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KAWASAKI STEEL TECHNICAL REPORT No, 37 October 1997

High Quality Production Technology
at the Chiba Works No. 3 Hot Strip Mill"

Synopsis:

Kawasaki Steel started the operation of the No. 3 hot
strip mill at its Chiba Works in May 1995 This is the
ﬁrﬂ ﬂl”‘, continuous hot strip mill in the world. To
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Fig. 3 Scnsor arrangement in No. 3 hot strip mill
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Preset . Low carbon steel. size | 166 mm * ] 228 mm
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Fig. 14  Qutline of coiling temperature control sys-

tem in No. 3 hot strip mill ) ]
trol, (2) pauge control, (3) width control, (4) crown and

flatness control, (5) FDT control, and (6) CT control. In
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