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Synopsis :

The existing conventional picking line (No.2 CPL) and the batch type cold tandem mill
(No.1 TM) at Mizushima Works were modified into a fully continuous descaling and cold
rolling mill in June 1985. On the other hand, we have been operating new KM-CAL since
February 1984. As a result, we can produce cold rolled strip using only two processes,
that is, the fully continuous descaling and cold rolling mill and KM-CAL. This paper
reports new technology necessary for combining a picking line with a cold tandem mill
for a continuous operation; high efficient descaling technique, continuously width
changeable trimmer, and advanced flying-gage changing technology for a large difference
in thickness and flow-stress. This modification has brought about improvement in
product quality and material yield, an increase in productivity, shortening of production
time, and saving of labor cost. Now the operation of the new system runs smoothly and

is giving expected benefits.
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Synopsis:

The existing conventional pickling line {No. 2 CPL) and the batch
type cold tandem mill (No. 1 TM) at Mizushima Warks were modi-
fled into a fully continuous descaling and cold rolling mill in June
1985.  On the ather hand, we have heen operating new KM-CAL
since February 1084, As a result, we can produce cold rolled strip
using only two processes, that is, the fully continuous descaling and
cold rolling mill and KM-CAL.

necessary for combining a pickling line with a cold tandem mill for a

This paper reports new technology

continuous operation; high efficient descaling technique, continuously
width changeable trimmer, and advanced flying-gage changing tech-
nelogy for a large difference in thickness and flow-stress. This
maodification has brought about iniprovement in product quality and
material yield, an increase in productivity, shortening of production
time, and saving of labor cost. Now the operation of the new

system runs smoothly and is giving expected benefits.
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Table 1

Main specifications

Lntrv section D(‘b(.dllné{ section

Trimmer section Mill section

Ll[‘lL apced ‘ 620 mfmin Line speed 320m/min
i -

Lnop car 4RO m Loop car 200 m
cupauty capactty
Wel(let (1) Laser Descaling {1) Tension leveler
equipment
{2) Flush-butt (2) Mechanical
{(KMW) descaler
(ISHICLEAN)

{3) HCL

35t max

1.6~6.0num
® GO0~ 1 630 mun

Coil weight

Size

Llne speed 380 nyfmin . Mill speed 1 930 m/min
I LOOP car 350 m Cutting 400 m/min max
capacity speed
Trimmer Tarret trimmner -3 4 Hi with WR shift
2 d aH;
#5 6 Hi
Coi! weight | 50t max
— Size 0.15~3.3mm
X G0 ~1 630 mm

Laser heam welder
! Mechanical descaler

: o USHICLEAN)
! Lension ' Acid tank )
leveler % //\\ T Tandem mill
: 5 RN Trimmier Center shi Carrousel
Uncoiler ] ng\f[,w - «’; \! N \ummu Center shift device \___58_@_1
LN} LI N ““. 7 -,
9 s = WA Ny AN
& , S , AN
@ =75 = Vs ’ T L0
P - 8O)
I’a(;-ioff reel  Flyiug shear
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Outline of fully continuous descaling and cold rolling mill

Mechonical descaler

Pass line

Acid tank Z0mx 1}

Tension leveler
Pass line
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Table 2

Specilications of desciling equinnent

Elongation ratio 4Uu nux

L o=

Stretching worke roll - 80 mmg x 2

Leveling work roll 80 mmég x 1

Tension ieveler
3. Motor power
1000 kW

110 kW

Main motor

Stretching motor

1. Waler pressure at outlet of spray nozzle

350 kgfem?® max
Mechamcal ks

13 plungers
descaler

3000 kW
22 t/min max
0kwW

Plunger puinp

) Motor paower
(Ishi-clean) . .
2. Slurry guantity

Motor power

Acid tank ! 20m x 4 Tanks
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