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Development of the QOC Monitoring System in Downcoiler

Y. J. Choi(Mech. & Elec. Dept., RIST), W. H. Hwang(Mech. & Elec.. Dept., RIST),

Y. J. Lee(Computer Info. & Com. Res,,

PNU), M. C. Lee(Mech. Eng. Dept., PNU)

ABSTRACT

Strip top mark is one of the major problem areas in hot strip coiling operation. The key for good coiling is
having a precise detection instrument of strip head end and an understanding of QOC(quick open control) control
algorithm and mechanism. Therefore, this study aims at developing QOC monitoring system that is useful for

avoiding strip top mark at coiling process. In this study, strip movement between mandrel and unit roll(wrapper

roll) was thoroughly studied using high speed camera. The monitoring system was developed to calculate QOC

open time and to estimate optimal open time values for good coiling operation. Its performance bhas been proven
by extensive field tests on downcoiler of #2 Hot Strip Mill Line in Pohang Works.
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Fig. 1 The simple diagram of downcoiler
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Fig. 2 Mechanism of the Top-mark in strip surface
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Fig. 3 The high speed camera system

% Strip head

kﬁl:‘ﬂ;l\g
Fig. 4 The result from analysis software

aEsEel A @ glEel nEHEE o) gk
Vg FOR olfrE 2ER AR Fol 0] B o

S
TRBR Fig 39 2 LWL o §FOBM, 3
e QUCsl A Zelel BelE 3 & F Yo
ol AUl A9l QOC Q.E W9l ek el 3 4 2l B

2T T UESE 6}91_0;4\ H%—
] 607TIES 12Msfs, 647122 ¢l
A58 7hA50 Aok

>~
[
1o

wE AH 24 &3 AAECA ke JEE
Hg o AR &) Yt BuEg LATECE
FAskgcl 2o AR E 71 s LabView©l
1, AAlZho L Ao g2 dlolH & e ¢ Q%
= spqlct



ZRade Fj) F BE o g o] AASIL
Fig. 59 "On/Off-line monitoring" &< AA 54

o BME FRsks d4EE @k 947IHE AR

=4 A% A@8n @ 2ol LAsE =A
(riggen) = o] AME3IEF dlglen], FHste

A& obdR vt ol vjAY AsE g 3
S olth T vkt V1% &, A9, glolE]
A7 B 54 SRS slglon, opda g o 1)
AE g TRt EHIEE 3Gk

Fig. 62] "Parameter setting" -2
E5Ee et zmon EHﬁP ==}
AE At 3§
O}EE‘ 0}055}

AA7) Az
71538k3, 1 o

ﬁ}i—r‘ﬂ -1 %l— B
7%= 9
719k 571

b R B T B Bt i b e Rl

HIST
B 5) 4901

P v st

Start chamel 3 T8 wirce name it " 3
tre thamnel 5 AT ey - < )
# R A W ur june ea 3 .
scan rate i sam 2 afi Y ur jemp s 5 .
Y 3 Al whur jum em 5 .
scan to ress SEAEMEE ¥ AT e tom T
s v e
BN TN 8 A v
T W
Start 6 End Ch : ] ari 5o 8
¥ine w7t N ) i ® /3 15 [
IBC B/E 28 n " afl 151 L]
[Ler i R e we
woe 8/t 56 ] i LY )
w i
LUBRE AU : o -
woLINgE i 6 Gant s [}
17 a/i 5 .
1" a/i 5 .
ThicsER: o 2
inea Stortsiog eton 4 n o now
k i W e

23 124 *our pto e " . 2

Fig. 6 Parameter setting part of S/W
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g. 7 Result of the 15.5 mm strip thickness
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Fig. 10 Wrapper roll jumping data in Fig. 9
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