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Description
FIELD OF THE INVENTION

[0001] The present invention concerns a method for
the production of flat rolled products, such as strip or
plate.

BACKGROUND OF THE INVENTION

[0002] Rolling plants disposed in a line with a contin-
uous casting machine which produces thin slabs, or "thin
slab casters", are known.

[0003] An example of a rolling plant on which the
present invention is based is described in WO
2009/065840. This document describes some forms of
embodiment of rolling plants. For example, fig. 1 shows
a configuration with a homogenization furnace upstream
of a single continuous rolling train. Fig. 2 shows a heating
furnace interposed between a roughing train and a fin-
ishing train, while fig. 3 shows two heating devices inter-
posed between relative groups of rolling stands.

[0004] WO’840does not show a solutioninwhich there
is a tunnel furnace upstream of the roughing rolling
stands and a rapid heating unit, for example an inductor,
at exit from the roughing stands and upstream of the fin-
ishing rolling stands.

[0005] Such plants can be planned and configured for
a substantially continuous rolling process, or "endless",
in which the cast product is rolled in a rolling train which
is placed immediately at the exit of the continuous casting
machine with which it is in direct contact.

[0006] The fact that the rolling train is directly attached
at the exit of the continuous casting machine in the end-
less process allows temperature not to be lost and, more-
over, to exploit to the full the heat in the cast product and
the low resistance to pressure in the first two-three rolling
stands inasmuch as re-crystallization has not yet com-
pletely taken place, with consequent saving of energy in
the rolling step.

[0007] Therolling process of the endless type ensures
the possibility of producing ultra-thin strip (for example
from 0.7 to 0.9 mm) in that sequences are begun by pro-
ducing thicknesses from 1.5 - 3.0 mm then progressively
decrease to 0.7 - 0.9 mm.

[0008] Unfortunately the endless process, like the one
shown for example in the patent EP1868748, the layout
plan of which is showninfig.1, is very rigid for the reasons
given below.

[0009] The production of some qualities of steel (for
example, peritectic steel, high carbon content steel, sili-
con steel, APl steel) obliges, for metallurgic and qualita-
tive requirements, to lower the maximum speed of con-
tinuous casting and, consequently, the mass-flow falls
below the minimum value needed to obtain the temper-
ature of at least 850°C in the last stand of the finishing
train, thus rendering endless rolling impracticable for a
vast range of thicknesses from 0.7 to 4.0 mm, despite an
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induction heating located on the train.

[0010] Moreover, as the rolling train is located imme-
diately at the exit of the continuous casting machine in
the endless process, there is no possibility of having an
intermediate buffer between the two rolling and casting
processes which are rigidly connected. Therefore each
minimum stoppage of the rolling mill and/or the strip wind-
ing machines, for example due to a programmed change
of the rolling rolls, in order to carry out controls, due to
accidents, sudden interruptions or minor breakdowns, re-
quires that the continuous casting process and also that
of the steel works upstream is stopped, with a loss in
production.

[0011] This characteristic of the endless process that
it does not have any buffer has the following consequenc-
es:

- the use factor of the casting-rolling plant, but also
that of the steel works upstream, is reduced by
5+6%;

- theyield of the plant (that is the ratio between weight
of finished product and weight of liquid steel in the
tundish to produce a ton), decreases by 1.2+1.3%
because of the loss of material which is a result of
the scrapping of the steel present in the tundish at
the exit of the continuous casting machine.

[0012] Moreover, the endless process does not allow
to insert a second casting line so as to increase the pro-
ductivity of the plant.

[0013] Finally, the endless process has very little flex-
ibility in the production changes (slab width and thick-
ness).

[0014] On the contrary, the layout solutions using the

thin slab caster of the semi-continuous type provide that
the casting machine and the rolling mill are connected in
line by a tunnel furnace for heating and/or maintenance
which also acts as an accumulation store for the slabs
when it is necessary to overcome an interruption of the
casting process, because of incidents or because of a
programmed roll change, in this way avoiding losses of
material and of energy and above all, avoiding an inter-
ruption of the casting.

[0015] Inthecasewhere,inasemi-continuous process
where the length of the slab corresponds exactly to the
material needed to form a coil of the desired weight, the
process is called "coil-to-coil".

[0016] In the case where the length corresponds to a
multiple of the length needed to form a coil of the desired
weight, the so-called super-slab, then the process is
called "semi-endless".

[0017] We shall now give a summary to clarify the char-
acteristics of the three processes so far considered.
[0018] Endless: the process happens in a continuous
manner between casting and rolling mill. The cast slab
feeds the rolling train directly and continuously. The coils
are produced in continuous rolling. The individual coils
are formed by means of a cutfrom the quick shears before
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the winding reels. There are no entrances in the rolling
train.

[0019] Semi-endless: the process happens in a dis-
continuous manner between casting and rolling mill. The
super-slab, equivalent to "n" (from 2 to 5) normal slabs,
is formed at exit from casting by the cut of the pendulum
shears. "N" rolling coils are produced from the relative
super-slab at a time. The individual coils are formed by
a cut from the quick shears before the winding reels. For
every sequence of "n" coils produced there is an entrance
in the rolling train.

[0020] Coil-to-coil: the process happens in a discon-
tinuous manner between casting and rolling mill. The in-
dividual slab is formed at exit from casting by the cut of
the pendulum shears. One coil at a time is produced in
rolling from the relative starting slab. For every coil pro-
duced there is an entrance in the rolling train.

