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Flyng shear s control model for 1 580 mm hot strip mill n the
Third Hot Rolling Plant of W ISCO

YANG Tian-gui, XU Jie

(Converteam W uhan A utomation Co., L td., W uhan 430080, China)

Abstract: In flying shears control systan for 1 580 mm hot strip mill in the Third Hot Rolling Plant of
W IS0, advanced mathematical model was adopted to accurately calculate each control parameter of fly
shearing,  that cutting, positioning and stop functions of flying shears were achieved M athematical
model includes cutting angle calculation, shearing start distance calculation and shearing gpeed calcula-
tion Application reaults show that average cutting olerance of rolled strip was controlled within 10 an,
and product output and econamic benefitswere mproved
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Fig 5 Tail cutting start position
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Fig 6 $eed control of positioning
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Fig. 7 Seed control of accelerating cut

ZHANG Shengimin, QN Xieo-ping, L U Guo-jun The
strip mill flying shear with feedforvard control [J]. Met

3 allurgical Industry A utamation, 2003,27(2): 31-34
Converteam [ : |
HPCi (High-Performance Controller) ,
YB163/T-2008
YB163/T-2008 ., 2008

11 1

, YB163/T-1999



