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ho : Gauge deviation. .
‘4hy 1 stand exit thickness.
4T3 :1~2 stand tension change.
4r g : Rolling torgne change.
hg : Thickness noise.
e~P (LI : Transport time delay.

A gauge controi system using No. 1
stand speed change is shown in
brock diagram.
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Automatic control results in a more uniform
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Fig. 3. Effect of automatic gauge control
on.the variation in tension.
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Fig. 4. Effect of automatic gauge control
on the variation in thickness.
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