[0021] Currently technology provides various solu-
tions, mainly in the bibliography and literature of patents,
which have provided various types of plants and proc-
esses for rolling flat products, each of which is charac-
terized by one of the modes cited above, that is, "end-
less", "semi-endless" or "coil-to-coil", which in general
are actuated individually or at most only two per plant.
[0022] The existing solutions have pros and cons but
do not however manage to satisfy to a great extent the
needs of a plant which is both flexible and versatile so
as to serve the market competitively.

[0023] In particular the processes currently existing
have the following characteristics which are also sum-
marized in the comparison table shown in fig. 5:

- Endless: optimal for producing ultra-thin thicknesses
from 0.7 to 0.9 mm in that it eliminates the entry of
the head of the bar in the stands, therefore with lower
wear on the rolls and with fewer risks of blockages,
it allows a stationary rolling, but on the other hand it
cannot produce some types of steel, it has a low use
factor of the plant, a low yield and it does not have
the possibility of inserting a second line to increase
production;

- Coil-to-coil: allows to produce the whole range of
castable steels with a thin slab caster, it has high
use factor of the plant and high yield. On the other
hand, it cannot produce thicknesses below 1.0mm
because of the difficulty the strip has in entering the
last rolling stands because it is thin and therefore
inconsistent.

- Semi-endless: is optimal for producing thin thick-
nesses up to 0.9 mm, it allows to produce the whole
range of castable steels with a thin slab caster, it has
a high use factor of the plant and high yield. On the
other hand, it has a low productivity in the production
of ultra-thin strip (0.7-0.9 mm) in that the process
necessarily entails that the first and the last coil of
the slab are produced with increased thickness; it
reduces (by 1/4 or 1/5), but does not eliminate the
problem of the entrance of the bar into the stands of
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therolling train, and finally, it increases the problems
of entrance of the strip to the winding reels in that
the speeds of advance of the strip are very high com-
pared to the endless mode.

[0024] The development of casting technology, partic-
ularly by the Applicant, with the introduction, for example,
of high-performance crystallizers and sophisticated tech-
niques of dynamic soft reduction, which allow to increase
the casting speed and to keep it substantially constant
on a wide range of thicknesses, for example from 30 to
140 mm, is beginning to allow to hypothesize new plant
and process solutions which considerably increase the
flexibility of the plant and to obtain a very high productivity
together with a high final quality and to obtain extremely
reduced thicknesses.

[0025] Itis knownthatthe starting castthickness, given
the same casting speed, determines the productivity of
the plant, the overall number of rolling stands to be used
and, in the case of the "endless" rolling process, the tem-
perature profile from the exit of the continuous casting to
the exit of the last finishing stand.

[0026] Starting from determinate initial parameters, re-
lating for example to the starting thickness of the cast
product, to the final thickness of the rolled product, to the
productivity required, the purpose of the present inven-
tion is therefore to produce rolling profiles and relative
lay-outs of plants capable of producing all the qualities
of castable steel with the thin slab technology, together
with the available sequences of liquid steel upstream,
being able to manage the stopping times of the rolling
plant for minor maintenance, roll changes and/or inci-
dents, without ever interrupting the casting process.
[0027] The Applicant hasdevised, developed and test-
ed the present invention to obtain these and other pur-
poses and advantages which will be identified in more
detail in the following description.

SUMMARY OF THE INVENTION

[0028] Theinventive ideaissetforthintheindependent
claims, while the dependent claims describe variants to
the inventive idea.

[0029] The process according to the invention exploits
allthe prerogatives of an endless process (the possibility
of producing ultra-thin products and energy saving in the
rolling step) of which it maintains all the advantages while
at the same time obviates the limitations, and can thus
be defined "endless universal process”. In fact the proc-
ess according to the invention allows:

- toproduce all the qualities of castable steels with the
thin slab technology and hence to cover all the mar-
ket available;

- to have a buffer between the casting machine and
the rolling mill that allows to absorb the down times
of the rolling mill due to incidents or roll changes,
without needing to stop the casting and therefore
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without losing production and without penalizing the
steel works upstream;

- to possibly double production by inserting a second
casting line.

[0030] In particular, the process according to the
presentinvention provides to produce, for all the qualities
of steel castable with the thin slab technology with thick-
nesses comprised between 30 and 140 mm, strip or sheet
having a final thickness comprised from 0.7 mm to 20
mm, and is unique in that itincorporates in the same plant
the following three operating modes:

a) endless, for final thicknesses of the strip from 0.7
mm to 4.0 mm, for some of said qualities of steel;
b) semi-endless, for final thicknesses of the strip from
0.7 mm to 2.0 mm, for all said qualities of steel;

¢) coil-to-coil, for final thicknesses of the strip from
1.0 mm to 20 mm, for all said qualities of steel.

[0031] Advantageously, the process provides the pos-
sibility of passing automatically from one mode to the
other, using the most convenient on each occasion.
[0032] The choice of the most suitable operating mode
is made considering the entire mix to be produced in the
specific rolling campaign (period between 2 rolling roll
changes) with the perspective of minimizing production
costs, that is, the transformation costs plus the costs de-
riving from the smaller yield/quality of the finished prod-
uct.

[0033] More particularly, the choice of operating in one
of the three operating modes described above is made:

- inrelation to the quality of steel to be produced;

- to obtain different classes of final thicknesses of the
strip, optimizing the production process;

- to optimize speed, rolling temperatures and relative
energy consumption;

- to adapt the casting speeds to the available produc-
tion of liquid steel so as not to interrupt the casting
sequences.

