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Development and Application of the new ASC system
in No. 2 Cold Rolling Mill
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Abstracts Good shape on flat rolled product is necessary to meet today's customer quality requirement. To
meet the increasing demand in quality of strip shape from downstream customers, POSCO has replaced the
Automatic Shape Control (ASC) system with the existing one that had used noncontact type measuring system at
No.2 Cold Rolling Mill, Pohang works in October, 1995,
The strip shape is influenced by the profile, roll crown, bending control , skew control system, as well as
work rofl cooling system. We have used ASC to adjust those factors in Cold Rolling Mill that could get a
satisfactory result, almost less than * 5 I|-unit deviation from the target shape. However, the downstream
customer (i. e. Continuos Annealing Line) wants a good shape not only at the moment of exit of roll bite, but

after rolling without tension.

In this investigation, the difference will be discussed and how deal with this problem.
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Fig. 1. Software block diagram of ASC system
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Fig. 2. Side shifting of strip during rolling.
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QF Al (6)2 138 3 0lAd HIL3IH ARESZ XL
HAE A= 2t BABLH HMO o8t BAR|
3 Xt Hl=2l 20l I A Bt SAHO Al Skew
EdgeWIIE ZMAIZ = QUCL 0l &2 A

= EROZ= =X Rol 2| Edge 2 ZoneQ)
AJIE 26 mm E2 I 0I5tQl 3VIZ2 MIETIet=E Mixed
type@ 2 AFEGI0 Edge BRO SAQRXIE HAMGH= e
E3 Roll MY £= SO SC| & Edge AXIE SHE %

ANz &Y MAHE MXch= ER01 UL Ol B 2
0= B 52 On-linetilH EFGH0 Eal als 248
QU= Strip ScannerE AMXISIN AR L2 SFXE EY

AUZE MLt
SAMEX Roll Y FY Deflector roll §2| JIAHEQ A
O] AL YUMol =F IH= Wedge A0 2ISH0
HAGHE &= QULCH Wedge BAIIS2 =3 Roll MIIAl £EF
2t Z|Ct Deflection rolldle] HEAMO| + 0.06 mE
S AR Nmi O G2 AAGBI0 EJAI @
JIs22 STl EAlZlEs AN =85 2FKel =0
= X0IE GH & = U= wUs YHGI0
M 2 glg 38 + UCH
file BISH0 28t AIBHY
TESHO, 2017
HEl2 Et=Ersiol CHoll 2ICHD & 4= QUCH BreF o)
PoEEYEo2 AXNGIR] WD PSSO, CY =0
al force)2 HIBIGHA =T g2
& RollQl 2t ZoneOll QIDITl= &2 Y2lX|D QA0
r
4

3

I
2

ror7t AEEICH 012 &Z2 SM Profiledl 2ist

0% 0 og 02 &2 40 > rHl

W 0x 0x 0> ro 2

7o Jn
o
HO
_>'_«{_|
rr
O
&
to
my
o
e
>
0
<
™
fm]
o
i
Ja
0
Hu
0
0
10

OteHel &l (7}04l CIBt0d HIMECTH

 F-F

4 .a
E- F E ()

S)

AL
L
07IM Fie Z ZoneQlM E&Ti= EO0IH F = 2 Zonell

BWHRZIOICH S Profileg D2iBt 2O UHM =3 Roll 2

Zonelll EXTI= &2 oWl HIZISC. = Zone 10IMEI

SHOIM, W = 2t =3 ZoneQ| H0IZ2 52 mZ DETN

RUCH. =&, EFTe ZEBZ g2 oWl dIEAISCH A=

EEUE W FIHOICH 012 2 Biali2tAHIo CloiA TS &

H

LT O o
Bl & QUCH

(8)1F 20l

Al

e (8)

=, BUE SN S0 DS AN WA Errors Al
(7034 AL (8)21 ZUHOH I8 OF2H Al (9)0H 2l8H ROIEICH.

