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Outline of Newly Built Chiba No.3 Hot Strip Mill

25

&

JIMFRLB T BT I, 0 3 B LA G e T L, 1995
5 RIS A e ML T R o S A AR M L

3

WGl 2 BB S B, T fahd, P Fll kA & ueis Ak
E b ) TR R A, B LS T e L
T e F S A VI AR R TR & i 2 T D, F 2y anky .

4
£

SR R #at dLie A e ST EAT 0T, MR ), ML S LB L, B
Yasuo Ogawa Takehisa Nakamura Nariharu Kitao 77 HIRE S, RN SRR e BT A,

Wk T ‘E-XJ_U? ﬂ*.M.‘ﬂEﬂ-\, T’ﬁﬁ”}’;ifiﬁﬁ' ifil_lliﬁll#‘,‘cfﬂii fif + GRG0 5 0 R % RO L 7,
[ S R R T E

(i e

Synopsis:

Kawasali 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 (schduled
for start-up in January 1996); (2) high accuracy and high quality rolling based on (&) pair-cross mills with excellent contrel

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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Table I Main equipment specifications

Walking beam type
Total 700 t/h
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fl: 4T L'lfﬁamﬁ'\n"ﬁ SIAEETH B Max. width reduction 300 mm
IAHE FRUE PO R s LS, Roughing mill
(1) R 2 ed i, — DS rlnd s 5, R1 4000t 2-high reversible
TR, TR TR A F R I A AT R A, 2 1200t 4-high reversible
(2) B E R s R kA K3 3800t 4-high reversible
- FEALRIE R i )~ oo b K, Finishing mill 4-higt pair-cross mill
. }Jn Jthl. Yty 7)1& P F1-2 5000t
o s | 1
= Gﬁﬂruﬁ&HmU:;%.ftHfmmmui BIO) pUv gy o TUTING Shee mpm _
FEAED N | Down coiler Hydrauric 4-wrapper roll type <2
Bizing Press
Strip shear
Reheating Furnace Q Q Coilhox QQQQQQ Coollng zone
I
LT 1T 1 9] b b
6 Welder
Down Coiler

Fig. 2 Layout of No.3 hot strip mill
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Table 3 Characteristics of main equipment supporting
endless rolling
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High-speed slab transportation
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Furnace combustion control
Accurate reheating temperature contrel

Mill-pacing-control

N

Fully-automated rolling operation Accurate tracking
Mill setting
Ge and stop control l

Flying gauge change control

Strip dividing control

Fig. 3 Schematic diagram of control functions supporting endless rolling
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Tahle 1 Characteristics of main equipment for accurate
and uniform production

High skid button adoption
(204 nm height)
All ceramic fiber construction :

TFFurnace

Low thermal inertia (12°C /min)
[Reheating tempvmtmc accuracy, H :{

Sizing press Iigh-speed processing & temperature
and roughing cdrop from extraction to linisher
mill entry, = [00°C

Camberless production ! rolling under

restraint using long side guides

Accurate mill set-up using inter-stand

Finishing mill
SENSOLr |

[rofile meters/thickness gauge
Width gauge
Quick response AGC and tension control ©
[Tydraulic screw down
AL moter-drive
Low inertia louper
(}aucre accuracy at head end. o7 10 gm
(,10\\ nZ 30 gm

Cooling system btdblt flow rate !

lead water tank method

Clean waler (prevent nozzle clogging)
Subdivided control valves :

Coiling temperatwre accuracy, 15T
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