194 ¢44d719 AP FAA

A, ABuls, Hois, 2R T, ZYEs,
|+, Avlis, WY uls, AYYux, FYAsre

» gAY edTd
 FUNGAL AT}
wx AARIZEE F434

Sensorless Automatic Gauge Control
for a Reversing Rolling Mill

“Eung Seok Kim#, Kwang Bae Kim+, Ick Choy+,
Sang Rok Oh*, Young Jo Cho¥, Jun Soo Lee#,
Mee Seub Lim#*, Jung Min Park*, Hyun Sik Ahn#* II Kwon Kang#**

*  Korea Institute of Science and Technology
** Dept. of Eletronics Eng., Kukmin University

»+* POSCON

Abstract

The design problem of the AGC (Automatic Gauge
Control) without a gauge-meter and a load-cell for a
reversing rolling mill will be considered in this paper.
The proposed controller in this paper is designed using
only the linearly approximated relationships between a
roll gab, a metal thickness and a pressing force. The
data transfer delaying can be released by using these
relationships. To show the validity of the proposed
control method, the results of the computer simulation
and the mathematical analysis will be presented in this
paper.,
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Fig. 3. The output gauge error.
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Fig. 4. The calculated value of pressing force error.
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