[0034] According to the invention it is therefore possi-
ble to select on each occasion the operating mode that
is most suitable to minimize production costs and to op-
timize energy saving, yield and the use factor of the plant.
[0035] Advantageously, the endless mode is used for
all qualities of steel that can be cast at high speeds, gen-
erally more than 5.5 m/min, for example equal to 6 or 7
m/min.
[0036] Such steels are listed below:

- IF (Interstitial Free);

- ULC (Ultra Low Carbon);

- Low Carbon;

- Low Carbon HSLA, including API X 50-80;

- Medium Carbon (structurals);

- Medium Carbon HSLA (plates, pipes, shipbuilding,
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pressure vessels);
- High Carbon;
- Weather resistant (Corten);
- Dual Phase;

and represent about 70% of the whole range of steels
castable with the thin slab technology with thicknesses
from 30 to 140 mm.

[0037] The semi-endless or coil-to-coil mode is used
to produce those qualities of steel that have to be cast
at speeds of less than 5.5 m/min, for example equal to 4
m/min or lower.

[0038] Such steels are listed below:

- Peritectic grades (0.08 < C% < 0.15);
- API X 70-80;

- Silicon Steel,;

- High Carbon (C% > 0.45 %);

and represent about 30% of the whole range of steels
castable with the thin slab technology with thicknesses
from 30 to 140 mm.

[0039] According to the invention, the positioning of
the rapid heating unit, for example the inductor, inside
the rolling line, is determined so as to optimize the use
of energy for heating the product and taking into account
the maximum heating capacity of the specific rapid heat-
ing unit.

[0040] Therefore, the invention allows to identify the
best position of the rapid heating unit inside the rolling
train according to the range of thicknesses, starting and
final, and to the speed of advance of the strip.

[0041] Ina preferred solution of the invention, the rapid
heating unit is configured to work with a range of product
thicknesses comprised between 5 and 25 mm, corre-
sponding to advance speeds of the strip comprised be-
tween 20 and 80 m/min.

[0042] Thankstothis, abettermanagementisobtained
of the rapid heating unit, which is made to work inside an
optimum range, and a simplification of the line in that in
practice only one interstand rapid heating unit is used,
suitably positioned and sized.

[0043] The invention provides a method to identify the
optimum positioning of the rapid heating unit inside the
rolling train.

Step a)

[0044] The maximum possible casting speed and the
slab thickness is selected according to the hourly pro-
ductivity thatthe casting, and hence the whole plant, must
have, and on the quality of steels to be produced. In this
way the so-called mass-flow = thickness x speed is de-
fined.

Step b)

[0045] The minimum number (Ntot) of overall stands
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in the rolling train is defined according to the final thick-
ness of the strip to be obtained and the thickness of the
slab exiting from casting.

Ste ¢)

[0046] The maximum number (Nf_max) of stands that
the finishing train can have is determined according to
the mass-flow identified in step a). Therefore, by the dif-
ference, the minimum number (Ns_min) of stands that
the roughing train can have is also defined: Ns_min =
Ntot - Nf_max.

Step d)

[0047] At this point the total number of stands and the
maximum number of stands that the finishing train can
have is known.

[0048] In the subsequent step the optimum division of
the roughing stands and the finishing stands is defined,
with the same overall number, and therefore the optimum
point where to locate the rapid heating unit.

[0049] For example, if the total number of stands de-
fined is 7, we can have the following divisions of the
roughing train and the finishing train: 1+6 or 2+5 or 3+4.
[0050] To establish the optimum division, we take into
account the temperature variation profile at outlet from
the tunnel furnace for possible heating and maintenance
to the exit from the finishing train, as will be described in
detail hereafter with examples.

Step e)

[0051] Finally, according to the desired final thickness
of the strip and the casting speed as determined in step
a), the mode is selected to be used in the rolling process
from among the three modes identified above: coil-to-
coil, endless, semi-endless.

[0052] If the input data in the diagram identify an over-
lap of the three areas, the criterion for choosing the most
suitable mode must also take into account the shortest
time required to reach full operating conditions that can
be obtained.

[0053] Ina possible variant of the invention, one of the
stands defined for the roughing train is disposed down-
stream of the casting machine, upstream of the tunnel
furnace.

[0054] In another possible variant, the first or the last
part of the tunnel furnace is replaced by an inductor, so
as to shorten the tunnel.

[0055] In another variant, the rolling rolls of the train
are cooled by an air-mist system, that is, air with neb-
ulized water.

[0056] Inthis case, a system to controlthe temperature
of the rolling rolls is used to adapt the cooling system to
the various operating modes.
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BRIEF DESCRIPTION OF THE DRAWINGS

[0057] These and other characteristics of the present
invention will now be described in detail, with reference
to some particular forms of actuation, given as a non-
restrictive example with the assistance of the attached
drawings wherein:

- fig. 1 shows a lay-out of an endless process accord-
ing to the state of the art;

- figs. 2 to 4 show three different forms of embodiment
of lay-outs that implement the method according to
the present invention;

- figs. 5 to 11 show some diagrams and tables that
represent functional relations between parameters
of the rolling line and that are used in the method to
design the lay-out of the line.

DETAILED DESCRIPTION OF SOME PREFERENTIAL
FORMS OF EMBODIMENT

[0058] With reference to figs. 2-4, three possible lay-
outs are shown of a casting/rolling line 10 for flat products
that implements the principles of the present invention.
[0059] In particular, the lay-out in fig. 2 is advanta-
geously but not exclusively applied for ranges of thick-
ness of the cast slab from 30 to 70 mm, and productivity
from 600,000 to 2,000,000 ton/year.

