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HIGH LEVEL SHAPE CONTROL FOR PLATE ROLLING
BY USING PAIR CROSS MILL

Y.H.KIM*, G.W.NAM
Plate Technical Team, Plate Rolling Dept.POSCO

Abstract

The plate crown and shape control of plate rolling has become important to obtain not only improved quality
but also better yield of products and higher work ratio of rolling. Therefore, the development of a new plate
crown and shape control system has been demanded in plate rolling mill.

The 3rd Plate Rolling Works of POSCO introduced the new unique system "Pair Crossed Rolling Mill
(abbreviated as PC MILL)" to meet this requirement on 1997. This PC miil has a large capability of crown
control, and has shown great improvement in plate shape and crown control.

This paper describes specifications and construction of the PC MILL with the unique roll crossing device,the
plate crown and shape contro! system with the preset and learning control, and the actual performance on 3rd
plate rolling works of POSCO in Korea
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Fig.1: Crown control capability of PC mili
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Fig.2: Functional configuration of process computer system
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Fig.3: Calculation of Cross angle and Bender force per 1Pass
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