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The Analysis of Width Deformation Behavior in Thin Slab Casting and

Rolling Process
Park, H. D.”, Kim, H. C”, Song, K. H’

Abstract

Mini-mill process which is one of the new steel making process to be able to
produce the hot rolled strip by thin slab caster, was completed in the kwangyang
steel work. This new process was constructed liquid core deduction, tandem
reduction unit, induction heater, coil box and finishing mill to be varied width.
Therefore, in oder to make sure of target strip width, analysis of actual plant data
was done to fine out amount of width deviation. Finally, the predicction system of
width in the mini-mill process was developed to included temperature caculation
model.
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1 The relationship between casting speed
and spead width.
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Fig. 2 The spread width according to reduction

ratio of #1 roughing mill.
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3 The spread width according to reduction
ratio of #2 roughing mill.
( R1: 30% , JW @ 4927mm)

Fig. 4 The spread width according to reduction
ratio of #2 roughing mill.
(RI: 40% , AW : 7.755mm)
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Fig. 5. The result of width prediction system in mini-mill.
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