[0060] The lay-out in fig. 3 is advantageously but not
exclusively applied for ranges of thickness of the cast
slab from 60 to 100 mm, and productivity from 1,000,000
to 2,800,000 ton/year.

[0061] The lay-out in fig. 4 is advantageously but not
exclusively applied for ranges of thickness of the cast
slab from 80 to 140 mm, and productivity from 1,500,000
to 3,500,000 ton/year.

[0062] In general, the line 10 comprises as constituent
elements:

- a continuous casting machine 11 having an ingot
mold 12;

- a first descaling device using water 13;

- apendulum shears 14;

- atunnel furnace 15 having at least the penultimate
module 115a movable laterally, as described here-
after;

- an oxyacetylene cutting device 16;

- asecond descaling device using water 113;

- a vertical or edge-trimmer stand 17 (optional);

- athird descaling device using water 213;

- a pair of roughing rolling stands 18a, 18b;

- acrop shear 19 to crop the head and tail ends of the
bars in order to facilitate their entrance and exit
to/from the stands of the finishing train; it can also
be used in the event of an emergency shearing;

- arapid heating device using induction 20;

- afourth descaling device using water 313;

- a finishing rolling train, comprising in this case five



9 EP 2 569 104 B1 10

stands, respectively 21 a, 21b, 21¢, 21d and 21e;

- laminar cooling showers 22;

- a high-speed flying shears 23 to shear the strip to
size, to be used in endless or semi-endless rolling,
to divide the strip, gripped by the winding reels, into
coils of the desired weight; and

- apairofwindingreels, respectively first 24a and sec-
ond 24b.

[0063] The ingot mold 12 can be of the through con-
cavity type for thicknesses from 30 mm to 100-110, or of
the type with flat and parallel faces for thicknesses from
110 mm to 140 mm.

[0064] Immediately downstream of casting there is the
pendulum shears 14 for shearing the slabs to length (in
coil-to-coil and semi-endless modes) after they have
been subjected to descaling by the first descaling device
13.

[0065] In particular, in the coil-to-coil functioning mode,
the pendulum shears 14 shears segments of slab of a
length such as to obtain a coil of a desired weight, for
example 25 tons.

[0066] On the contrary, in semi-endless functioning
mode, the pendulum shears 14 shears segments of slab
with lengths from 2 to 5 times that of the coil-to-coil mode.
[0067] Inthesemi-endlessfunctioning mode, in normal
working conditions, the pendulum shears 14 does not
carry out any shearing on the slab arriving from the cast-
ing.

[0068] The segments of slab, in semi-endless or coil-
to-coil functioning mode, or the continuous slab in end-
less mode, are introduced inside the tunnel furnace 15
to recover or maintain the temperature.

[0069] The penultimate module 115a of the tunnel fur-
nace 15 is in this case of the type mobile laterally with
the function of a shuttle to allow to use a second casting
line, parallel to the first, which shares the same rolling
train. The module 115a can also serve, possibly, to tem-
porarily accommodate a plurality of segments of slab in
a position outside the line, for example in the event of
blockages, roll replacement, maintenance, etc.

[0070] The last module 115b of the tunnel furnace 15
on the contrary can have a parking function, in the event
of an interruption to the line for the same reasons as
above.

[0071] At exit from the tunnel furnace 15 there can be,
downstream of the second descaling device 113 and up-
stream of the roughing train 18a, 18b, an edge-trimmer
stand 17 the function of which is to linearize laterally the
conical length of the slab that is generated during the
change in width under way in the ingot mold.

[0072] The edge-trimming operation improves the
quality of the edges of the finished productand increases
yield.

[0073] The rolling train, in the line 10 shown in fig. 1,

comprises two roughing stands, indicated by the num-
bers 18a and 18b, and five finishing stands indicated by
the numbers 21a, 21b, 21c, 21d and 21e.

10

15

20

25

30

35

40

45

50

55

[0074] Between the roughing stands and the finishing
stands a rapid heating device is interposed, in this case
an induction furnace 20, the function of which is to bring
the temperature of the slab, according to its starting thick-
ness, final thickness and various other parameters relat-
ing to the product, to the most suitable value for rolling.
[0075] The inductor furnace 20 can possibly also be
removable from the line in the event that, for particular
products, its function is not necessary.

[0076] Downstream of the inductor furnace 20 there is
the fourth descaling device 313, to clean the surface of
scale formed during the time the slab is exposed to high
temperature air, from exit from the roughing stands 21
a, 21 b to the exit from the inductor furnace 20.

[0077] After the finishing train showers 22 are provid-
ed, to cool the strip before it is wound into coils or reels.
[0078] At exit from the showers there is a flying shears
23; in the semi-endless or endless functioning mode,
where the strip is simultaneously gripped in the rolling
train and in one of the winding reels, the flying shears
shear the strip to length so as to obtain the desired final
weight of the coil.

[0079] In semi-endless mode, in hormal working con-
ditions of the plant, at least two steps are provided to cut
the product to length:

- thefirstcutis made on the cast slab by the pendulum
shears 14;

- thesecondcutis made ontherolled strip by the flying
shears 23 before the reels 24a, 24b.

[0080] Like endless mode, semi-endless mode allows
toroll thicknesses as thin as 0.9 mm, and even ultra-thin,
down to 0.7 mm, although with reduced productivity.
Semi-endless mode allows to obtain these thicknesses
for all qualities of steel, even for those that entail reducing
the casting speed to below 5.5 m/min.

[0081] According to the invention, the temperature of
the slabs exiting from the tunnelfurnace 15is in the range
of 1050°C to 1180°C.

