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Synopsis :

Fully continuous finishing rolling, so called  "endless hot strip rolling”, started at No. 3
hot strip mill in Chiba Works of Kawasaki Steel for the first time in the world,
depending on the development of sheet bar joining process and establishment of
continuous rolling system. For joining the head and tail ends of sheet bars, an induction
heating and an upsetting method was adopted. This method made it possible to join the
sheet bar ends in a short time, like 5 s. Streng th of joint is equal to its mother materials
and no scale residue was found accross the joint. Accordingly, an ideal joining
technology was established. Sheet bar ends ar e joined before reaching the finishing mill
while the bar moving. Continuous finishin g hot strip rolling is performed under an
uninterrupted tension between rolling stan ds. As a result, product quality, like
thickness accuracy, productivity and stabilit y of rolling were extremely improved. In
addition, ultra-thin strip and thin-wide stri p have been able to be produced without

trouble.
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3.1.1 Quality stabilization and increase in yield

sheet bars in endless rolling. Applied tension is main-

Cailer tained throughout the process from the finishing mill to

the coiler except for the head end of the first sheet bar

Fig. 1 Problems of the usual “batch process” and the tail end of the last sheet bar, enabling rolling and

threading to occur in an ideal condition without shape
disturbance.

Therefore, the accuracy of gauge and temperature
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exceed 1 250 mm. tinuous rolling, and a shape control technique so that the

strip shape is not disturbed.

3.1.4 Stable production of new materials by . . ) .
P The fourth challenge 1s to develoo a techniaue for

Jubricated rolling is conducted in hot strip rolling®. coilers.
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middie portion of one coil in order to prevent shipping  ties of conventional rolling technology, it 1s necessary to
when the head end enters the roll gap caused by the develop innovative technology.
injection of lubricating oil, which 13 shown in Fig. 1 (¢).
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Table 2 Benefits of endless hot strip roiling
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