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Abstract

By means of macro morphology observation, scanning electron microscopy (SEM), energy disper-
sive spectroscopy (EDS) and on-site roll analysis, the causes of quality defects in the slitline of 201
stainless steel cold-rolled strip were analyzed and studied. The strip translation occurs during
rolling, and the movement of zigzag indentation on the surface of work roll is the main reason for
the slit line of stainless steel strip.
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Table 1. Composition of 201 stainless steel (wWt%)
= 1. FERNEZENERD (Wi%)

C Si Mn S P Cr Ni Cu N
0.08 0.40 10.2 0.008 0.049 13.45 1.05 0.7 0.155
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Figure 1. The slight peeling flaw
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Figure 2. The serious peeling flaw
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Figure 3. SEM morphology of the peeling flaw. (a) Defect morphology enlarged 100 times; (b) Contrast morphology en-
larged 1000 times; (c) Defect morphology enlarged 5000 times; (d) Contrast morphology enlarged 5000 times
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Figure 4. The result of EDS analysis
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Figure 5. Roll surface photograph
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Figure 6. A sketch of sharp angle formation
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