ROVNACKA PASU ROA SEKCE PRIPRAVY PASKY
THE STRAIGHTENER ROA STRIP PREPARATION SECTION

Rovnaci valce zafazené na vstupu do letmého dérovani maji funkci rovnacky v kombinaci s ¢aste€nym
obnovenim parametrd taznosti u vstupni pasky. Zaroven zestejnomériuji strukturu materialu pasu pred jeho
formovanim na valcovaci stolici. Rovnatka ma hnané valce z elektropfevodovky pres kardanové hridele.
Sefizovani rovnacky je hydraulické na nastavené hodnoty dle typu a pevnostnich parametru vstupniho
materialu. Nastavené hodnoty jsou visuelné zfetelné na indikatorech a jsou dany zkuSenosti obsluhy.

The straightening rolls placed at the entry to the flying punch function as a straightener and also partially
recuperate the original ductility of the entry strip material. At the same time they homogenize the material
structure before the strip is shaped at the roll stand. The rolls are driven by electro-gearbox via universal joint
shafts. The adjustment of the machine according to the type of material and its parameters is hydraulic. The
set values are clearly visible on the indicators and are guided by the operator’s experience.

Upresnéné parametry ROA 400/3 oproti nize uvedenym
zakladnim typim:

Max Sife/tloustka pasu..........cc.eevvvviiiiiiiiieeiiie 400/3mm
Pevnost zpracovaného pasu ..............cccoeeeeiiinnnnnnnnee. max.1150MPa
Ovladani predrovnacky.............ccooovvvvviiiiiiiiiiiiiieeeeee hydraulické
Viykon pohonu rovnacky.............ccooviiiiiiiiiiiiiiiiiceee i 11 kW
Pocet rovnacich VAICU. ...........ccvvvviiiiiiiiecee e 5 ks
Max.ryChlost PASU.........ccvviviiiiiiiiii e, 30m/min

More precise parameters of ROA 400/3 compared to the basic

types above:

Strip width / thickness max. ...........ccccvvviiiiiiiiiiiieeeee, 400/3 mm
Breaking strength of the strip max. .........ccccccvvvviiiiin, 1150 Mpa
Machine adjusting ............coooriiiiiiiiiiii hydraulic
Electric Drive outpuUt............ooviiiiiiiiii e 11 kW
Number of straightening rolls =~ ... Srolls
Strip SPEEd MAX. ..vvvveeiiiiiiiiieie e 30 m/ min

Cylinder diameter | Strip width max.

ROA 160 5 40 160
ROA 250 5 60 250
ROA 350 5 80 350
ROA 580 5 100 580

Postup zavedeni pasu do rovnacky:

Pfed zavedenim pasu se rovnacka otevie do horni krajni polohy, ¢imZ vznikne prostup vySe cca 30mmm. Po vsunuti pasu je rovnacka sevfena,
¢imZ je pas zajiStén proti zpétnému vysunuti. Parametry prosazeni valcl jsou upraveny dle hodnot na ukazatelich prosazeni (na vstupu a
vystupu), ¢imzZ je zajisténo opakované nastaveni hodnot. Mira prosazeni je korigovana dle tloustky, pevnosti a stavu zpracovavaného pasu.
Zafizeni je ur€eno k provoznimu srovnani svitkového materialu pfed vstupem do dalSich technologickych Casti (dérovani, podavaci valce,
profilovaci stroj). Zafizeni neni uréeno k dokonalému vyhlazeni pfiénych zlomi v pasu a mechanického poskozeni hran pasu.

The method of introducing the strip into the machine:

Before the strip is lead into the machine, the rolls are moved to their upper most position, which provides a height clearence of some 30 mm.
Once the strip is inside the machine the rolls are moved down which prevents the strip to be pulled back out. The degree of the upper / lower
rolls overlap, both of the front and rear set of rolls, is shown on the indicators and can be easily repeted next time for the same material. This
overlap is a function of thicknes, breaking strenghts and the state of the entry material. The machine is designed to straighten a coiled strip of
material before it enters other technological stages such as punching, feeding rolls, roll forming stands etc.. The machine is not designed to
perfectly flatten transversal breaks in the strip or mechanical damage of its edges.
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