S355R 49-10-33B-104 | 46,5
EN10027
2 |Anello di battuta cuscinetto |Bearing stop ring 103 | 42CrMo4 UNI | 49-10-33B-103 | 65,7
EN 10083
1 |Camicia Shell 102 MO22 60-10-33B-102 |3114,5
1 |Corpo rullo Core 101 | 42CrMo4 UNI | 60-10-33B-101 |9004,9
EN 10083
Q.ta Descrizione Description Pos. Materiale Numero Parte | Massa |RIC.
2 AB. R.V. R.V. 12352,0 kg
Ti Disegnato Verificato Autorizzato Materiale Massa
g E Descrizione:
i ASSIEME RULLO DI COLATA
ﬁ; (Assembly roll)
2 FORI - M48x3 3 "
x GOLFARE : Disegno N. Scala:  1:7
.7 o ..
{/'..linH;]QO I:in H,0 B E—@ 60-10-33B-001 Revisione: 0
sout 1120 U - out H,0 % Foglio: 1 di 2
——?——(2;':0) - 2 A termine di legge e' rigorosamente vietato riprodurre o comunicare a terzi il contenuto del presente disegno
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GENERAL MACHINING TOLERANCE - GRADE MEDIUM ( UNI 5307-63 ) REMOVE SHARP EDGES
TOLLERANZA GENERALE DI LAVORAZIONE - GRADO MEDIO ( UNI 5307-63 ) TOGLIERE SPIGOLIVIVI

size |22 | Guppoai [ ole [ - | 6 | 30 120 | 315 [1000 20004000 Shamfer 55 R=05

2 Upto | dimensioni [finoa | 6 | 30 | 120 | 315 | 1000 |2000 | 4000 musso

Tolerance Scostamenti | 0.1 | £0.2 | 0.3 | £0.5 | £0.8 | 1.2 | #2 | £3
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= AB. R.V. R.V. 12352,0 kg
Ti Disegnato Verificato Autorizzato Materiale Massa
g E Descrizione:
HE ASSIEME RULLO DI COLATA
(] (Assembly roll)

Disegno N. Scala: 1:5

F(1:1)

