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Rolling Process Control and Techniques for Realizing High Quality and High Productivity
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Production processes in metal industries have recently become more sophisticated and complex, such as strip production
using scrap and continuous rolling of hot and cold strip. ~ To meet these requirements, it has become more important to analyze
the dynamics of processes like heating, rolling and cooling by modeling, and to utilize the results in process control.

In addition to the classic control theory, we have applied modern control theory and advanced intelligent control techniques
to control real production, so as to optimize plant operation and control.
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Process control items in hot strip mill
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Example of slab heat pattern
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On-line results of looper ILQ control method
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