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ABSTRACT

The thick plate produced by rolling process is used as the basic members of a ship structure. In this paper,

we present a setup model to control the asymmetric factors causing plate bending in the upper or lower direction

during rolling. A series of finite element analysis are conducted to predict the relationship between various

asymmetric factors and plate bending. The setup model is developed by regressing the relationship to the linear

equations with several non-dimensional parameters. The setup model is verified by a pilot rolling test and

applied to actual rolling conditions. Results show that the model is substantial to predict the asymmetric

deformation in the plate rolling process.
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