5—@ 60-10-33B-001 Revisione: 0

Foglio: 2 di 2

A termine di legge ' rigorosamente vietato riprodurre o comunicare a terzi Il contenuto del presente disegno
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CONER AL HACHINING ToLERAGE - GRADE NEDRN (N EN 150 227587 RENOVE STAR? EDGES
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(TIPICO)
ESEGUIRE MARCATURE CON FRESA
SFERICA @3 PROFONDITA' 3mm.
IL NUMERO SERIALE
(CHE SOSTITUIRA' LA SOLA DICITURA "XXXX")
VERRA' COMUNICATO DAL NS, REPARTO COLLAUDO
VEDI DIS. 49-10-338-106
114
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6 FORI #32 VALIDO PER COSTRUZIGNE
65 = AB. [ RV. [ RV. [ 42GMo# UNIEN 10083 [ 9004,9 kg
Ti Disognato | Verlficato | Autorizzato | Materiale | Massa
8 || Descrizione:
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1 2 I 3 L T 5 6 7 8 9 10 il 2 13 1A 1 I 16 17 18 i) 20 21 27 73
Bearbeitungshinweise zum Ballenschliff/ Important Instructions for Roll Grinding 5 Schleifmape der wa#z; . \
rinding dimensions of BU
Wichtige Bearbeifungshinweise zum W alzenschliff! Important Instructions for Roll Grinding 321005
- Check the barrel surface for damages., micro-cracks, material fatigue on the outer barrel layer and strain hardenings during (215) (2780) (215) L
- Bei jedem Walzenwechsel die Ballenoberflache auf Schaden. Mikrorisse. Ermii-dungsschicht und Kaltverfestigungen priifen each roll change (typical operation time of the back-up roll: 1200 to 1500 working hours). o3 o
(typische Einsatzdauer der Stiitzwalze: 1200 bis 1500 Arbeitsstunden). - grind off the barrel surface sufficiently so that the material fatigue on the outer roll surface and any strain hardenings are (625) BL= 1530 625 90 (125)
- Die Ballenoberflache ausreichend abschleifen. sodass die dupere Ermidungsschicht und alle Kaltverfestigungen completely removed (usually the barrel is ground off by some 1/10 mm) (125) (90) (465) 160 WB= 1500 160
abgeschliffen werden (typischer Abschliff des Ballens sind einige 1/10 mm). - Grind off minor damages. B
- Kleinere Schaden durch Abschleifen beseitigen. - Risk of surface damages (spalling), if material fatigue on the outer barrel surface as well as strain hardenings and h=15 B= 125 W= 1250 B= 125 h=15
- Bei zu geringem Abschliff der duperen Ermidungsschicht und aller Kaltverfestigun-gen sowie nicht hinreichend micro-cracks are insufficiently ground off!
abgeschliffenen Mikrorissen besteht die Gefahr von Abplatzungen aus der Oberfldche! - Depending on the rolling process., camber grind the barrel by some 1/100 mm.
- Den Ballen abhdngig vom W alzprozess um einige 17100 mm ballig schleifen.
Grinding Conditions .
Voraussetzungen zum Schleifen 82
- To avoid any grinding failure let the back-up roll cool down to ambient temperature. v/
- Zur Vermeidung von Fehlschliffen die Stitzwalze auf die Umgebungstemperatur abkiihlen lassen. - The back-up roll must not overheat during the grinding procedure (low grinding speed to be considered). 1
- Die Stitzwalze darf wahrend des Schleifvorgangs nicht Gberhitzen (geringe Schleifgeschwindigkeit beachten). - If available (e.g. VC roll). use the centring cover to clamp the roll into the grinding machine. C
- Falls vorhanden (z. B. VC-Walze), den Zentrierdeckel zum Einspannen in die Schleifmaschine verwenden. 0.4 8’5 8~2 0.4
Verification 0.2 C K v/ 0%/
Prifen 2
- Check all dimensions and the concentricity tolerance for deviations. If necessary correct them by repeated grinding 3 -
- Alle Mape und die Rundlauftoleranz auf Abweichungen prifen. Falls erforderlich, durch wiederholte Schleifvorgange procedures. ? Ov/ —] & M ,
korrigieren. - Check the barrel surface for damages and guality. —1 sl <3| —
- Die Ballenoberflache auf Schaden und Gite priifen. - Measure the hardness of the barrel surface. If the hardness does not correspond to the reference value. the material &% IXES 35 -
- Die Harte der Ballenoberfldche messen. Weicht die Harte vom Sollwert bei Ausliefe-rung ab. wurden die fatigue on the outer barrel layer and strain harden-ings were not sufficiently ground off. In this case. repeat the grinding ] N 5| & D
