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Improvement in Rolling Yield at Blooming Mills
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Fig. 1. Transition in increase in rolling yield for slab for hot strip by capped and killed steel.
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Fig. 2. Transition in increase in rolling yield for
hot direct rolling for hot strip.
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Fig. 3. Transition in increase rolling yield for square billet for wire by capped steel and
for wire or rod by killed steel. .

1. érop cutting ratio of top and bottom part of ingot after rolling.
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Fig. 4. Relationship between heating time and
scale loss ratio.
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Fig. 5. Example of improved hot scarfing by hot
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Fig. 6. Slab cutting scheme for slab end.
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Fig. 7. Relationship between slab width and rol-
ling yield.
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Fig. 8. Improvement in crop shape for capped

steel.
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Fig. 9 Ingot shape of capped steel.
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Fig. 11. Reduction in crop amount by modified rolling schedule.

Upper roll

Rolling
e
end

Rolled

metal

Lower roll

Rolling top : Rolling over lap loss and fish tail loss become small.
Rolling end : Rolling over lap loss and fish tail loss become big.

Fig. 12. Character of rolling top and rolling end.

CENREIEEFETHY, A5 TOEBRDEEMOY
R ATTHT, KEr - X 5BHEE TSRO
BT — =% EBITREED, AT THEL ok
HO(EEDHEY) TEETERELITS HETHS. 7
4 VaTF—ADHRELBHE LY0.4% OBFE Y L
PE LIRS, B LORBEBETESDITVWARAS 7
DS EIMRBOFEMOLRI LD £ ¥ 2 5 THERY
REBE LT 7D, AR 2 —ADRT7 4
F—AEHRETHOIXRETHY 521 BT RN X
SR B G2 BETHLEN D S.

(2) RAAEME - WR-$AFEESD

Fig. 11 CHAEEESED LB A5RT, FiEfe —n
W UCHREEN AR 2GA T fl% [H# LiAsu ], 7
O UE (FlE ] LEHThE (Fig. 12), K
RAFERE ST BEEEM O b b KD HORFETF 4
72T, WMEEMCH LiIAZE, 51X EmarEHL,
HLARIRD 7 vy 7L H N B EDCTHD. =D
BEIEHERIz vy, FRPRHNTH LS. T
Rt ARHE X EFEEM O i LA & 70 5
IO5KLT, MimIiksry, 72 WL LDS Kk Th
5. WTRLHBREEROS | SR EHTRET HHEE
MEHOALATZ O LI BT 4 o VT —n, a—1)
VIZF = =F o TORKEEPIETH LY B &3
5. HEY R LXWA A AEECREEEC LG 2%
LR,

(3) MgAR LEESDD

MR LEL & 3SR OEHE D 5 ik BEL F Tt
W, EEAR — A CERmEMBA2HEL, 0%
PEBISHERE LT, 5|HEHFOMBCRAAD 5

— 10 —



B

SWEEZ ST EEHFFTVOME 2267

Upper rol |

Ingot top part is rolled

2 to form concave by AL and AH
AL=60~120mm
&H=200~400 mm

—=
pe—]
Ingot width

Bottom

Top
B
AHS
. e

AL
| Ingot is rolled from
c opposite side (ingot bottom).

D -~ Rolling direction

Ingot is reversed after

forming concave,

Metal (O (hatched part) flowes to
concaved part @,

Fig. 13. Improved rolling schedule to form con-
cave at the ingot top and bottom part.
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Fig. 15. Transifion in increase in total rolling
yield from ingot to hot strip for conventional
rolling, hot direct rolling and hot charge rolling
for hot strip.
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Table 2. Recent break down amount from con-
tinuously cast slab and bloom to different appli-
cation.

(t/month)

Continuously For h(??vy plate 29000

cast slab For hot strip 40 000
Continuously | For seamless pipe, wire, |,

cast bloom rod and others 410000
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S, (1978. 6) ER&ET %G (BE) 11) BAZBEHLSARARES: B 50 MBI 5%
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