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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 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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the K-WRS mill and HC mill and the results of rolling of

stainless steel strips on these mills.

2 Crown of Hot-Rolled Steel Strips

When reduction is applied to material, the rolling
reaction force from the material causes roll bending, and
ﬂattenmg of the roll surface. Especially in materials with
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Table I Specifications of K-WRS mill and HC mill
Mill Item ‘ Specification
Chiba No. 1 Rell < | WR : 597~ 700 ¢x 1700 L mm
1 Oll 5i2¢ i
hot strip BUR: 1118~1255¢x 1372 L mm
(R-WRS) Work roll ' Stroke: + 275 mm max
shift Force : 100 tf max
'VVR bend- . [
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sure of the rolls at the work roll end, and, as a result,
decreasing deflection. The amount of deflection of the where

work roll can be controlled by regulating the amount of he: Strip thickness in the center of strip width

shift of the intermediate roll in response to strip width, hyws: Strip thickness 25 mm from the work-side

that is, by changing the distance between the strip edge strip edge

and the intermediate roll end, or, more precisely, the hpss: Strip thickness 25 mm from the drive-side

length of the part of the intermediate rolf in contact with strip edge

the part of the work roll not in contact with the strip
i (denoted HCS). The effect of the work-roll bender also In this case, Crys can be controlled to about ) to 40 um
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ing, so the usable range of E; values is limited. trapezoidcamber rolls; the average Cr,s throughout
Therefore, the composition of the rolling campaign ~ such a campaign has been about 100 gm. With the TA
and the setting of Ej -values should be carried so as to method, however, it has become possible to control Crys
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if strip width and thickness vary.
Figure 9 shows examples of a typical profile (width-
Variations in the strip crown in a hot rolling cam-  wise thickness distribution composed of the crown, edge
paign are shown in Fig. 8. In this campaign, thickness drops, high spots, etc.) of SUS430 steel sirips rolled by
varied between 3 and 4 mm and width between 720 and  the TA method. As is apparent from this figure, the
1 260 mm. By the conventional methods, good crown  prefiles show an almost square cross section.
control is obtained only with specific sizes even using

5.1.2 Strip crown profile

1200 ] 200 mm
P

=1m}

itk




k| J

[

|
T
"=l—,

2

y _
1

b

-y

[mrhnd urac adnnted . (r.. decreaced to lees than ahonit However the flatness hetween stands and on the exit )

[y



Table 3 Crown control capability-comparison of Crys-

5.2.4 Strip crown and profile in HC mill o
Bv applying the various techniques mentioned ‘
Y Sppying s tepamanes e D S Materals | oo | sUS304
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