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Precise width control through the width spread
compensation in hot strip mill

M.S.Chun, J.J.Yi and Y.H.Moon

Abstract

To increase dimensional accuracy of strip width, model to compensate width spread during roughing
mill has been developed. To measure the amount of width spread during the production rolling more
precisely, special roughing rolling procedures for the horizontal rolling and dog-bone rolling were
designed in the actual production mill. From the operational data analysis, it is known that the prime
factors influencing on the width spread were strip width, strip thickness, edging amount, number of
pass and type of edger roll etc.. Based upon the statistical analysis of rolling data, new models which
can predict width spread during horizontal rolling and dog-bone rolling were developed and tested on
the actual processing conditions for the reliability. The application test showed that newly developed
model gave fairly accurate predictions on the width spread during roughing passes.

Key Words: Width Spread, Hot Strip Rolling, Width Control, Roughing Mill, Horizontal Rolling, Dog-

Bone Rolling, Edge Rolling
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Fig. 2 Width variation at head and tail ends during edge rolling
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Table 1 Test condition for horizontal rolling

(unit: mm)
slab size total R, stand R, stand
thickness | class
thick| width| ;squction R, R, R, R, Ry, Ry, Ry, Rys
roll
. 200 180 170 120 50 50 40 35
901 gap
230 198.2 reduc-
33.2 20 10 50 30 30 10 5
1424 tion
WG OFF OFF ON ON ON ON ON ON
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