4L _ dh .

w

L h

S1N

ot 2RO 2PE QBHA I S Profilel| HIS}AE 2
% OILHOIAM 2t2i5ta A2Z2 A A (9)0ICI510] SHESII
B 2 % HIBIAIC] [Hot0d Z20] 50 Njmi & 2 & (
CHBHOY ZAE HABHET, Young's Modulus)t RO AR <
200.000 N/mi 0122 Ai(10) 1t &2 ANE AS £ UL

© oyl = 0.5 I-unit {10)

1070



\
0
Ty
i
ﬂ
10|| ko H

Oi71M, ol 22 &ol &2 1.2, Aluminiumel ARL:=
2.40|0, 4T7T= TEEE 2¢ HIOIC 2 Hile g
LEB HEHE JHKID UKXI P10 2401 A EOJ Profilel
OlgHM BitBtCE  0l248 BABIIE F01)| Y8t HYezE=
E=0 2% Profile meter® AMXIGH SREAE Baldl=
B0 MLl RUCEH

ol «ol i ARG {cez O =2 YEsg FE=
$012 Coiling §IAIOICH Coiling S KQI &, 8 2Lst
AR IO WeIR S 20| Haig £ UL

%M, Reel =9 & BACZ Skewl &2
2 ?IC.

S, Etol Wedge SE= High spot S0 ®IoIez it
up BAC=2 =Xl QA EE EF
YMAIZIZ1E BICEH.

L7t A= ES0MCl UTHE0] 50 %0140171 TR
HEXE0| 6/ =0} Coilinglll (2 &t 258 B8 S0l
HIBHO! AlEd] R0 & £ QACH D2iLE 229 AL Mot
Sl HISHH &S 20M Eag=0l 2 ”*@EIL‘ xde=z
Build-up BI&0I QB FEXQI AAlZe] Hig)L USs =38
2 RUCH 0I24E Coiting = S| BFI-VDEh- INSTUTEOHA‘I
gi7tEl E Neuschdtz, P.D Ptz and G MuckeR| &1 BIMSB
D8 4.0 LIEK  Z0H Si5HH DAl B2kt Mil 10TA
AEHE & BIGIIF 20 [-unit 0la Bidloh= 28 & £ UL

> &

300
,E R
=1
c A
200
E /\ sefore winding \
Q
3
C
5
£ 100 » -
h . after winding
5 o
E \V,MV-WNN"\ ,Jf.,-ﬁﬁ,;}'
o el
=300 -200 «100 0 100 200 300
Distance from strip centre in mm

2! 4. Tension bridlediMel HE HE A4l 1§}
Fig. 4. Length distribution of a strip before and
after winding in a tension bridle.

4. 48
Oladat 201 SIAEQ SAHSL RN gt I FWC
OIH TestE S0 ABATON AIAEM UAXM HaSXIE
KA » Qe AAHE 28510 NS 25 A0 AN
S8 B0l0 JIZ & MMM coi: HAE HAHE
é>EHOilkl é*éf 2t SET JIECSZ 48.2 % O JHM HAE
EIA 2O, E3F0M ER2 3= HA229] HME E510

¢5 7§;01|A19,| MAN BADF QTS BT UAUACH

5 HES oAl sx1xoz
# 0 2@ s
2 WOIZ MBI QI oiE® &

[1] Eberhard Neuschiitz, Paul-Dieter Patz and Gert
Micke, "Strip flatness and tensile stress
distribution in cold revrsing mills and recoiling
lines"

[2] Roger Davidson, 1986, "Automatic flatness control
system", lron and Stee! Engineer, pp44 - 48, 1986

[3] S.I. Chen, J.H. Lin, 1993, "The Application of
Auto Ftatness Control System in GSC's Temper
Mill*, Symposium on Steel Production Technology
pp327 - 339, 1993

(4] OIFEH, "RIZ W0 Wil EAMRENIIs S8,

AN, ATHARE, AHNUED [s24

1071



