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Synopsis :

Kawasaki Steel has finished the construction of No. 3 Hot Strip Mill in Chiba Works
and started up its operation in May 1995. Features of this mill are: (1) World's first fully
continuous finisher rolling (endless hot-strip rolling) mill; (2) high accuracy and high
quality rolling based on (a) paircross mills with excellent control by inter-stand
measurement of strip gauge and crown, and (b) full-line temperature control using high

accuracy slab heating and strip cooling equipment.
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The body can be viewed from the next page.







Furthermore, the problem of pinchers tends to occur

' . - . when the gauge of the strip is thin and the rigidity of the
2 Outline and Effects of Endless Rolling strip decreases. Incidentally, pincher marks occur in con-

[n conventional hot rolling, slabs are individually nection with side walk during the tailing out at the fin-

rolied by a roughing mill to sheet bars 30 to 60 mm in ishing mill,
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The rolling mill setup for threcading sheet bar into the ously supplied to the finishing mill.
finishing mill is conducted by predictive control on the The following cffects can be obtained from this
basis of information such as {inisher entry temperature. method:
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ture, etc., 1s governed by prediction accuracy. Although through the finishing mill is conducted only for the
the nredictinn of rglline. hehayor 10 hot rolling bay a tng end @f a geries ofdoned sheer bage Asaa esult

long history, it 1s conducted under severe abrupt transi- quality and accuracy can be substantially improved.
tion conditions of temperature, cte., and has not yet (2) The effects obtained by lightening the restrictions on
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Table 1 Main equipment specifications the succeeding sheet bar without delay. This is espe-
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Sizing press i ventional furnaces.
300 mm Moreaover, less rolling time is required with shorter
: slabs. This applics to both the roughing mill and the fin-

Max. width reduction !
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Furnace combustion control
Accurate reheating temperature control
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quality. Skid marks arc prevented by using a special (2) The water injection scctions were subdivided. (They

-[n\f material for thp gkyl hurtnr u"

were crthdivided en that shangee the cniling tam

],51_(1 increasing the

fiber was adopted as the furnace refractories in all places are held to within 5°C.)
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