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Synopsis :

AGC (Automatic Gage Control) and ADC (Automatic Driving Control) systems were
installed in June 1980 in No.2 Sendzimir mill used for stainless steel rolling at Hanshin
Works of Kawasaki Steel Corp., and have been successfully operating. The AGC system,
designed on the principle of constant mass flow, features two automatic control modes
incorporated for thickness and reduction, and has acheieved a superior mark of +0.7%
max. in strip thickness deviation in more than 98% of the total rolled strip length. The
ADC system automatically decelerates and stops the mill by employing the numbers of
revolution on two reel counters and the roll bite mark detected by the y-ray thickness
gage and has achieved a stop accuracy of +60mm. The y-ray thickness gage, with its
built-in Auto-micrometer, now can measure strip thickness at high accuracy regardless

of the types of stainless steels to be measured.
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An Outline of AGC and ADC Systems Employed for No. 2 Sendzimir Mill at Hanshin Works
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Syunopsis:
AGC (Automatic Gage Control) and ADC (Automatic Driving Control) systems

were installed in June 1980
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successfully operating.
The AGC system, designed on the principle of constant mass flow, features two automatic contro
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corporated for thickness and reduction, and has achieved a superior mark of £+ 0.
deviation in more than 98% of the total rolled strip length.
The ADC system automatically decelerates and stops the mill by employing the numbers of revolution on two

reel counters and the roll bite mark detected by the y-ray thickness gage and has achieved a siop accuracy of
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accuracy regardless of the types of stainless steels to be measured.
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