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A Study on the Characteristics of Hydraulic Automatic Gauge
Control System for a Reversing Cold Mill

Soon Kyung Kim,* Eon Chan Jeon,* Moon Kyung Kim***

ABSTRACT

Recently, the necessity for more accurate automatic gauge control has increased of customers’ require-
ment for cold rolled steel sheets with thinner gauge and better gauge quality. Therefore, many cold rolling
mills replaced its electric screw down automatic gauge control system with a new hydraulic automatic
gauge control system, to ensure closer gauge tolerance.

In this paper. The performance of a hydraulic automatic gauge control system for cold rolling has been
investigated under industrial conditions. It was investigated that variation of gauge deviation according to
the fina] products thickness, cold rolling speed and pass number, in the actual rolling mill. As a result, it
was found that the system enables strip thickness variation to be reduced substantially and caused by poor
gauge deviation have been drastically decreased.

The test results are as following,

The more the exit steel strip thickness is thick, the smaller the gauge deviation rate is large. and the
more it is thin, the larger the gauge deviation rate is large.

Because the gauge deviation is larger at acceleration speed and deceleration gpeed than steady speed, so
automatic gauge control system is better to adopt over 50 m/min. automatic gauge control system reduces
rapidly large thickness deviation.

Key Words : Cold rolling(¥7+¢4), Hydraulic automatic gauge control system (-4 ¢s+] A-EFA 7o),
Gauge deviation (FA®A}), Electric screw down automatic gauge control system (HE 431
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Fig. 1 Schematic diagram of elastic and plastic
characteristics on the cold rolling.
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Fig. 2 Overall view of experimental apparatus. Fig. 4 Flow chart of experimental procedure
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Fig. 5 Gauge deviation on the final product thickness.
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Fig. 8 Relationship between gauge deviation and
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Fig. 9 Lubrication diagram at the roll bite.
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