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Interpretation of national standards for cold rolled strip
shape detection and control system
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Abstract; In order to promote the implementation and application of GB/T 34901—2017 and GB/T 34902—2017
national standards, enhance the standardization and intelligence level of China’s cold-rolled strip shape measurement
and control technology, and improve the shape quality and international competitiveness. these two standards were
interpreted systematically. Firstly, the background and significance of these two national standards are expounded.
Secondly, the scope of the application and the term definitions of the standards are introduced. Finally, structural

compositions, technical requirements, experimental methods and inspection rules of shape meter and shape control

system are interpreted.
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Fig.1 Shape detection and control system
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Table 1 Basic parameters of shape meter

L5t 2 R 2 L5t 4 B il
3 5 1 42 /mm 260~400 | MMHBKE/mm  300~2 200
55 AL <381 38 3 5 F /mm 26/52
AR ERKE/mm <2106 | MREHEEE/pm 0.2~3.2
W49 1 /1 0.5 IR (HRC)  50~62

2.1.3 HUBALFEARZIK

o 0 A Y Bl — R 260~400 mm, B 3%
280,313 F 400 mm 3 HEAK . Ao 38 1A 98 B A 4
R T A 00 K5 200 R R oK, W] IR O B LR P AR S
Xof o7 G5 BE 4y 0k 52 F1 26 mm, K I B0 B
SE AR EL LA AE FIHE B fe K T B i 2 A DN 46 1 A Ak
oA B R I AR A AR 0 R 3 T T o TR
R R AR R S (—30~180) °C,
HEHMLORE B2 0.2~ 3. 2 pm, f 0 AE By HRC
50~ 62, XA I 4R A Bk T R Al R T o S A
TR,

O R — i e B AE FLAR S B L Z ) . X F ik
T FLAIL o AT A T 1) HR AL 2 R AR A T A L R A 1)
R s NPT ELAIL A 115 o A A RO A 0 4R
VA W o 3 A VA R S A N
50 pm/m, K 4R 55 A 5 5 R R 4 IO 1 A 6T
SEATEE/NT 50 pm/m, A7 b XA 0 HR 7 £ A 3

I A 4°~ 507, [ 7 £ A1 A B T 42 A IR 2

P v X AT A5 5 A i A B g 09 AT L BE L B AP
G T T S DRSO R LA L d
TEE 11 AR A AR 1) S RE S5 Al T RLZE

X B ASCbR A 1 1 R A 0 R i s
T OB o A R P 2 0 s o RO 1 0 SR T
ME .
2,14 AROR AR T vk ARG 56 6L )

BB AR 306 T7 05 £ 45 5 i 6 A AE 2R
P 2 0 P P A R T R R TR R ML JE L JBR
I B TT RS AR DORS BE 45 5 TE IR 1) N A A
AR 22 B T2 AR AR 5 & S BOE O SO AL
il L 2B B AG 5 1952 W0 25 5 0 2 A1 58 5 vk
0T HLRE R 4 1] 2 R AR ASORS HE )33 . A 41
TR L R 25K 22 Rk AN R Tk

B A R 8 458 T R g e ke g . Hh )
6 56 oAy o) 3 S AR SO BE 2 AT AR O A
TEL AR50 BOEAXAE T P B s L is A7 id B b iy
PERERIN

BOEACHS TR/ R Y ZE AT ) R g, ) i A AR
32 B2 JOMIAR I P R 45 R 47 3 JUAS: 06 » s R 0l A
FOREOR . Kg A M5 Jrae ) o il w0 e
PR BRI AR O™ dh 5 100 ) ARG 36 41 4

WAV FL Al b A2 7™ 4 L R I B 2 5 47
FELK Y . BB B ZA R, BRI 2R
ZIE MR BT 5 5 2 75 1B 7 19 MR 11 4 7 B
P He 11T TR 2 A5 B Tk . A7 I
WL 8 BRI 4 A 1% Ak B R R IR
T LA 7 AR Pl b R TR T BT £ R A
R o [ ISP ARG A A 0 ) R T AR 0 A 2 T L

SR PR IR B 3 0 A I 8 2 0 R RO L A
BOBAXAEL AT IR BE . H AR RAUE 5 BUE AL 520
BB S 15— B0 B L BUE 5 BOE A BROE 2 1 —
0 B AR A T A0SR MORS JEE o 0 TR AR A5 A
TE A il A GEHR IR AR TR PAT 3 42 i R0OCR
2.2 WEAREFREEMERSEARERK
2.2.1 BB PR A GE Y 4 A

Y LA M AROE P IR 45 ) R 0 E B R P T
BL AT 25 A 5 3 A AASOIE P 1 5 B 3 e (I DD
BB P il T SR i AROE A5 5 2R SR A0 B DT B 15
Hil B IT 1/O e BT 5 B A T 5 R
ANHILEE S AN BB B B W 2 k. BOB
il 72 0 1 1% BE A AR N 3 11 T 5 AL L 4 o) R
Gt AT (R B aC



510 ) FAEFE A5 Vo BLA BAAE U4 5% 56 1 247 o A % 55
A SEI AR Y 5 B bR B Z 18] 5 2%, B8 2o A %
[vomet 1 7E p—{ Fom 15 |1t | o 7 P B A 2 M B A R B e
I | I JFi A S0 R 8 B 1/O B2 38 2 WU
_ R | ER A e e
D- 1/O $2 11858 B AT O[] 14 i 20 il « (3 F2 o) 28
o T I R 2 T RO 14 9 1 MW
_ NS i 15 B AT 5T NS ER E 5 5 REAH
_ AT S BT O G T2 S8 E S5
: SEINES A H bR R B 2 ) RESE . EWT AT
b R B EL ORI (5 o 1517 b B L T
B2 WRARE RGN AR AEbRE. \ o
Fig.2 Structure components of shape closed-loop control system {5 K080 LT M Bt A A i TS A BRI
B BoR SSMAROE . AR OB . T8 SR 6 =
SR A A T T MU A S B O B g B

{55 » b ZLI 30 AT AR B R
PEH T HI0 1 Jo AR S R AR AR LA TR
ERERY N VICE: SRR E LTI 5 QU N EPSEE AL
T T S8 AbR 2 A 2 ) RBE . R)5

2.2.2 HUE IR R G F B

BB IR P il B9 THIE R G 5y 8 R B 7Y
LR AR i AR R A A R YOG
ZUNE 3 B .

i ML SN e pp——

BRI —
e AR PR A
TR
ly, F S EERE 1) 43 AT .
T bt
b e i
vy LI S |
il & a [
AR AT W |
AT 3 A1 g i
mARY |

FERSHOR R +T et ZE IR e
AN

PR

3 BMEEHNEARBEREBAEXR

Fig.3 Basic model of shape control and their relationship
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Table 2 Cold rolled strip mill shape closed-loop control target value
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Table 3 Cold strip temper rolling mill or brushing machine closed-loop control target value
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