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Strip Crown and Flatness Control for Hot Strip Mill
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IHI has devel oped the Strip Crown and Flatness Control System consisting of a Combined Numerical Profile ( CNP) Mill
and the Profile and Flatness Set Up System ( PFSU ) to improve the strip crown and flatness in the Hot Strip Mill ( HSM ).
This system has high controllability and accuracy in hot rolling operations and the quality of the strip shape of hot coils has
been also improved remarkably. These performances were sufficient for satisfaction of the customer’s requirements. The latest

IHI technique of strip crown and flatness control, using the CNP Mill and PFSU, in HSM is described.
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Fig. 1 Definition of strip crown and flatness
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Fig. 2 Influential factors affecting strip crown and flatness
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Fig. 3 Approach to develop strip crown and flatness control
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Fig. 4 Strip crown controllability of CNP Mill
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Fig. 5 Transversewise thickness distribution reduced in rolling test
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Fig. 6 Strip crown simulation in finishing mill train
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Fig. 7 Strip crown changes in actual rolling
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Fig. 8 System configuration of IHI strip crown and flatness control
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Fig. 9 PFSU set up calculation flow
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Fig. 10 Temperature distribution calculated by PFSU thermal crown
model
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Fig. 11 Wear profile of work roll calculated by PFSU wear model
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Fig. 12 Performance of strip crown control
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