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Elongation control technology for dual stand skin pass mill
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Fig. 4 Relation between elongation and roll roughness/speed
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Fig. 5 Block diagram of controllers for Dual Stand SPM

Table 1 Mill specification and simulation conditions

SPM AFZF : AHI 2 Stands

BUR Dia/Barrel Length 10001100 / 2050 [mm]

WHR Ma./Bamel Length A30~480 / 2100 [mm]

WR Bending [+~ 60 [Ten]

Max. R/F (Nomal) 1000 (700) [Ton]

Mz, Mill Speed 450 [mpm]
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2 T SN :n.n3 = | w7

2 (12, T3, T4) 2963, 3257, 3400 [kal Ml 5= | 470 [Tordmen)
Master Speed | 300 (mpm] WH P2 | 225 [mm]
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Fig. 6 Simulation results of elongation control for
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