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Improvement of Rolling Efficiency of Hot Strip Mill
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Abstract:

Rolling efficiency of hot strip mill is being improved in JFE Steel. Although there are hardware remodeling and
software modification to improve efficiency, it is necessary to find out the improvement point which greatly hinders
the rolling efficiency improvement in order to select the effective means. However, in the hot strip mill which has
various equipment on the line and processes several steel materials simultaneously on the line, it is necessary to

handle a large amount of data for analysis, and it is time consuming. This paper describes the construction of data

analysis system for efficient analysis work.
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