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Development of High Tension Skinpass Facility for Stainless Steel Cold Strips
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Synopsis :

In order to meet the increasing requirements for flatness of stainless steel cold strip, a
high tension skinpass mill has been developed. Some investigations during developing
stages have suggested that stretching by 0.8% under front tension of 0.7 Xoy and rolling
under optimum force are essential for the strip to obtain flatness coupled with high
gloss and superior mechanical property. Based on the results, a high tension type of
skinpass mill has been designed, and the 2-high skinpass mill has been reformed into
that type of mill. This mill is now in operation with high efficiency, and is
manufacturing stainless steel cold strip having outstanding flatness as well as high

gloss.
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Development of High Tension Skinpass Facility for

Stainless Steel Cold Strips

Akihiko Kamiya, Jun-ichi Yamamoto, Syuichi Sacho, Hiroshi Kaibara
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Synopsis:

In order to meet the increasing requirements for flatness of stainless steel
cold strip, a high tension skinpass mill has been developed. Some investi-
gations during developing stages have suggested that stretching by 0.8 %
under front tension of 0.7 x ¢, and rolling under optimum force are essen-
tial for the strip to obtain flatness coupted with high gloss and superior
mechanical property.

Based on the results, 2 high tension type of skinpass mill has been de-
signed, and the 2-high skinpass mill has been reformed into that type of mill.

This mill is now in operation with high efficiency, and is manufacturing
stainless steel cold strip having outstanding flatness as well as high gloss.
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Fig.1 Conventional process
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Table 1 Test conditions

Test % Front Back Roll force
est A tension tenston ¢ (kgf)

1 0.5 0.3, 0.4, 0.5 0.8 f.6<10%

2 0.7 0.3. 0.4 0.5 0.6 6.6x 107

3 0.8 0.3, 0.4, 0.5, 0.6 6.6x10°
3.3x107

4 0.8 0.6 -
4.4x10°

{a, : yield stress of SUS 430 2D)
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