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Crop Control by Using Roll Gap Difference
in Plate Mill

M.S. Chun and J.J. YI

Abstract

In plate mill, studies on crop decrease of the top and bottom ends of hot rolled plate have been
performed. The plane view shape for the thin plate after broadside rolling was controlled by roll gap
difference with AGC in broadside rolling process. New models for thin slab after broadside rolling have
been formulated based on the actual production rolling data to give optimal rolling condition. A new plate
rolling method called by dog bone rolling has been applied, making it is possible to prevent non-uniform
plastic deformation at top and bottom ends. By new rolling method, crop losses of rolled plate have been
improved by 10%. on average with an effective fishtail crop shape.
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Fig. 2(b) Crop profile of dog bone rolling
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Fig. 3(a) Width shortage after dog bone rolling
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Fig. 6 Crop shape between conventional and new control
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Fig.7 Crop length between conventional and new control
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