[0082] The inductor furnace 20 is regulated so as to
guarantee that the temperature of the strip exiting from
the last stand 21e of the finishing train is at least equal
to 830-850°C.

[0083] To this purpose, the system to control the line
10receives as input at least the main parameters relating
to the product to be cast and to the finished product, such
as for example thicknesses and speeds, so as to process
the temperature profiles along the line 10 of the cast prod-
uct, in particular at entrance to and exit from the rolling
stands, whether they are roughing or finishing stands.
[0084] According to the invention, the percentage re-
duction of the roughing stands are setso that, irrespective
of the starting thickness of the slabs, which as we said
can vary from 30 to 140, the thickness at inlet to the in-
ductor furnace 20 is comprised between 5 and 25 mm,
corresponding to speeds of advance of the bar comprised
between 20 and 80 m/min.
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[0085] With this range of thicknesses the functionality
ofthe inductor furnace 20 is optimized, with the best com-
promise between consumption and heating efficiency.
[0086] Starting from this consideration, then the vari-
ous steps of sizing and design of the line follow.

[0087] The diagram in fig. 6, starting from the hourly
productivity that casting must have, identifies, according
to the maximum possible casting speed for adeterminate
quality of steel (in this case comprised between the upper
limit of 9 m/min and the lower limit of 3 m/min), the thick-
ness that the slab must have, having fixed a determinate
width, in this case 1350 mm.

[0088] For example, if the hourly productivity must be
500 ton/hour, for an achievable casting speed of 9 m/min,
a slab thickness of about 90 mm will be used, for an
achievable casting speed of 7 m/min the thickness of the
slab will be about 115 mm, for an achievable casting
speed of 6 m/min it will be 130 mm, whereas this produc-
tivity cannot be obtained with a casting speed of 3 m/min.
[0089] Identifying the thickness for a given casting
speed determines the value of the so-called mass-flow,
which is given precisely by the product of the casting
speed and the casting thickness.

[0090] Having defined the thickness of the cast prod-
uct, the next step of sizing the line 10 provides to use the
diagram in fig. 3 to calculate the number of rolling stands
to use, said number comprising both the roughing stands
and the finishing stands, in relation to the thickness of
the final product to be obtained.

[0091] As can be seen in fig. 3, the x axis shows the
total reduction value between the slab thickness and the
final product thickness, so that in the hypothesis of a re-
duction of 100% (for example from 80 mm of the slab
thickness to 0.8 mm of the final product), the total number
of stands is equal to 7, that is, the number of stands in
the lines 10 shown in figs. 2-4.

[0092] Having identified the total number of stands, the
next step provides to determine the division of roughing
stands, upstream ofthe inductor furnace 20, and finishing
stands, downstream of the inductor furnace 20.

[0093] This is obtained by using the diagram in fig. 8,
with which, according to the value of the mass-flow ob-
tained from the diagram in fig. 5, the number of finishing
stands to use is defined and, by difference, the number
of roughing stands.

[0094] In the example of a casting speed of 8 m/min
with a slab thickness of 80 mm, the mass-flow is equal
to 640 mm x m/min, which allows to identify, with the
diagram infig. 8, the maximum numberoffinishing stands
which the line 10 can have.

[0095] The minimum number of roughing stands de-
rives from this maximum number.

[0096] To define the optimum division of finishing
stands and roughing stands, and hence the position of
the inductor furnace 20, the diagram in fig. 9 is used,
which shows the development of the temperature of the
slab from exit from the tunnel furnace 15 to the exit from
the last stand (in this case 21e) of the finishing train.
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[0097] Development A, referring to the combination 1
+ 6 (1 roughing stand and 6 finishing stands in the case
of 7 stands in all), shows how to reach the last stand of
the finishing train with a temperature of at least 850°C
the induction heating performed by the inductor furnace
20 must bring the cast product to a temperature of at
least 1200°C

[0098] However, this goes beyond the technical heat-
ing possibilities of the inductor furnace 20, and therefore
this path is excluded.

[0099] Development B, referring to the combination 3
+ 4, might appear to be feasible, but in this case the
inductor furnace 20, with three roughing stands located
upstream, should manage a thin and quick strip, which
makes the inlets very critical.

[0100] Therefore, the optimum position is the one be-
tween the two, which leads to determine the best division
of roughing stands and finishing stands with the formula
2+5.

[0101] The diagram infig. 10 shows the same concept
as fig. 9 in a different form.

[0102] In the diagram in fig. 10, the temperature pro-
files from the exit from the tunnel furnace 15 to the exit
from the last stand of the finishing train are again con-
sidered, but considering the same groups as unitary
blocks, so that the curves indicated join the points that
represent the temperatures of inlet and exit from the var-
ious blocks.

[0103] Finally, after defining the parameters of the line
10 to obtain the desired productivity, after defining the
starting thickness, the number of stands, the position of
the inductor furnace 20 with respect to the stands, then
dividing the part dedicated to roughing from the part ded-
icated to finishing, the last step provides to choose the
mode in which the rolling process will be carried out: end-
less, semi-endless or coil-to-coil.

[0104] The diagram in fig. 11 shows how, according to
the final strip thickness to be obtained and to the casting
speed, it is possible to identify the possible operating
modes to execute the process.

[0105] The diagram comprises seven quadrants; the
x axis indicates the lower limit of the minimum thickness
of strip obtainable (0.7 mm) and the vertical line of dashes
indicates the lower speed limit to be able to carry out
rolling in endless mode. Each quadrant shows the modes
that can be achieved. The choice of the most suitable
operating mode is made by taking into consideration the
whole mix to be produced in the specific rolling campaign
(period between 2 roll changes) with the purpose of min-
imizing production costs, that is, the transformation costs
plus the costs deriving from the lesser yield/quality of the
final product.

