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General Description of Main Facilities  for Producing Ultraheavy Steel Plates
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Synopsis :

Since April 1971, ultraheavy steel plates incl uding such grades as ASTM A387Gr. D and
A533Gr.B. have been produced in Mizushima Works, Kawasaki Steel Corp. In order to
meet with the severer requirements on qualities from customers, it is much better to
produce the plates in an integrated iron and steel works, where the selection of raw
materials is favourable, application of suit able processes and facilities are at will and

moreover the integrated quality- and proce
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General Description of Main Facilities for Producing Ultraheavy Steel Plates

I & E OB T R = Y

Kanji Emoto Katsuhiko Miyata

m=m B OB AT i K B kT

Toshihiro Sekine

Synopsis :

Since April 1971, ultraheavy steel plates including such grades as ASTM A387Gr. D and AS33Gr. B.
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Fig. 6 Layout of forging shop, concerning forging practice of the slab
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Table 2 Specifications of main facilities in forging shop

Forging press ‘ 1 Type: Full automated high speed

free-forging hydraulic press
Capacity: 2000/4000/6 000/7 200t
Daylight: 6 000mm
Stroke : 3 000mm
Column distance: 3 300 x 6 000mm
. Working hydropressure: 315kg/cin®
‘ Controlling method : Digital control

Manipuliator ! 1 Type: TM60-SECO
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