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Stainless Steel Cold Rolling Plant at Chiba Works™

Synopsis:

Stainiess Steel Cold Rolling Plant, which was newly
built in Chiba Works, started operation. A cold rolling
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Fig. 3 Layout of stainiess steel cold mill
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The mill provides a maximum rolling force of E 1245 Steapness

1025 = 30
1000t for normal use, and the work roll diameter, o

which is an important factor for creating stainless steel
brightness, has been designed within the range of 79 to
120 mm.

3.1.2 Features of the facilities

(1) Quality Center
The automatic gauge control (AGC) system com-
bines the feed-forward, monitoring, BISRA, and
massflow methods to ensure high accuracy.
Low-viscosity mill oil is used with a Schneider filter
in the filtering system. As a result, a stable level of
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The Ruthner method has been adopted for final pickl- Table 4 Specifications of the recoiling line
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Fig. 12 Layout of slitting line



. . . racy, high speed and high reliability, and has sufficient
3.4 Automatic Coil Transportation System flexibility to plan the optimum schedules.
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Table 8 Rules of expert system installed in P/C software

Rules

Components Target of inductive reasoning Mean CPU time(s)
Select O/C command Select O/C command 10 0.2
Select machines 0.2

Select available machines under O/C command
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