[0106] The example described until now is shown in
fig. 3 by a lay-out that provides 2 roughing stands and 5
finishing stands: this lay-out is suitable to obtain a range
of productivity comprised between 1,000,000 and
2,800,000 ton/yearwith aslab thickness varying between
60 and 100 mm.
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[0107] Other possible configurations are shown in fig.
2 and fig. 4.

[0108] In particular, fig. 2 provides 2 roughing stands
and 4 finishing stands: this layout is suitable to obtain a
range of productivity comprised between 600,000 and
2,000,000 ton/year with a slab thickness varying between
35and 70 mm.

[0109] Finally, fig. 4 provides 3 roughing stands and 5
finishing stands: this lay-out is suitable to obtain a range
of productivity comprised between 1,500,000 and
3,500,000 ton/year with a slab thickness varying between
80 and 140 mm.

[0110] Therefore, the in-line rolling method according
to the invention, called Universal Endless, is unique in
thatit brings together the three processes-endless, semi-
endless and coil-to-coil -in a single plant, in practice elim-
inating the limitations of the three processes taken indi-
vidually.

[0111] It allows to produce strip with a thickness from
0.7 to 20 mm for all qualities of steel castable in the form
of thin slab with thicknesses comprised from 30 mm to
140 mm, with the lowest production cost.

[0112] Itis clear that modifications and/or additions of
parts may be made to the plantand method as described
heretofore, without departing from the field and scope of
the present invention as defined by the appended claims.

Claims

1. Rolling method in a rolling line (10), to produce strip
with a thickness varying from 0.7 mm to 20 mm, for
all qualities of steel which can be cast in the form of
thin slabs with a thickness comprised from 30 mm
to 140 mm, the line (10) comprising at least:

- a continuous casting device (11);

- a tunnel furnace (15) for maintenance/equali-
zation and possible heating, disposed down-
stream of the continuous casting device (11);

- a rolling train, disposed downstream of said
tunnel furnace (15), consisting of a roughing
train comprising from 1 to 4 rolling stands (18a,
18b, 18c) and a finishing train comprising from
3 to 7 stands (21a-21e);

- arapid heating unit (20), for example an induc-
tor unit, with elements able to be selectively ac-
tivated, interposed between said roughing train
and said finishing train;

characterized in that, for each lay-out of the rolling
line (10), the specific position between the rolling
stands of the rapid heating unit (20) which deter-
mines the number, comprised between 1 and 4, of
stands (18a, 18b, 18c) which form the roughing train,
disposed upstream of the unit (20), and the number,
comprised between 3 and 7, of stands (21a-21e)
which form the finishing train, disposed downstream
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of the unit (20), is calculated as a function of the
product of the thickness and speed of the thin slab,
said product being in turn a function of the hourly
productivity in tons/hour desired to be obtained, in
that it is made to work either in coil-to-coil mode, or
in semi-endless mode or in endless mode, and in
that one of the three aforesaid modes of the rolling
process is selected according to the quality of the
steel produced, to the maximum casting speed pos-
sible for said quality of steel, to the final thickness of
the strip and to the production cost.

2. Method as in claim 1, characterized in that said
position of the rapid heating unit (20) is determined
with the following steps:

a) selection of the maximum casting speed pos-
sible and the thickness of the slab, as a function
ofthe hourly productivity required and the quality
of the steels to be produced, to define the mass-
flow = thickness x speed.

b) definition of the minimum number of overall
stands of the rolling train as a function of the
final strip thickness desired to be obtained and
the thickness of the slab exiting from casting;
¢) as a function of the mass-flow identified in
step a), determination of the maximum number
of stands that the finishing train can have, thus
determining, by difference, the minimum
number of stands that the roughing train must
have;

d) determination of the division between the
roughing stands and the finishing stands, given
the same overall number, and therefore of the
optimum pointinwhich to position the rapid heat-
ing unit, in consideration of the temperature var-
iation profile from the exit of the heating and
maintenance tunnel furnace to the exit of the
finishing train.

3. Method asinclaim 1 or 2, characterized in that the
rapid heating unit is configured to work with a range
of product thicknesses comprised between 5 and 25
mm, corresponding to strip feed speeds comprised
between 20 and 80 m/min.

Patentanspriiche

1. Walzverfahrenineiner Walzlinie (10) zur Herstellung
von Band mit einer Dicke von 0,7 mm bis 20 mm fur
alle Stahlguten, die in Form von Dinnbrammen mit
einer Dicke von 30 mm bis 140 mm gegossen wer-
den kdnnen, wobei die Linie (10) mindestens Fol-
gendes umfasst:

- eine Stranggielvorrichtung (11);
- einen Tunnelofen (15) zum Warmehalten/Aus-
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gleich und zur moéglichen Heizung, der nach der
StranggielRvorrichtung (11) angeordnet ist;

