EHIRR

)1 ey SRk 7
KAWASAKI STEEL GIHO
Vol.26 (1994) No.1

BGE T B Ve RIS 27 A
High Quality Control System for Hot Strip Finishing Mill

W8 BA(Akira Urano) #fli  #(Kaoru Murayama) i 57L& (Hiroshi Shiomi)

HE

KESBVETH T, 8 EOm %2 BE LT, tEEINHIBES AT A&z ik
L7ce IV AT AT, B —_=2, T A_X=XOfli#iZ T, 2F 2 NHKRE
HEFIUDHE LB —0EA, EHEET oA Pa— X DOEA, EEEy hU—
7 DEANEToT, ZHONA—RUZTOREL &I, HIEET VOB, HiEOKEE
SEORE L, Fii-lediliflin Yy 7 O EITo, Zaubic kY, flErkEsE? M EL,
R RE e O N HBFIERE R M E L, EHIT, FHP AT ATEV AT ARFEEL M E
L7,

Synopsis :

In the hot strip mill at Mizushima Works, a new control system for the finishing mill
was developed in order to improve the strip dimensional quality. In the new system,
sensors such as interstand thickness gauges, high-performance process computers and
the high speed network were introduced. Based on the new hardware, new control
models were developed, functions of the computers were rearranged, and a new control
algorithm was developed. As the result, the strip quality has been improved and the
ratio of full automatic rolling has been raised. Also, the period for development of a new

control system has been shortened.
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High Quality Control System for Hot Strip Finishing Mill
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Synopsis:

In the hot strip mill at Mizushima Works, a new control system for the finishing mill was developed in order to improve
the strip dimensional quality. In the new system, sensors such as interstand thickness gauges, high-performance process
computers and the high speed network were introduced. Based on the new hardware, new control models were developed,
functions of the computers were rearranged, and a new control algorithm was developed. As the result, the strip quality
has been improved and the ratio of full automatic rolling has been raised. Also, the period for development of a new control
system has been shortened.
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Table 1 Specifications of hot strip finishing mill

- L 4-hi work roll shift mill

5 Type t with strong bender

21 wr (mm) 8206 > 2 400

~| BUR (rm) 1 630 % 2 300

2 WR shift stroke (mm)} =175
Main motor DC 3 750kW < 12
Type b-hi HC mill with hyclr_aulic

AGC and worlk roll shift

- | WR (mm) 685¢ > 2 380

5| IMR {mm) 7106 7 2 345

ol BUR {mm) 13406 % 2 300

w | WR shift stroke {mm) 750 max

S| IMR shift stroke (mm) 150
Main motor DC2 800 kW <9
Rolling speed {m/min) 1 485 max
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Fig. 2 Laycut of hot strip finishing mill sensing devices

Table 2 Specifications of sensors

Equip- [nterstand Ede
ment thickness A8 Shapemeter
profilemeter
gauges
Type X ray X ray Laser
Measuring 1.0~ 1.0~ 0~5%
range 32.0 mm 32.0 mm 0
+0.15% +0.15% V1o
Acuracy X thickness X thickness +0.1%
Response 30 ms 30 ms 200 ms
tim
Scan B
interval
Noi T0.06~£0.31%|£0.06—~+0.319%
o1se x thickness  thickness
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