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Control and Optimization of Strip Finishing Rolling Temperature
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(Shougang Qiansteel Co. , Qian'an 064404, China)
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Abstract: The finishing rolling temperature control system of 1580mm hot rolling production line of Shougang
Qiansteel were introduced. In view of low precision control of firiishing rolling temperature, a series optimiza-
tion measure about process scheme, parameters adjustment and model logic were put forward. Based on it, the
precision of strip finishing temperature were increased from 89. 9% to 95.0%.

Key words; hot rolled strip; finishing rolling temperature; model; control precision; optimization
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Application of TMCP on the Latest Heavy Finishing Mill

HUANG Li-sheng, YU Liang, FANG Nong

(No. 2 Steelmaking and Rolling General Plant, Maanshan Iron & Steel Co. ,Ltd. , Maanshan 243000, China)

Abstract; In view of short ability of finishing mill and cooling equipment with TMCP for bar prodsuction at

No. 2 Steelmaking and Rolling General Plant, Maanshan Iron & Steel Co. , Ltd. , the Danieli 45 ° cross ar-

rangement of cantilever roll ring type 6 stands without twisting finishing mills were applied and the cooling de-

vices were added. The controlled rolling and controlied cooling technology for HRB400O ribbed bar was real-

ized, and the production cost was greatly reduced.

Key words: controlled rolling and controlled cooling; HRB400 hot rolled ribbed bar; energy saving; consump-

tion reducing
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