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Shape Control Smulation Software Developed for CVC Hot Strip

Rolling

GUO Zhong-feng, XU Jiarrzhong, LIU Xiang-hua, WANG Guo-dong
(The State Key Laboratory of Rolling & Automation, Northeastern Universty , Shenyang 110004, China. Correpondent :

XU Jian-zhong, Email : xjzyyh @263. net)

Abstract : Based on an anadyssof shgpe control syssem of CVC hot strip rolling process in a certain stand mill , a strip shape
control amulation oftware was developed acoording to actua technologica process and applied to the off-line smulation of strip
control complying with a certain rolling schedule and the result showed that the strip crown can be controlled in target zone. It
means that the oftware is available to be a reference for practica production to save human/ materia resource. What is more
important is that the oftware is easy to use and maintain with broad prospectsin gpplication.

Key words: CVC; hot rolling; strip shape; dmulation; strip crown
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