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Abstract

With the continuous development of social economy and the continuous advancement of urbani-
zation, the demand for steel in various construction projects is also increasing. At the same time,
all sectors of society also pay more and more attention to the production quality of the steel in-
dustry, and the steel enterprises need to pay attention to the production quality. For the produc-
tion process of steel rolling, because the production links are more affected by materials, machi-
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nery and other aspects, the production enterprises are facing great challenges in ensuring the
quality of the work. From the current production situation of many steel enterprises, many enter-
prises have not done a good job in the quality control of steel rolling. Therefore, this paper will
first explain the key process of steel rolling production, the necessity of quality control and the
factors affecting the quality, and put forward effective quality control methods, in order to im-
prove the quality of steel rolling production in steel enterprises.
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Figure 1. Sheet de-phosphorus
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Figure 2. 20 Control part of the roller mill
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ELI YS_REL YS_RML

CLT 0. 046334 0. 072666 0.17125
CT_AVER 0. 193622 -0. 43617 -0. 45748
FT_AVER -0. 35551 0. 107709 0. 181788
T AVER 0. 045709 0. 073381 0.17278
BAR _THLC 0.227613 -0. 02391 -0. 02968
SPEED_FT -0. 05698 -0. 07585 -0. 16706
TEMP_FRN 0. 297869 -0. 16172 -0. 26875
TMP_ARIA 0. 254306 -0. 18687 -0. 26756
TMP_AR2A -0. 02739 -0. 07818 -0. 26756
TMP_FTIA 0. 055781 -0. 11506 -0. 15581
TMP_FT7A -0. 19431 0. 212162 0. 200062
T_IN_FUR -0. 01197 0. 021888 -0.0178
AL-EL -0. 09131 0. 050384 0. 0103533
B_EL -0. 30786 0. 14433 0. 213523
CA_EL -0. 09489 0. 159135 0. 158579
CR_EL -0. 09489 0. 242772 0. 222901
CU_EL 0. 220606 -0. 13303 -0. 16918
C_EL 0. 454486 -0. 20876 -0. 30941

H EL -0. 51458 0. 213528 0. 343729
MN_EL -0. 60654 0. 371298 0. 504763
MO_EL -0. 21583 0.2574 0. 258774
NB_EL -0. 1383 0.471832 0. 451447
NI _EL -0. 12251 0. 18266 0. 195793
N_EL -0. 39127 0. 096015 0. 228958

0_EL 0 0 0

Figure 3. Table of the relationships between the output variables
and the input variables
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Figure 4. Impact quality of hot continuous rolling products
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Figure 5. Quality optimization control diagram of steel roll-
ing production process

B 5. L% I IR R E AT HIE

DOI: 10.12677/meng.2022.91006 43 Ha T


https://doi.org/10.12677/meng.2022.91006

iR S

5.1. fRIEMARHAIR FHRIETEE

FEARMVREAT FLAN B AP I, 75 BEARSCHOR N GOR AR P B A AT AT B, 17 A 25 27 B0 48 ) 1) AU R
AT 6 8 T8 5% B il R S R o R e s R A2 TR, 3R 2B B s AT R UE . FLANI A B A K
IS TA] ) A b 2 A RE LS R i 2 AL, IR T BT MV RN SO e AT S ST, T e S e g )
RRFERAFREAT e 34k, AE R B E B A IR TR E AN LA, B et A BRI 5 R A 7 e
PR I, X e 2R i PR Bt B AT AR ), R G R A N HE N A, R R
FIR A TIR B, ORI P i I R 08 2

5.2. fmsEX MR £ E

FETEAT FLAN A A 7 I ARG B LA P i O R RO i, R BB B s Bk, AT fRAE
SLAAAE RO, NI E A A IR O AR AT A A I . E O, BN APRREAT AR, W%
FUEE . FOCE SRR HIK, BRSO RRE AT & 75 T R S EAS I, WO B T A A
e, BRI AT m A RE ST RY R, R A A R A S AR UEWI[5] -

5.3. MR EELBREH T ZHITME

FLANAE 25 [R) ) A 77 b 2006 SR AH G B TR B BRAR &R, AT T R BRI A 77 AR, SR bR r R #L
WO ORI B o BE AT ST, I FLZE SRR B e R AR . AEERAE IR B AR S T AR 2 52
M L A0 5 A B . e AN, FEARARGLIIERE B, R RN AR DO AT R A, B SR R
B ROFNRE RS W, FEAE IR G 1) RS A (i A B A, SR LA = i . 4L
FRR 2572 MAFRAE LIS 6. K 7.

5.4. $¥ELAE PR REMFIER

FEELEN 0 A7 1R v AN SURT DUE I 0 T 230 42 11 58 Ot FLAM B R (5 vy, A Rl DU S AL AR
PR DL AR LN PR AR e AR ] A RN PO LA B AT AT R TSRS, R
RN AT AGE A0 3% B IG5 BT 08T, BE X ot & ) AUGE H R 2 R SO i o, A Jm SR 5L AR A 7
o B VR SERVE SEAR O, BRAEFLAN A AR P BT . AP T A IR A PR I, TR AR
X AT IR 3 AT K S5 B (0 SR A, FRAERE TR ML S5, B A Al A AT R 4
HERBITAE, PRAEFLIE A BT .

Figure 6. Macroscopic characteristics of steel plate crack
B 6. SMIRREUE MEHE

DOI: 10.12677/meng.2022.91006 44 ek


https://doi.org/10.12677/meng.2022.91006

KT F

Figure 7. Macroscopic characteristics of steel plate pitting
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Figure 8. Comparison of the various modeling methods
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