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Crown and Flatness Control in Heavy Plate Mill

Jae-Hyung Seo, Chang-Ho Mun, Myung-Sik Chun, Hae-Doo Park

Abstract
Control of crown and flatness in plate rolling is important not only for enhancement of the structural precision of
products, but also for improving the yield and rolling operation. In the heavy plate mill, there have been strong demands
for upgrading plate crown and flatness. In order to satisfy these demands, it is essential to develop the high precision
numerical models. This paper gives a general description of the crown and flatness preset control model, work roll bender

system, simulation result for shape control.
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Fig.1 Crown and Wave

94"611 FAE WA EA gade
AAl LA E @ ASEY WHIE
o FHEdn 5}76“:% o
Hglge

o
>
o &

)
e

i

?;‘?*;%—011 FAAstE & 2
Z2s7] 9ste Fug
Mﬁié_%% At}
. BAAE A% 7}

—}Cd% fﬂlE‘]OlD-’t A

& J,].;e o= x{]
. ZAYE W
37 ﬁo}a} AL

AHESHA HB o] FARFL

. B 9%% 945 2 AS

‘@Jﬂ’*%‘ Hy 994

g
A

=2
C of > b
T o> %
ey i e
i 2
gl

R
o 2

ek 12

ol

2 Gy
2

B

N g © o 2z o) 8 2 I
=
rlr

TAET3]. of A

A

Fig.2 Roll Deflection, wear, thermal expansion
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