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Synopsis :

User's demand for the decrease in the traverse gauge deviation of hotrolled strip is
becoming more serious year after year, especially for the stainless or other special steel.
To satisfy this demand, K-WRS (Kawasaki Steel-Work Roll Shifting) mill, which controls
the strip crown by shifting a tapered work roll, was applied to Chiba No.1 hot strip mill
in June 1983. And HC mill (High crown control mill, 6-high), equipped with the IMR
shifting device and work roll bender, was installed in Mizushima hot strip mill in
September 1983. As a result, the capability of controlling the strip-crown has been
improved to produce the stainless steel hot coil with a smaller strip crown and square

cross section by applying the respective control methods used in K-WRS and HC mills.
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Synopsis:

User's demand for the decrease in the traverse gauge deviation of hot-
rolled strip is becoming more serious year after year, especially for the stainless
or other special steel. To satisfy this demand, K-WRS (Kawasaki Steel-
Work Roll Shifting) mill, which controls the strip crown by shifting a tapered
work roll, was applied to Chiba No. 1 hot strip mill in Jure 1983. And HC
mill (High crown control mill, 6-high), equipped with the IMR shifting device
and work roll bender, was installed in Mizushima hot strip mill in September
1983.

proved to produce the stainless steel hot coil with a smaller strip crown and

As a result, the capability of controlling the strip-crown has been im-

square cross section by applying the respective control methods used in K-WRS
and HC mills.
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Table 1 Specifications of K-WRS mill and HC mill

Mill Ttem Specification
Chiba No. 1 , WR : 597~ 70041700 L mm
hot strip Roll size
(K-WRS) Work roll | Streke: 4275 mm max
shift Force : 100 tf max
Wﬁgb?gi'e Increase: 53 tf/chock max
Mizushima WR : 585~ 685¢x2380L mm
hot strip Roli s .
il oll size IMR: 540~ 675 ¢ x 2345 L mm
(HC) BUR: 1190~1 340 ¢ x 2 300 L mm

IMR: 0~750mm
WR: +150 mm

Shift stroke

Work-roll | Increase : 75 tf/chock max
bending | Decrease: 75 tf/chock max
force

(only for upper roll)
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Fig. 3 Schematic diagram of K-WRS mill
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Fig. 5 Schematic diagram of HC mill
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Fig. 8 Change of strip crown in hot rolling schedule by K-
WRS mill (SUS 430}
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Table 2 Crown control capability in K-WRS mill

AMaterials Product size™ (imm) it Zan CE(L;:(#?{‘;) G0 80 100 120
SUS 430 3.3 1000 139 “a ( oa) o]
SUS 130 20%1219 133 * ) (o]
SUS 110 10~3.3x1000 115 1? [
SUS 420 3.0~8.0%914~1 000 73 O ¢
SUS 420 ]2 $.0~5.3%X8911~1000 61 =4h‘ Qo
*Thickness X width
**Number of coils examined
0 Conventional
® K-WWRS
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D+T+B+@ < 60 < 40

(O IMR shift

@ Roll curve changed

@ High temp. rolling at finisher stands

@ Light reduction at the latter stands
* Thickness x width
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