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Synopsis :

Kawasaki Steel Chiba Works No. 3 hot strip mill is one of the latest mills. At this mill,
the most advanced technologies, such as AC-moter drives, hydraulic screwdown, and
pair cross rolling systems, are applied to all stands of finishing train. Thickness gauges,
profile meters and pyrometers are installed not only on the delivery side but also on the
intermediate stands of finishing mills. By using these sensors and actuators, feedback
and feedforward controls of gauges and temperatures succeeds more accurately and in
higher response than those at conventional hot strip mills. By using this advanced mill,
Kawasaki Steel can supply hot rolled coils of highly uniform dimensions and mechanical
properties. Customers can reduce their material costs by adopting our hot rolled
products to applications where cold rolled coils used to be used. And Kawasaki Steel can
contribute to the saving of cold rolling energy by suppling these hot rolled products and

this ultimately conduces to global environment protection.
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Kawasaki Steel Chiba Works No. 3 hot strip mill is one of the latest mills. At this mill, the most advanced technologies,
such as AC-moter drives, hydraulic screwdown, and pair cross rolling systems, are applied to all stands of finishing train.
Thickness gauges, profile meters and pyrometers are installed not only on the delivery side but also on the intermediate
stands of finishing mills. By using these sensors and actuators, feedback and feedforward controls of gauges and temper-
atures succeeds more accurately and in higher response than those at conventional hot strip mills. By using this advanced
mill, Kawasaki Steel can supply hot rolled coils of highly uniform dimensions and mechanical properties. Customers can
reduce their material costs by adopting our hot rolled products to applications where cold rolled coils used to be used.
And Kawasaki Steel can contribute to the saving of cold rolling energy by suppling these hot rolled products and this ulti-

mately conduces to global environment protection.
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o, Low carbon steel TS = 370 MPa :L
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Fig. 1 Production range
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Fig. 2 Thickness allowance of hot and cold rolled coils (accord-
ing to JIS)
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Fig. 3 Outline of automatic gauge control system in Chiba Works No. 3 hot strip mill
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Fig. 4 Comparison of AGC response
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Effect of dynamic set-up

AGC start point

Conventional hot strip mill
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Fig. 5 Outline of thickness contro! at lcading end of strip
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Fig. 6 Comparison of thickness accuracy
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Fig. 7 Outline of crown control system in No. 3 hot strip mill
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Fig. 15 General composition of “Endless rolling”
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Fig. 17 Deviation of coiling temperature by endless roiling

Table 1 Comparison of on-gauge ratio
T [ [

VLo egeC | 220°C

o i30‘[[m |
C°"ﬁ;ﬁm”“' Batch rolling | 96.0% | 83.5% | 85.2%
No. 3 hot Batch rolling 97.9%, 99.3% | 96.3%
strip mill Endless mll;_rlg 99.6% 92.8% | 99.0%

Low carbon steel: £ = 2.0~2.5mm, w = 1000~1 200 mm
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