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Deviation study and control about hot rolling coilbox uncoiling process
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Abstract: Aiming at the strip deviation in the hot rolling coilbox uncoiling process, the influences of bending roll,
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= pinch roll and others factors were analyzed. By optimizing the side guides control, increasing the control precision

2 of key equipments, the quality of coil shape was assured, and this problem was resolved.

ESS

1 Key words: coilbox; uncoiling; deviation

-~ T, — PN 3

- 1 85 B, RSHX PR, FRRE EERIES i

BRIGE BV RAEETIERE, M ERmER R,
BEREER, RUBENERESHEE BT
BESIMEE, HRER THRERAEEEEN
MR, BRiihERaTieE, B ERM
R,
2 FEREFEHRESY

BRI 2 160 mMmBAERHTITESEL
£ 1, EBEAFEHEISN, FERERS5HE
BRI, AR EERIME 1 iz, %
BEr, REALRZHADR, SHEHAT. 112
WIRHT., HERERELES, &, X
HEHFEETRELIRHGEERRT)HGT &,
it 2REER, 2REBEFHERE, MK, K
L7k,









EZE%: EPEH 2 160 mm HAEE T35 KR AUB 4 S5 4%] <73 .

®3 MISWEHHF

Table 3 Control sequence of side guides
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Table 4 Copper pressing test
% /
F5  RE/mm S a/mm HMI _op/mm SMENE MTS A £/mm
& 2 /mm E5EH 1200 kN HEELE 1 200kN

1 1750 2399 -7 0.24 -13.0 —0.40
2 1450 241.8 -9 0.26 -144 -0.36
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Fig. 7 Centring measurement of side guide
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Fig. 8 Measurement value of forming roll wear
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