- eine WalzstralRe, die nach dem genannten
Tunnelofen (15) angeordnet ist und aus einer
VorwalzstralRe, die 1 bis 4 Walzgeruste (18a,
18b, 18c) umfasst, und aus einer Fertigstrale,
die 3 bis 7 Geriiste (21a-21e) umfasst, besteht;
- eine Schnellbeheizungseinheit (20), zum Bei-
spiel eine Induktoreinheit, mit Elementen, die
selektiv betatigt werden kdnnen, die zwischen
der genannten VorwalzstralRe und der genann-
ten Fertigstralle zwischengeschaltet ist;

dadurch gekennzeichnet, dass fir jede Anord-
nung der Walzlinie (10) die spezielle Stellung zwi-
schendenWalzgeristen der Schnellbeheizungsein-
heit (20), die die Anzahl, zwischen 1 und 4, der Ge-
riste (18a, 18b, 18c¢), die die Vorwalzstralke bilden,
die vor der Einheit (20) angeordnet sind, und die An-
zahl, zwischen 3 und 7, der Geruste (21a-21e) be-
stimmt, die die FertigstralRe bilden, die nach der Ein-
heit (20) angeordnet sind, in Abhangigkeit des Pro-
dukts der Dicke und der Geschwindigkeit der Dinn-
bramme berechnet wird, wobei dieses Produkt sei-
nerseits eine Funktion der Stundenproduktivitat in
Tonnen/Stunden ist, die man zu erhalten wiinscht,
dass es dazu gebracht wird, entweder im Coil-zu-
Coil-Betrieb, oder in halbendlosem Betrieb oder in
endlosem Betrieb zu arbeiten, und dass eine der
drei obengenannten Betriebsarten des Walzverfah-
rens je nach der Glite des hergestellten Stahls, nach
der hochsten GielRgeschwindigkeit, die fur die ge-
nannte Stahlgite moglich ist, nach der Enddicke des
Bands und nach den Produktionskosten gewahlt
wird.

Verfahren nach Anspruch 1, dadurch gekenn-
zeichnet, dass die genannte Stellung der Schnell-
beheizungseinheit (20) mit folgenden Schritten be-
stimmt wird:

a) Wahl der hoéchstmdglichen Gielkgeschwin-
digkeit und der Dicke der Bramme, in Abhangig-
keit von der erforderten Stundenproduktivitat
und von der Gite der herzustellenden Stahle,
zur Bestimmung des Massendurchsatzes = Di-
cke x Geschwindigkeit.

b) Bestimmung der Mindestzahl der gesamten
Gerliste der WalzstraRe in Abhangigkeit von der
Enddicke des Bands, die man zu erhalten
wilnscht, und von der Dicke der Bramme, die
vom GielRen austritt;

c) in Abhangigkeit vom im Schritt a) bezeichne-
ten Massendurchsatz, Bestimmung der Hochst-
zahlder GerUste, die die Fertigstrale aufweisen
kann, und dadurch Bestimmung, durch Diffe-
renz, der Mindestzahl der Geriste, die die Vor-
walzstralke aufweisen muss;
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d) Bestimmung der Unterteilung zwischen Vor-
gerlisten und Fertiggeristen, angesichts der
gleichen Gesamtzahl, und somit der optimalen
Stelle, anwelcherdie Schnellbeheizungseinheit
positioniert werden soll, in Anbetracht des Tem-
peraturdnderungsprofils vom Ausgang des
Heiz- und Warmehaltetunnelofens bis zum Aus-
gang der Fertigstrale.

Verfahren nach Anspruch 1 oder 2, dadurch ge-
kennzeichnet, dass die Schnellbeheizungseinheit
dazu gestaltet ist, um mit einem Bereich von Pro-
duktdicken von 5 bis 25 mm zu arbeiten, welche
Bandvorschubgeschwindigkeiten von 20 bis 80
m/min entsprechen.

Revendications

Procédé de laminage dans une chaine de laminage
(10), pour produire un feuillard d’'une épaisseur allant
de 0,7 mm a 20 mm, pour toutes les qualités d’acier
qui peuvent étre coulées sous la forme de brames
fines d’une épaisseur comprise entre 30 mm et 140
mm, la chaine (10) comprenant au moins :

- un dispositif de coulée continue (11) ;

- unfourtunnel (15) pour 'entretien/I'égalisation
et le chauffage éventuel, disposé en aval du dis-
positif de coulée continue (11) ;

- un trainde laminoirs, disposé en aval dudit four
tunnel (15), constitué d’un train de dégrossissa-
ge comprenant 1 a 4 cages de laminage (18a,
18b, 18¢) et un train de finissage comprenant 3
a 7 cages (21a-21e) ;

- une unité de chauffage rapide (20), par exem-
ple une unité ainduction, dontles éléments peu-
vent étre activés de maniere sélective, interpo-
sée entre ledit train de dégrossissage et ledit
train de finissage ;

caractérisé en ce que, pour chaque agencement
de la chaine de laminage (10), la position des cages
de laminage de 'unité de chauffage rapide (20) qui
définit le nombre de cages (18a, 18b, 18c), 1 a 4,
qui forment le train de dégrossissage, disposé en
amont de 'unité (20), et le nombre de cages (21a-
21e), 3a 7, quiforment le train de finissage, disposé
en aval de l'unité (20), est calculée en fonction du
produit, de I'épaisseur et de la vitesse de la brame
fine, ledit produit étant lui-méme fonction du rende-
ment horaire en tonnes/heure désiré, en ce qu’il est
exécuté soit en mode bobine a bobine, soit en mode
semi-sans fin, soit en mode sans fin, et en ce qu’un
desdits trois modes du procédé de laminage est sé-
lectionné en fonction de la qualité de I'acier produit,
de la vitesse de coulée maximum possible pour la-
dite qualité d’acier, de I'épaisseur finale du feuillard
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et du colt de production.

