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Cooling Strategies
and Temperature Control

Control systems to reach target temperature and Computer
simulations of hot rolled flat and long products and rolls

F Hot strip mill Level 2 subsystem for control of the Inter Stand Cooling
(Finisher Temperature Control) and on-line prediction of cooling strategies
to reach finisher delivery temperature
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E control systems for HSM run out table cooling (Laminar Cooling)
to reach coiling temperature
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®» Keeping of coiling temperatures
+ 15 °C with differences of Exit
Rolling Temperature 150 °C

®» Good agreement in predicted
yield stress and tensile strength

®» Simulations — development of

cooling technologies

®» Extensive monitoring possibilities
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I CoolRoll - FEM based off-line software for computer simulation

of cooling of work rolls
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Technoiogy parameters.
Group of passes: Product 1] Pass 1

Numbes ofidentical groups
umber of identic i Entry thickness [mm] 2100

Pass1 Esit thickness [mm] 1282
Pass - Technology Esitlength [m] 166600
e Strip / Plate width [mm] 120000
Roll revolutions [1/min] 30000

Forward slip (%] 400

Rolling force [MN] 1050

Friction coeficient 0015

Pause between passes [5] 1000

Pouse between groups of passes 5] 1000

r

I process wme speaficatior

Calculated technology parameters:
Mumber of roll revolutions per pass: JiE R
Exit speed [misk: 32

Process time - one pass 5] 2768
Process time - group of passes s 356456
rectmoitrg [ttt =] Process time - al groups of passes [} 93094
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CoolRoll model features

eaperatre ['C] e Stess HM

s e

35
24

12

®» fully automatic creation of the
FEM model

49 01

® roll is divided into lengthwise
segments

®» each lengthwise segment has
its own circumferential
distribution of nozzles

® editor of the roll campaign
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i Design of sectional cooling of work rolls to reach target strip profile
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