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Introduction of New Function of KT mill, Cold Rolling Mill for Thin Strips

BEEAN BT

REFEAR"
Taisuke MIYAZONO  Haruyuki HOSOKAWA  Keitaro NAGANO

4l
l}

NN
Yasuyuki KATAYAMA  Takahiro SHIMIZU

Pl *2

The Kobe Twelve-high Rolling Mill (KT Mill) is a rolling machine developed on the basis of a twenty-
high mill and an aluminum-foil mill and comprises many excellent features including the mechanisms
and systems for thickness and flatness control. The recent improvement in the performance of
electronic equipment and automobiles has raised the requirements for the quality of thin-rolled flat
products, their stock material. This has inevitably led to the need for high-performance multi-high
rolling mills. This time, we have newly developed a mechanism for offsetting the work rolls to enable
curled strips to be corrected during rolling. Furthermore, a laser speed gauge has been adapted to
improve the accuracy of the automatic gauge control. The automatic flatness control was also newly

devised to evaluate the control results.
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Fig. 1 General view of advanced KT mill
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Fig. 2 Relationship between work roll offset and curling direction
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Fig. 3 Position of offset device for work rolls
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Fig. 6 Step response of wedge system
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Fig.10 Results of automatic flatness control for narrow width strip
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