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ROLLING MILLS OF OSAKA SEIKO KABUSHIKI—KAISHA
(OSAKA STEEL MFG. CO., LTD.) |

Yoshio Takaishi

Synopsis:

The Osaka Steel Manufacturmg Company was reorganized in 1937 from the former Takaishi
Rolling Mill established in 1921. After the war, improvement of the rolling mill was under--
taken, and a small size semi-continuous type of rolling mill, was - completed in 1947 at the
present Amagasaki plant. This improved rolling mill is able ‘to produce small section round
bars as well as deformed ‘bars with a capacity of 7,500 toms per month.

In 1951, a new rolling mill that produces small section bars and wire-rods was completed
at the Kyobashi plant. The time required for the resettmg of this mill from bars to wire="
rods and vice versa is only a couple of hours. Thus it is featured for its h]gh maneuverbxlxty
in meeting the demands to produce varxous types of products with a capability of 12,000 tons
per month both for bars and wire-rods. . :

The post-war rationalization trend in the irom products in Japan as well as in other coun-
tries had little attention in the field of medium size products, and therefore anm attempt to
construct an all-continuous- medm‘m size millyhad been planned, - which resulted in the com- .
pletion of the first of its kind in Japan after-one year of endeavor in 1955 at the Kyobashi
plant.
3" up to 8" with a monthly capacity of 15,000 tons. .
'~ We are proud to .anounce the new.born continucus mill, hlghly efficient ‘in its rolling opera- '

With this mill, it is possible to roll angles and shapes of various medium sizes from ‘-

" tion and sSuperior in its labor product1v1ty
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Fig. 1. The old small sections plant.
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Table 1. Quantity of rolling per Iiour by
different products and sizes.
Products ! Sizes | Rolling per hour. t/h
Bars i 5/8'"" ¢ 17

Y S 3/4:1 ¢ N . 20 '

4 Co78t .22

2N LU R 18
Wire rods' 5'5mmd - 18
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Fig. 4. Kyobashi medium sections plant.
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Table 2. Quantity of rolling per hour
‘(Actual results)
I . Qi | Ingots Rolling per

f’roducts Lo Size used hour t/h
) B ] .

Angles |6 X 65X 65 200kg type|. 188

4 8 X 65X 65 4 v 189

4 6X 75X 75 7 4 18°8

. 7 99X 75X 75 v 7, 19°4

.Channels|sxX50x 100 | 250 ” 20°7.

4 6 X 65X 125 300 7 23°8

4 6*5 X 75X 150/ 350 x4 23°3

4 7X75%180 4 v 21°0
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Fig. 5. The new small sections plant'.
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- PROBLEMS OF CAST ALLOY STEEL ROLLS
AND SOME OTHER ALLOY STEEL PRODUCTS

Nobutaka Yamamoto, Dr. Eng.

Some improved methods have been established recently in Japan with reference {0 manu-

facturing of cast alloy steel rolls, built-up and back-up rolls,
temperature and high pressure boilers and heat resistant high alloys for gas turbines.

main steam pipes for high
The

purpose of the present paper is to describe the engineering technique for manufacture of
these products of alloy steels covering important processes from melting to inspection.
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