
 

© The 2015 International Conference on Artificial Life and Robotics (ICAROB 2015), Jan. 10-12, Oita, Japan  

Design of Down Scaled Simulator to Apply  
the Flying Touch Method in Hot Rolling Process 

Sung Jin Kim 

School of Interdisciplinary Program in Robotics, Pusan National University,  
San 30 Jangjeon-dong,Geumjeong-gu,  

Busan, 609-735, South Korea  

Hyun Hee Kim 

School of Interdisciplinary Program in Robotics, Pusan National University,  
San 30 Jangjeon-dong,Geumjeong-gu,  

Busan, 609-735, South Korea  

Min Cheol Lee 
School of Mechanical Engineering, Pusan National University,  

san 30 Jangjeon-dong,Geumjeong-gu,  
Busan, 609-735, South Korea 

E-mail:jins2410@naver.com, sleepingjongmo@nate.com, mclee@pusan.ac.kr 
www.pusan.ac.kr 

 

 

 

 

Abstract 

In the hot rolling process, scratches are occurred on the surface of a slab because of its strong friction. 
One of the methods to solve this scratches problem of slab is proposed which is the Flying Touch hot 
rolling process. This paper introduces that the simulator for applying Flying Touch Method is 
manufactured to evaluate a performance of the Flying Touch Method. Furthermore, it is evaluated by 
the simulator how much Flying Touch hot rolling process can reduce the scratch. 
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1. Introduction 

Steel plates, or slabs, used in industries are produced 
through the following process: Iron making process, the 
smelting of iron ores into pig iron, Steel manufacture 
process, the elimination of impurities, and Casting 

process, the shaping of molten metal into a plate. The 
result of this process is slab (Slabs), which can be 
modified into coils through a process called Rolling 
process. These coils are then sold after going through 
processes such as Cold rolling. 
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synchronize a speed between simulator roll and 
assumed steel slab.  
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