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Introduction:
Rolling mill operations covering hot strip, cold rolling, gauge and flatness control is a 5-day course for mill
process, shift, roll shop and coil quality staff in steel and aluminium plants, ending with a Rolling Mill Yield
and Flatness Improvement Plan for a case mill. Mills lose tonnage when reheating drifts, finishing stands
miss gauge, strip leaves with edge waves and worn rolls mark coils. Nominees already run or support mill
shifts and work through case files of pass schedules, gauge charts, roll records and coil defect logs.
CoreConcept Training Center delivers this rolling mill operations course.

Course Objectives:
• Set slab and billet reheating, descaling and roughing pass schedules that hold drop-out temperature

and transfer bar width for each product grade
• Apply hydraulic automatic gauge control, looper tension and finishing temperature settings to keep

strip thickness inside its tolerance band
• Control strip crown, wedge and flatness with work roll bending, roll shifting and coolant zoning on

hot and cold stands
• Run roll shop grinding, crack inspection and roll change intervals that match roll wear to tonnage

rolled and surface requirements
• Operate pickling, tandem or reversing cold rolling, annealing and temper rolling so coils meet

mechanical, surface and shape targets
• Prepare a Rolling Mill Yield and Flatness Improvement Plan that ranks yield, energy per tonne and

defect reduction actions for a case mill

Target Audience:
• Staff responsible for setting reheating furnace, roughing and finishing stand practice on hot strip,

plate and bar mills
• Staff responsible for running mill shifts, pulpit operation, roll changes and production reporting
• Staff responsible for roll shop grinding, roll inspection and roll inventory records
• Staff responsible for pickling, cold rolling, annealing and temper rolling lines in steel and aluminium

sheet plants
• Staff responsible for coil inspection, shape and gauge testing and release of flat and long products



Course Outline:

Day 1: Rolling Mill Layouts, Product Mix and Yield Baseline

• Hot Strip, Plate and Bar Mill Layouts Compared
• Steel and Aluminium Hot Rolling Temperature Windows Compared
• Four-High, Six-High and Cluster Stand Configurations for Flat Products
• Coil, Plate and Bar Product Mix and Customer Tolerance Classes
• Mill Yield, Energy per Tonne and Mill Utilisation Baseline Sheet

Day 2: Reheating, Roughing and Finishing Mill Technology

• Walking Beam Reheating Furnace Zones, Soak Time and Scale Loss
• High Pressure Hydraulic Descaling Header Setup Before Roughing
• Roughing Mill Pass Schedule, Edger Use and Transfer Bar Crop
• Coil Box and Heat Retention Panels Between Roughing and Finishing
• Finishing Stand Draft Distribution, Looper Tension and Threading Speed

Day 3: Gauge, Flatness, Cooling and Cold Rolling Practice

• Hydraulic Automatic Gauge Control Loops and Roll Eccentricity Compensation
• Work Roll Bending, Roll Shifting and Crown Profile Control
• Run-Out Table Laminar Cooling Patterns and Coiling Temperature Targets
• Pickling Line Scale Removal Before Tandem or Reversing Cold Mills
• Batch Bell and Continuous Annealing Cycles With Temper Rolling Reduction

Day 4: Roll Shop Management, Strip Defects and Loss Diagnosis

• Roll Grinding Profiles, Eddy Current Crack Checks and Change Intervals
• Work Roll Wear, Spalling and Banding Root Cause Analysis
• Edge Wave, Centre Buckle and Quarter Buckle Shape Defect Diagnosis
• Rolled-In Scale, Slivers, Seams and Roll Mark Surface Defect Atlas
• Cobble, Off-Gauge and Head and Tail Crop Loss Pareto Methods

Day 5: Case Study Rolling Mill Yield and Flatness Improvement Plan

• Case Mill Pass Schedule and Gauge Chart Review
• Case Flatness Meter Records and Bending Setpoint Adjustments
• Case Roll Shop Records and Roll Cost per Tonne Model
• Case Coil Defect Pareto and Downgrade Cost Ranking
• Rolling Mill Yield and Flatness Improvement Plan Completion



Skills You Will Gain:
• Pass Schedule Design
• Reheating Furnace Practice
• Strip Gauge Control
• Crown and Shape Control
• Roll Wear Management
• Cold Strip Annealing Practice
• Strip Defect Diagnosis
• Mill Yield Analysis

Why Attend This Course:
• Deliver a Rolling Mill Yield and Flatness Improvement Plan for a case mill to the rolling mill manager

and the quality head, with ranked yield and energy actions
• Decide when to change reheating soak time, finishing drafts, roll bending setpoints or roll change

intervals using gauge charts, shape records and roll data
• Avoid cobbles, off-gauge coils, shape claims and early roll scrapping by tracing each loss to the stand,

line or roll that caused it
• Coach pulpit operators, roll grinders and coil inspectors with the defect atlas, roll card and pass

schedule checklist

Conclusion:
Back at work, the participant presents the Rolling Mill Yield and Flatness Improvement Plan to the rolling mill
manager, the roll shop lead and the quality head. They use it to agree which pass schedules, gauge and
bending setpoints, roll change intervals and annealing cycles to trial first and to set yield, energy per tonne
and shape claim targets for each line. After the first month of trials, the unit should compare crop losses,
off-gauge length, roll cost per tonne and coil downgrades with the plan baseline and reset the action order.

Frequently Asked Questions FAQ:

What should participants know before the rolling mill operations course on hot strip,
cold rolling, gauge and flatness control?

Participants should already work on a hot mill, cold mill, roll shop or coil inspection line and read shift
reports or gauge charts. Bringing anonymised pass schedules, roll records or coil defect logs from their own
mill helps during the case work.



How does the rolling mill operations course differ from a steelmaking or metal
extrusion course?

This course starts at the reheated slab, billet or aluminium ingot and ends at the finished coil, plate or bar.
Steelmaking courses cover furnaces, ladles and casters, and extrusion courses cover presses, dies and
profile finishing, which appear here only where they affect rolling.

Why does roll bending matter in rolling mill operations for gauge and flatness
control?

Roll bending counters the deflection of rolls under load, which otherwise leaves strip thicker at the centre
than at the edges. Correct bending and shifting keep crown inside target and stop edge waves or centre
buckle that customers reject.

What do participants take back from the rolling mill operations course on hot strip,
cold rolling, gauge and flatness control?

Participants take back a Rolling Mill Yield and Flatness Improvement Plan for a case mill, with a yield and
energy baseline, a defect atlas, a roll card and a pass schedule checklist they can adapt to their own lines.


