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Abstract

Rolling speed, roll gap, and cooling pattern in hot strip finishing mill process should be determined
before inserting strip into roll. Such parameters are initially calculated by a mathematical set—up model.
The technique to find adequate roll speed via a mathematical model has inherently limit because
required working conditions are various and rolling process is nonlinear. To improve the accuracy of
initial rolling speed for a finishing mill, this paper suggests a correction technology for initial rolling
speed. The proposed method was implemented in hot strip mill process. As the results, the magnitude
of width error in strip head—end part caused by excessive strip tension was decreased remarkably.
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