Procédé selon larevendication 1, caractérisé en ce
que ladite positionde I'unité de chauffage rapide (20)
est déterminée par les étapes suivantes : 5

a) sélection de la vitesse de coulée maximum

possible et de I'épaisseur de la brame, en fonc-

tion durendement horaire désiré et de la qualité

des aciers a produire, pour définir le débit mas- 10

sique = épaisseur x vitesse ;

b) définition du nombre minimum de cages to-

tales du train de laminage en fonction de I'épais-

seur finale du feuillard désirée et de I'épaisseur

de la brame sortant de la coulée ; 15

c) en fonction du débit massique identifié a I'éta-

pe a), détermination du nombre maximum pos-

sible de cages pour le train de finissage, et dé-

termination conséquente, par différence, du

nombre minimum possible de cages pourle train 20

de dégrossissage ;

d) détermination de la division entre les cages

de dégrossissage et les cages de finissage, le

nombre totale étant le méme, et par conséquent

du point optimal de positionnementde 'unité de 25

chauffage rapide, compte tenu du profil de va-

riation de la température de la sortie du chauf-

fage et du four tunnel d’entretien a la sortie du

train de finissage.

30

Procédé selon la revendication 1 ou 2, caractérisé
en ce que l'unité de chauffage rapide est configurée
pour opérer dans une plage d’épaisseurs comprise
entre 5 et 25 mm, correspondant a des vitesses d’ali-
mentation de feuillard comprises entre 20 et 80 35
m/min.
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ELJARAS HENGERELT SZaLA BLOALLITASARA

SZABADALNMI IGENYPONTOK

1. Hengeriest aijdras, amelvet hengermiben {10} valdsitunk meg 0,7 mm-l 20 movig terfe-
a8 vastansdgl sralag oibalitasara barmely, iaposbugaként ontheld acdimindségben, amslynek vas-
tagsaaa 30 nan &8 140 mm kot van, €e & hengersay {10} artaima legalably

= folyamatos Sntlgépet (11)

~  glagitkemencét (18), amsly 8 hénlartdeVenalizalast és aselieges bevilest szoigalis,
és amsly & folvamalos ontberendazés {11) utdn van elrendezve;

~  hengerscrt, amsly az alagtthermencal (18) kiveden van elrenderve, €5 amelynel
durvahengersors egy-négy hengeradlivannyal {18z, 18h, 18¢) van eliatva, valamint §-
nomhangersora harom-hét hangeralivannyal {21a-21¢) van sllatva;

~ adurva hengereor és a inomhengersar kozdtt slrendezatt gyorshevitd egyseget (20},
poldiaul szeisktiv madon aklivaihatt slemekbi it indukaids agyseget;

azzal jelfemerve, hogy & hengermi (10} sgyes elvendezéseiben, g durva hengarsort alkold,
az agyedy (20} ity slrsndszett hangerdlivdnyok {18z, 18k, 180) 1 6 4 kizé o5l szdmdt meghatdre-
=0 gyorshevitd agyseg (20} hengeralivanyal kozatll tavolsigat, &5 ax egyséy (30} utdn elrendszet! fi-
ngn hengersort alkold hengeraivdnyok {21a-21e) § 85 7 kozd esd szamdt Ugy hatdrozzuk meg, min
¥ laposbuna sebessdgebdl és vastagsdgabd! szamitolt dssztermel figgvenydt, aho! ag Gssztermak
az sldrendd lonnafdra termelékenyséy fuggvénye, tovabba azzal, hogy akar tekercselt slapanyag ol
kalmazssaval vagy #lig vegtelenitett madban vagy végtelenitelt modban i mikodistheld, tovabba
azzal, hogy @ harom smiitet! hengeriést slidrasi mdad egyikeét & gydriandd sceimindsey, tovabbs a2
adolt acéimindeégné! elérheltt mavimalls dniés! sebesség. & szalag rélvasiagsana &8 a termelés
kblisgg figyelembeviisidvel vdlasstuk B

2. Az 1. igénypont szerinti ofdras, azval jeflemezve, hogy & gyarshevitd egyseq (20) halyre-
18t & kovetkezd iepdaekkal allapifiuk meg:

a

ot

kivalasstiuh o lehelaéges lngragyobb dntést seboesdget, tovdbba a buga vasiagsa-

gat 3 kivant, eqe ordra asd termelekenyedg, valaming g gyariando acé! mindsggenek

faggvényéban, hogy meghatdrozauk a bmegaramot = vaslagsag x sshesseg,

b} nleghatarozzuk a hengersor hengeralivinyainak minimalis szamatl a sualag calvas-
tansdge, valamint gz Sridmubdl kilépd bugs vastageaga figgvenysben,

g} az 1) epiéshen meghatdrozoll megdram, tovabhd g finomhengsreort hengerdiiva-
nyok maximalis sedmanak faggvényében meghatdrozauk a durvahengersort hanger-
Sllvanyok midnglis szamat;

dy meghatdroezoek 2 durva hengerdtivanyok &s & finom hengerdiivanyok kozOtt slosatast

& hengerdlivanvol adolt szaménak dsezagén belll, 8s fgy maghatdrozzul a gyors-

hewith agyséy helyrele optimals helyzetdt is, figyslembe véve g hdmérsekiat profi
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yaiozasal 8 hevitd és hontarld alagukemencébs! tarénd kilépeéstd! & finomhengar-
aorbdt vald kilépesiy.
3. Az 1. vagy 2 igénypontok szerinl eljsvds, azzal fellemezve, bogy a gyorshevitd egyséy
Ggy van Kialakitva, hogy 20 &s 80 miperc kSz8t adagoias) sebességnek megfelsld § és 25 mm k-

zZ4i termékvastagsay Wrtomanyban dolgoazon.
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