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Establishment of HCR Technology at Heavy Plate Mill
in Kimitsu Works, Nippon Steel Corp.

Motohiro NAGATA, Yukiharu KuBUKl, Ichirou OTSU and Teruo TANAKA

Synopsis :

At a Heavy Plate Mill in Kimitsu Works, HCR operation has been introduced since July 1982.

Since start-up, the production management between caster and mill was-made more suitable for the HCR
operation and several measures were taken to raise HCR ratio and the slab temperature, such as decrease
of slab surface cracks, building of slab heat insulator, optimized scheduling system and so on.

As a result, the HCR ratio and temperature is now more than 75% and 680°C.

In this paper, we describe the concepts, contents and effects of these measures.

Key words : HCR (Hot Charged Rolling) ; HCR ratio ; HCR temperature ; slab surface crack ; slab heat
insulator ; production management system.
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Table 1. Main measures for HCR.

Object
HCR ratio HCR temp. Production

Measure

@ Decrease of slab surface cracks

cc Moderate cooling, Mist nozzle, O
Standardization of CC operation,

Hardware @ Slab surface crack detector (ECT

OO 0O

. (4) Slab heat insulator
Heavy plate mill Reconstruction of slab cranes

Plane view pattern control on rolling
(®) In-line slab gas cutter and marking

OO

O
o]0 O |O

(D HCR operation scheduling system
Software System CC-Plate Mill production management system
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