Ermidungsschicht und die Kaltverfestigungen nicht ausreichend abgeschliffen. Den Schleifvorgang wiederholen procedure until all strain hardenings and any material fatigue on the outer barrel layer will be removed. 2 = = S &
bis alle Kaltverfestigungen und Ermiidungsstellen abgeschliffen wurden. S R |_ ,’é ﬁ- W B by |_ 2 R A 33|85
Barrel Relieve Grinding | _ 1 _ _ 1oL 1| |® i _ i . _ I D
Ballenfreischliff N _ -
- To avoid any material damages, it is absolutely necessary to do the relieve grinding of the backup roll barrels after each 38 E =1 N
- Zur Vermeidung von Materialschdden den Ballenfreischliff zwingend bei jedem Nachschleifen der Stitzwalzen durchfiihren. regrinding. 3| >
- Die Ballenenden gemap der Cosinus-Schleifkurve oder den zugehdrigen Stiitzwerten der Tabelle ballig schleifen. - Grind the barrel edges according to the cosine-grinding curve or the respective val-ues of the table. ) LA
- Den Ballenfreischliff bei jedem Schleifen der Stitzwalzen durchfilhren. - Do the relieve grinding during each regrinding of the back-up rolls. =Y g S
- Den Schleifstein am Ende des Ballenfreischliffs “Bs" an der Fase iber die Ballenkante ins Leere hinausfahren. - Move the grinding wheel out of the barrel relieve grinding area via chamfer (h) be-yond the barrel edge. — g ol & — £
- Die Bereiche vom Ubergang der zylindrischer Ballenldnge “W“ zum Freischliff “Bs” sowie (iber den gesamten Freischliff |- Smooth the transition zones between the cylindrical barrel length “W* and the barrel relieve grinding area “Bs” to be — g —
des Ballens “B#”, falls erforderlich. stufenfrei und riefenfrei von Hand nachglatten. rounded off and. if necessary. smooth manually free of any tool marks. g
Freischliffmape Dimensions of Barrel Relieve Grinding Area 1N
A-A F
-Das Map fir die zylindrische Ballenlange “W“ ist konstant und muss bei jedem Schleifen eingehalten werden. Dimensions of Barrel Relieve Grinding Area
- Die Mape fir den Ballenfreischliff “B=" ergeben sich aus der Cosinus-Schleifkurve “y(x)” (Referenzwerte stehen in der
Ballenfreischlifftabelle). - The cylindrical barrel length “W* is constant and must be kept during grinding.
- Die Fase “h=" wird nicht nachgeschliffen. - The dimensions of the cylindrical barrel relieve grinding area “B=" are derived from fhe cosine grinding curve “y(x)” M
- Der Freischliff erfolgt dber die Kante der Fase hinaus, so dass “B=" mit jedem Schleifvorgang breiter wird, die (reference values are indicated in the “Barrel Relieve Grinding Table”)
Fasenbreite “h#” wird schmaler. - Chamfer “hs” must not be reground.
- The barrel relieve grinding must be done beyond the chamfer “hs", so that during each grinding procedure “Bs”
will get wider, and the chamfer width “h=" will be reduced. X X X G|
Schleifmape der Walze mit aufgezogenen Ringen
Grinding dimensions of BUR with mounted rings
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area of barrel free grinding — - R 9 04, 2
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breiter, die Fase h wird schmaler. — . o .
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drallfrei geschliffen
N - — - 7
—— walzlagefr-lnnenrinfge nal:Zh dfem A-A Grounded twist free()
Aufziehen auf den Zapfen " =
fertiggeschliffen Schrumpfring
Roller Bearing- inner rings. finish shrink ring L
grind after mounting onto the neck
Freischliffmape am Beispiel des Ballenduchmessers 750mm Schleifempfehlung
Taper dimensions using the barrel diameter 750mm as an example grinding recommendation
. - Wdlzlager Innenringe Walzballen M
Benennung Formelzeichen Einheit Wert/ Ref‘-Wer‘TO roller heagring inner rgings barrel
name formula symbol unit value/ ref.-valuey Vorschub 1/3-1/2 Stheibenbreite pro 1/3-1/2 Stheibenbreite pro
o « Diese Mape verandern sich beim W alzenabschliff L. Undrehung _d.Walze. Undrehung_d-Walze.
Zylindrischer Ballendurchmesser » m DA=750 This di h h duri W grindi Zuslelltiefe 0,005 - 0,01 mm 0,002 - 0,01 mm M
Cylindrical barrel diameter D 0 IS dimensions changes during roll grinding prozess setting depth ! B g B
