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Automatic Plan View Pattern Control and Automatic Gauge Control for Heavy Plate Mill
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Synopsis
T
Rolling control technology is one of the most important technologies for satisfying customers demands for both higher
quality and lower price of heavy plate products. Therefore, Sumitomo Metal Industries, Ltd. has been continuously
developing new rolling technology. This paper describes some technologies for plan view pattern control and for
automatic gauge control, both of which contribute to better heavy plate quality and increase the yield of Kashima Plate
Mill.
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Example of on-line control using the F.F.-AGC and monitor AGC
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