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The Fully Continuous Descaling and Cold Rollig Mill
Hiroyasu YUASA, Toshinobu NAKANISHI, Tadayoshi TAKENO,
Mamoru TABUTIL, Kazuaki YAMAMOTO and Tomio KOMATU
Synopsis:

Mizushima works has remodeled the existing pickling line (No. 2CPL) and the batch type cold tandem mill
(No. 1TM) into a fully continuous line in June 1985. Some necessary technologies for combining a pickling
line with a cold tandem mill have been developed for a continuous operation; highly efficient descaling tech-
nique through introducing tension leveller and mechanical descaler, continuously width changeable trimmer,
and advanced flying-gauge changing technology. Improvement in product quality and material yield, increase
in productivity, shortened of production time, and labor saving have been obtained. We can produce cold
rolled strip using only two processes, which are KM-CAL installed in February 1984 and the fully con-

tinuous descaling and cold rolling mill.

Now the operation of the new system is smooth and the benefits are as expected.
Key words: rolling; cold rolled product; automation; process control; production control.
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Fig. 1. Outline of fully continuous descaling and cold rolling mill.

Table 1. Main specification.
Item Specification

Ent. strip thickness 1.6~6.0 mm
Del. strip thickness 0.15~3.2 mm
Strip width 600~1 630 mm
Capacity 15300t/ A
Entry speed Max. 620 mpm
Tank section speed Max. 320 mpm

Delivery speed Max. 1930 mpm
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Fig. 2. Layout of descaling equipment.
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Fig. 3. View of trimmer.
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Fig. 4. Strip shifting device for coupling of pick-
ling line & cold tandem mill.
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16 50 Table 2. Specification of descaling equipment.
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Fig. 11. Comparion of width change method be-
tween conventional trimmer with new trimmer.
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Fig. 12. Definition of symbols in relation to flying
width change.
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