BRI

)1 ey S Bk 7
KAWASAKI STEEL GIHO
Vol.15 (1983) No.4

EAEIEREIZ 31T D FellitiE o AT A
Optimized Operation System in Hot Strip Rolling

b2  #76(Nariharu Kitao) /MME IEdifi (Masamitsu Obashi) & AR 1% (Kiyoshi
Takagi) &} HeFE(Masayasu Fukui) M —BE8(Ichiro Toda) )l %= (Kozo
Ishikawa)

HE

REBVE THTIE, EVFEFIET A BEOFEEAA NI = A2 DI LBl AT
LR LT, AV AT 2%, MEVFRRBERIAE, HEE >y FHIEB LT L—T—7 1
NHaAAfT—FTOXEA LT T 4 PVENAVGIEINLRD 2o TEY, FEAHEIMN? A
IZFEODIT BN TS, KU AT AOE ALY, H S VR O SRR 138 M 72 bR
BRI H 000 6T BHEEOZRIC X BRETE, MM - SIsRE T V&2 W86 Ol
ERE S 0=#) 12CTh o7z, £72, F 1 A U F =0 bl BB EERE TR D
12 B, SR E CHRAMEARE L 7o Tz,

Synopsis :

Optimized operation system from furnaces to coilers has been developed at the hot strip
mill of Mizushima Works. This system consists of furnace combustion control, mill
pacing control and direct digital control from delay table to coilers and is well combined
with various rolling techniques. By introducing the system, the accuracy of the
temperature calculation model of a slab and sheet bar is greatly improved, i.e., 0=12°C,
and sheet bar temperatures at the exit of roughing train follow closely changeable
target values. Furthermore, the rolling interval time at No.1 finishing mill has been
shortened to 5 seconds from previous 12 seconds, when the setting of finisher rolling

speed is changed.
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Optimized Operation System in Hot Strip Rolling

Nariharu Kitao, Masamitsu Obashi, Kiycshi Takagi, Masayasu Fukui, Ichiro Toda, Kozo Ishikawa
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Synopsis:

Optimized operation system from furnaces 1o coilers has been
developed at the hot strip mill of Mizushima Works,

This system consists of furnace combustion control, mill pacing
control and direct digital control from delay table to coilers and is

well combined with various rolling technigques.
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By introducing the system,
calculation model of a slab and sheet bar is greatly improved, ie.,
g = 12°C, and sheet bar temperatures at the exit of roughing train
follow closely changeable target values. Furthermore, the rolling
interval time at No. I finishing mill has been shortened to 5 seconds
from previous 12 seconds, when the setting of finisher rolling speed

the accuracy of the temperature

is changed.
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Table 1 Basic specification of the facilities
Facilities Number Type and capacity
Slab reheating s 6-zone pusher type, Effective hearth length: 32,0 m, Hearth width: 12.9 m, Nominal capacity :
furnace 325 t/h, Type of fuel: oil and mixed gas
Vertical scale | Overhead driven type
breaker Max. reduction ! 75 mm at { =305 mm
Roughing train 5 RI: 2 high reversibie type, R2: 2 high non-reversible type, R3, R4, R5 ! 4 high non-reversible
type. tandem rolling between R4 and R5
Flying crop shear 1 2 cut inner stand type, Max. cutting thickness ; 60 mm at sheet bar width of 1500 mm
Finishing scale 3 Pinch roll and high pressure water spray type
breaker Pressure ; 150 kgf/em®
Finishing train 7 F1, F2, F3, ¥4 : 4 high type, F5, F6, F7: 6 high type
Thin gage coiler 5 4 blacker roli type down eoiler, Thickness of strip: 1.2-8.0 mm, Coil diameter : max. 2 300 mm
Main motor: D.C. 280 kW X2
Thick gage coiler 2 No.1,2: 4 blocker roll type dewn coiler, Thickness of strip: 1.2-13.0 mm, Coil diameter: mar
2 300 mm, Main motor ; D.C. 280 kW X2
1 No.3 4 blocker roll tvpe down coiler with bending roll, Thickness of strip: 2.3 -32.0 mm,
Coil diameter : max. 2 300 mm, Main motor : L.C. 500 kW X2
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Table 2 Improved item

No. [tem Original New

1 | Crop cut length{/y} 7.0 mm 3.2 mm

Setting up time of finisher
2 _ 12s 5s
rolling speed

Accelerated and decelerated

3 75 m/min-s | 110 m/min-s
rate at run-out table

4 | Drift check Yes No

5 | Looper response (height) 08 rad/s 2.5 rad/s
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