Schleifempfehlung fuer die Innenringe W erkstickgeschwindigkeit . .
Zylindrische Ballenlaenge w mim 1550 Nacl; dem Fertli;gscnleifen der Innenringe soll der Laufbahndurchmesser workpiece speed 40 m/min 40 m/min
N " im folgendem Bereich liegen: Scheibenharte i
Cylindrical barrel length $539.670 - B539.640 mm. wheel hardness I - K soft/ medium N
. . K Der maximal zuldssige Unterschied der Laufbahn- X =
Ballenlaenge incl. 2x Freischliff » mm WBA=1800 durchmesser der Innenringe eines Zapfens zueinander soll 0.020 mm nicht g!}ngr‘ppe 60 - 80 keram. Bindung |36 - 54 Kunstharz/ resin bond
Barrel length incl. 2 tapers WB 0 iberschreiten, wobei die zuldssige Abweichung von der g_»' 5_'"
Referenzwerte der Cosinus-Schleifkurve I%);lrlna?:tfggpau(r‘lzv‘l)e.r(‘)?SR:néeEegrtsioglén:l Innenring- E;lgll:;'ﬂel water-soluble cutting fluid water-soluble cutting fluid |
Freischlifflaenge * mm B,=125 reference dimensions for cosinus grinding |||taufbann soll zwischen 0.2 -0,4 Liegen. Schnittgeschwindigkeit
B i i ) i g g 25 m/s 16 - 40 m/s
Stress reduction taper length Eafh;:lsl%nl‘ffen Elrr:jllennmlqgezkgl;n%qsalzj(hEqsél: weiter cutting speed
1 w ul W I u el
Freischliffdurchmesser . T 2749.320 ylx) = FO = {1 - cos(90 7 BO = x)} zuldssi E:;guz;grgrenze des Laufbahndurchmessers 0
" . mm 0" : von : . mm.
Stress reduction taper diameter T
. X [mm] Y [mm]
Freischliffmap B* mm F0:0,3L Werte auf den Radius der Walze bezogen 0 0 lil;indir;g re:ommendario? for inner rings T T -
Taper height i i i i ter finish grinding of the inner rings the track diameter shall be s | ol
D g dimension given for Radius of roll 7 001 i the following range: @ ACHENBACH w5 | wos | s
: $539.670 - $539.640 mm. — — BUSCHHUTTEN il
Ballengesamtlaenge BL mm 1830 50 0.065 The max. allowable difference of the track diameters of the inner rings on I - e — T BT00011950 -
Total body length one journal shall not exceed 0,020 mm ., = N - e ST P
75 0,140 whereby the allowable deviation of the cylinder form shall - N g [ [ e ) Stuetzwalze D. 750 x 1500
Fasenbreite . h.=15 100 0.735 e < 0.005 mm. Ra of the f - |- = T | e g o Wit Ringen
mm = N he average peak-to-valley height Ra of the finished inner ring = Z — s o o 1 irstien ¢ smesliicates
Chamfer Length h 0 track shall be between 0.2 -0.4. 1 - — [ e packu Foll dis 750 ¥ 1500
125 0.340 The afore - mentioned inner rings can be reground down to an 1= B e [ e S N 'oui's P
htiff Funktion _ _ allowable lower Limit on the -1- A i s = | <o s 150 w0 e B 2 _H~ Frokdhos st 1
Ef‘ilhdin unktion yix) = Fy = {1 - cos(90 / By = x)} 150 (future) 0.445 otk Giamerer of. $3539.450 mm. Frstamsgne 7 sl eie T [eemeamwnr | BdaE Bl
9 e hmers e | [ T
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Hmetnost jadra — 4200 kg
Hmotnost bandaze — 1100 kg
Hrmotnost celého valce — 5300 kg
Material jadra AFNOR 35CD4 { CSN 15 141, DIN 35CrMo4 )
5300
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Poznamky ! K
Povrchové kalit
Tvrdost téla valce 73-77 HSh "D" Original, hloubka min. 20 mm
Tvrdost Eept valce 50-60 HSh "D" Original
Max. rozdil tvrdosti téla valce max. +/-1 HSh —
Hazivost Eepl a téla valce max. 0,005 mm
Povrch téla valce nesmi vykazovat posuv po brusném kotouci
Povrch ¢epl valce nesmi vykazovat osekani po obrouseni ( tisicihran )
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Pohled "P" Detail"D"
(1:2)
Poznamky !
Tvrdost téla valce 70-74 HSh "D" Original, hloubka min. 20 mm
Tvrdost ¢epu valce 50-60 HSh "D"
Max. rozdil tvrdosti téla valce max. +/- 1 HSh
Povrchové kalit
Hazivost Cepu a téla valce max. 0,005 mm
! Povrch téla valce nesmi vykazovat posuv po brusném kotouci
_ ol ) Povrch €epu valce nesmi vykazovat osekani po brouseni ( tisicihran )
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Q Technické podminky !
St
1) — - — povrchové kalit
2) Tvrdost téla valce 94 - 96 Shore "D" a neprekro¢i +- 1° Sdore "D" K
3) Tvrdost Eepli vélce 45 - 50 Shore "D"
4) Hazivost ¢epl a téla valce max. 0.005 mm
5) Vélce musi byt sparovany a oznaceny, rozdil pr.téla valce u paru max. 0.02 mm
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Poznamky !

