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This project is located in Hot-rolled Strip

Plant of New Steel Co., Ltd. of Anshan Iron

and Steel Group, the “eldest son” of the

Chinese steel industrial. Recently, the hot-

rolled strip plant established a type 1780

mill unit and a decoling and temper rolling

line, introduced packaged milling technol-

ogy from Japanese Mitsubishi Group, and

integrates advantages of USA, Germany

and Canada etc in respect of computer-

control led system, hydraul ics and

instruments, which thus makes it becom-

ing the fourth-generation and the most

advanced mill in the world. It was put into

operation on May 6, 2000 officially, with

the annual capacity of 3.50 million tons.

Similarly, in Nov. 2000, the type 1700 me-

dium / thin slab continuous casting and

tandem rolling mini production line (ASP),

whose intellectual property right is owned

by Anshan Iron and Steel Group, was fin-

ished and put into production in the plant.

And along with elimination of the old 1700

semi tandem rolling line, it enables the

plant to become one of the same kinds

that possess the most advanced equip-

ment in the world. However, with produc-

tion of the 1780 and 1700 lines, it becomes

�� !"#$%&'()&*+,-

SIMADYN D�� !"#!"$�� !

�� !�� !�� !"#$%&'(

�� !" SIMOREG DC-MASTER

6RA70�� !"�� !"#$%&'

�� ! T400�

�� !"#$

Automation System Diagram

evident that productive capacity of one set of

decoling and temper rolling line cannot meet

the requirement of production. Based on the

technical reconstruction principle of “high

starting point, less input, quick output and

high benefit”, Anshan Iron and Steel Group

decided to establish a new one, i.e. “1780

production line 2# decoling and temper rolling

unit” . Anshan Iron and Steel Group Automa-

tion Company provided the whole set of elec-

tric drive and automatic control system for it.
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This decoling and temper rolling unit mainly

consists of inlet coil conveyor, inlet coil

winch, decoiler, straightener, skin pass mill,

upper shearer, recoiler, outlet coil winch,

outlet coil conveyor, hydraulic system, lu-

brication system etc, of which inlet coil

conveyor, inlet coil winch, outlet coil winch

and outlet coil conveyor are controlled by

Siemens SIMATIC S7-200 PLC, from

decoiler to skin pass mill by Siemens

SIMATIC S7-400 PLC, pressing system of

the skin pass mill by Siemens SIMADYN D

multi-processor system, the master drive

control system of decoiler, straightener,

skin pass mill and recoiler bys Siemens

SIMOREG DC-MASTER 6RA70, and the

tension control by Siemens technology

board T400.

�� !"#$%&'()�"*�� !�� 

Main devices of decoling and temper rolling unit: decoiler, straightener, skin pass mill
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