$k ¥ 8 Vol.78(1992)-T49
SIS LTI RN TF—TO—-F—LANILOBERITFEREDHE

Development of the Auto-measuring Equipment for

Run-out-table Roller Levels of Hot Strip Mill
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Fig. 1 Rclationship between rolling speed and the Rolling speed (Top of strip)(m/s)
finishing delivery temperature of strip edge.
Fig. 2 Relationship between the rolling speed and

the rate of top-folded strip.
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Table.1 Conventional method of the level control of ROT.

Conventional methods of
Iten level control of ROT

1. Measuring point Neasuring diameters
3 points at one roller
(center, vorkside, driveside)

2. MNeasuring method by the slide caliper
3. Frequency once / 6 months
4. The time required 5 hours/ 2 men
5. Analyzing data Roller levels
Difference of the height between
the roller and next one )
( Band-made figure and table)
6. Application of data Planning to exchange rollers

by a person’s hand
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Fig.3 Principle of measuring.
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Table.2 Specification of the cquipment.

Item Specification
Personal computer
. 1. Mcasuring placc ROT of hot strip mill
Power cylinder 2. Mcasuring point 3 Points
Slide arm (center, vorkside, driveside)
Anglemeter 3. Accuracy 0.01 degree
Mesuring board (cqual to 0. [6mm¢)
4. Mcasuring time 45 second/one roller
5. Operation Remote control
Moving method Clamping the roller by the slide arm
Fixed clamp and advancing by itself
7. Pover resource 3 Batteries (12V)
Fig.4 Schematic diagram of the cquipment. 8. Metbod of Recording in the RAM-cartridge
recording data
9. XMethod of by the personal computer
data analyzing

Power cylinder\ ,
/ Table.3 The action and the time required
Slide rail at mcasuring one roller.
/ .
- — The time
@zﬂj—}'__/;: N Action contents required(sec
— | 1. Advancc Clamping the roller by the 18
slide arm and advancing.
2. Measuring Setting down measuringboard 12
Motor for ascent Notor for on two rollers.
i (The data arc automaticly
d descent advancing
and d recorded. )
Fixed clamp 3. Prcparation| Returning the slide arm. 15
Fig.5 Mechanism of the movement. 5
Tatal 4
Personal computer Preseat data
for analysis *Roller levels
A -Difference of heights
between the roller
and next one
v -Diameter of rollers
‘ Floppy diskj)
3
+ Roller levels
\ * Difference of heights
Yaintenance Calculation of deccrecasing betxcen the roller
control systesg rate of roller diameters and -next one

+ Diameters of rollers

i

. . i Planning to
Fig.6 Flow of linkage to maintenance control system. exchange rollers
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Fig.7 Comparison diameters between the calculated data
by the equipment and data by the slide caliper.
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