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Artificial Neural Network Prediction Model for Front End Bending
Behavior of Hot Rolled Steel Plate

Cheng Xiaoru', Ren Yong', Hu Yansheng', Jiang Dinghui’ and Liu Jianbin®
(1 School of Materials and Metallurgy, Wuhan University of Science and Technology, Wuhan 430081 ;
2 Shaoguan Iron and Steel Group Co Ltd, Shaoguan 512123)

Abstract Based on measured data of steel plate rolled by single stand 2500 four high reversing mill, the prediction
model for front end bending behavior has been established by artificial neural network method. Results showed that artificial
neural network calculated value of plate front end bending during rolling conformed to measured value; as temperature
difference between top and bottom surface of rolling work piece was higher, the temperature difference, deformation zone
shape characteristic and deformation extent were main factors to effect rolling work piece front end bending. For heavy plate
products, decreasing pass reduction could decrease bending, and for thin plate, increasing pass reduction could decrease

bending.
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Fig.1 Comparison between artificial neural network calculated

value and measured value of front end bending of plate during

hot rolling, steel Q235, slab section 200 mm x 1 200 mm, fin-

ished plate thickness 12 mm, total pass 16
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Fig.2 Change curves of front end bending height of different

thickness plate with rolling pass calculated by artificial neural

network model, steel Q235, slab section 200 mm x 1 200 mm,

total pass 14
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Fig.3 Contour map of plate front end bending calculated by ar-

tificial neural network model ( mm) , steel Q235 finished plate

thickness 16 mm, at 10 pass
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