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Analysis and Control for Supercooling Problem

of Steel Plate Head in Heavy Plate Production Line

ZHAO Chao XU Jian —dong GAO Jun LI Wen —biao WEN Li —jun

( CSP Plant of Steel Union Co. Lid. of Baotou Steel ( Group) Corp.  Baotou 014010 Nei Monggol China)

Abstract: In view of supercooling problem of steel plate head in Baotou Steel heavy plate production line the longitu—
dinal temperature difference of steel plate after cooling is reduced from 40 °C to 20 °C through optimizing roller speed to im—
prove the tracking accuracy reducing the temperature difference of steel plate before cooling improving flow control accu—
racy optimizing head masking parameter in cooling model. The supercooling problem of steel plate head after cooling has
been solved and the first pass yield of steel plate has increased by 2.09% .
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/MPa /MPa /%
5L126517600 Q460C 460 575 570 689 17 14.5
5L1.26322400 Q460C 460 527 570 652 17 16.0
51126424100 Q345B 355 488 490 608 20 19.0
5L1.26407200 Q345B 355 510 490 629 20 18.5
51125950300 Q345D 355 425 490 564 22 19.0
511.26396200 Q345D 355 396 490 562 21 18.5
5LI126752500 Q345E 355 385 490 554 21 18.5
51125985900 S275JR + N 285 356 430 495 23 16.5
51.1.25428100 S275JR + N 285 348 430 501 23 19.5
5L1.25233700 S355JR + N 365 425 490 554 22 19.0
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2
300/(L*m™% «min~') 400/(L+m™2 * min~!)
/mm /m /m /m /m
5 0.60 0.60 5.00 5.00 0.60 0.60 5.00 5.00
10 0.60 0.60 5.00 5.00 0.60 0.60 5.00 5.00
15 0.60 0. 60 5.00 5.00 0. 60 0. 60 5.00 5.00
20 0.60 0.60 5.00 5.00 0.60 0.60 5.00 5.00
25 0.65 0.65 4.00 4.00 0.65 0.65 4.00 4.00
30 0.65 0.65 4.00 4.00 0.65 0.65 4.00 4.00
35 0.70 0.70 3.00 3.00 0.70 0.70 3.00 3.00
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