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Study of process automation system in hot rolling temper mill
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Abstract: An in-depth study for the process automation system of skin pass mill was carried out under the background of Shougang Qian

an Steel Corp 1580 mm hot rolling temper mill project. The temper rolling production process was mastered , the system platform configu-

ration tool was integrated,and the rolling force setup prediction models were developed. Finally, the temper rolling process automation

control system with independent intellectual property rights was developed and the field application was conducted in this engineering

project. The result shows that the technical performance index of this system met the requirements ,such as the rolling force control pre-

cision < +0.2% ,and the elongation rate control precision < +0.1% ;the leading domestic level was reached and good online applica-

tion effects were achieved.
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Fig.1 Qiangang 1 580 mm temper mill equipment layout
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Table 1 Comparison of technical indicators
3N 3= Hx JEIE4 2160 FRALAFIE IR ERGIKFELR
1 CREFRiZHE 99.8% 99. 8% 99.8%
2 THREG CPU AR <45% <30% <20%
3 HMI 6 (1 il s [a] <2s <2s <2s
4 8 R BT 8] <ls <ls <ls
5 L N ERIREE <=1% < £0.5% < £0.2%
6 FIE e R NG T < 1% TCIE A e s < £0.1%
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