Povrchoveé kalit

Tvrdost téla valce 97 - 100 HSh "D" Original , hloubka min. 12,5 mm

Tvrdost ¢epu valce 50 - 60 HSh "D" Original

Max. rozdil tvrdosti téla valce max. +/-1 HSh

Hazivost ¢epli a téla valce max. 0,005 mm

Povrch téla vélce nesmi vykazovat posuv po brusném kotouci

Povrch Eepu valce nesmi vykazovat osekani po brouseni ( tisicinran

Valce musi byt sparovany a oznageny, rozdil praméru téla valce u par max. 0.02 mm

1| PR260X3000 | VVKOVEK | 7CRMOV [ 8830 | | I
ks | NAZEV - ROZMER | POLOTOVAR | WAT.KONEGNY | C.VAHA | HR.VAHA| CISLO-WKRESU | POZ
o | HAVLIK

oo -

VYR PROVEDNAL onE 18.11.2019

e Q2,03 SKUPINA STARY VYKRES
AL INVEST| ya
Pracovni vélec Q2-414
1 st

1 2 3 4 5 6 7 8 9 10 1 12 13 14 T 15 T 16




A-A

10,2 P9 - délka 95
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10,2 PQ - délka 95

Tvar drazkovani " A"

CSN 014946

Poznamky !

Srazit hrany 10 x 20°
na vSech zubech

Tvrdost téla valce 97 - 100 HSh "D" Original, Hloubka min.12,5 mm
Tvrdost ¢epl valce 50-60 HSh "D"

Max. rozdil tvrdosti téla valce max. + 1 HSh

Povrchové kalit

Obvodova hazivost ¢epl a téla valce max. 0,005 mm

Povrch téla valce nesmi vykazovat posuv po brusném kotougi
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Povrch ¢epl valce nesmi vykazovat osekani po obrouseni ( tisicihran )
1%} 8 Vaélce musi byt sparovany a oznacéeny, rozdil priméru téla valce u paru max. 0,02 mm
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1 Vyroba 1 Manufacture
1.1 VSechny drazky a radiusy musi byt lestény v logitudialnim sméru tak, 1.1 Allchannels and radia are to be polished in logitudinal roll direction
aby byly zcela bez pruhd a véechny ostré hrany musi byt zaobleny. to be entirely free from strias, and all sharp edges are to be round off.
1.2 Pokud musi byt valec z vyrobniho divodu opatien otvorem ( bez pruht ) 1.2 If for reasons of manufacture there has to be provided a bore

Pohled "X" Pohled "Y' Pohled "

v podéiné ose vélce, musi o tom rozhodnout vyrobce. Otvory pak musi byt uzaviené brousenymi zatkami. ( free from strias ) in the longitudinal axis of the roll, the manufacturer has to decide this.
The bores must then be closed with grinding plugs.

2. Brouseni valcl 2. Grinding of rolls
2.1 Jemné brouseny valec se montuje mezi stredici dilky ( v pfipadé potieby podepfeny ve stabilnich opérkach ) 2.1 The fine-finished roll is to be mounted between the centers ( support by back-up-rollers, if required )
2.2 Hrubé brouseni loZiskového gepu "A" . 2.2 Rough grind the bearing journal "A"
20 2.3 Namontuijte loZiskovy Eep "A" mezi stabilni opérky a dokongete jeho brouseni ve stabilnich opérkach. 2.3 Mount the bearing journal "A" between the steady rests and finish grind it in the steady rests
04/ A | ( pﬁ'p‘usgnév(o\eranj\cve tvaru podle Yykrefu): 3 . i . N . v ( adm\s§ible shgpe tolerance according to drawing ). )
° 2.4 Radialni loZiskové ¢epy "R", valiva uloZeni "L", loZiskovy ¢ep "B" a valcova ¢ep "WB" brousit na hrubo a poté jemné vybrousit. 2.4 The radial bearing journals "R", the roll seats "L", the bearing journal "B" and the roll barrel "WB"
X ( pfipustna tolerance soustfednosti podie vykresu ) era rough and finish ground ( ible concentricity tolerance ing to sketch).
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2 pa 3 1O - tolerance
S 1SO - tolerances
) # - 16507 +0,148 165,148 Tolerance tvrdosti povrchu s ohledem k délce vélce "WB" + 2°Shore C ( novy vélec )
) > 1% :::*Sg: Télo vaofetsfice of surface hardness with reference to the barrel length "WB" + 2°Shoce C (new rolls )
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