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Automatic control syStem of reversible single stand cold rolling mill

SUN Jie' ,ZHANG Dian-hua' ,ZENG Yu-qing’ , CHENG Ping-wen” LI Xu'

(1. The State Key Laboratory of Rolling Technology and Automation, Northeastern University, Shenyang 110004 , China;
2. Special Steel Branch,Xinyu Iron and Steel Co Lid)

Abstract : Hardware and sensor configuration of automatic control system for 450 mm single stand cold

rolling mill are introduced. Principles of hydraulic position close loop control and rolling force close

loop control in basic automation system of rolling mill are explained. Combined with site application sit-

uation , feed forward gauge control ,Smith prediction monitoring gauge control and gauge compensation

during acceleration and deceleration in gauge control system are described in detail. In addition , veloci-

ty and tension control are introduced. Practical application shows that relative thickness accuracy of

products is within +1% and it meets the need of practical production.
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Network configuration of 450 mm cold rolling mill
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Fig 2 Fundamental diagrams of HAPC and HAFC for 450 mm cold rolling mill
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Fig 3 Fundamental diagram of integral monitor AGC
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