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Abstract

The recent technical trend in hot rolling of steel can be described as process and product technologies which have
been progressed with modern mill equipment and computers. Precise gauge and width control can be achieved by
up-to-date contol methods such as AGC and AWC systems. Roll benders and various shape control systems
enabled high quality flatness and crown control . Mills can produce higher tensile materials by new process based
on process metallurgy. The use of high speed steel rolls and on line roll grinders make the schedule free rolling
easier which results in cost saving. Process itself goes toward continuous and simple flow type which has lower
operation cost. Endless rolling and strip casting are examples of the trend. Materials with higher tensile strength and

various functions have been developed in last years to meet the customer's needs and this trend will continue.
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Fig.1 Trends of gauge within target tolerance.
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Fig 2. Schematic diagrams of various shape control mills
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Fig.3. Trends of plate yield by the plane shape control technique
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2.3.2 TMCP(Thermo Mechanical Control Process)7] &
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Fig 4. Schematic diagrams of thermomechanical control process ( TMCP)
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Fig 5. Schematic diagrams of prediction and control technology of the mechanical properties of steel
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2.5.1 Endless Rolling
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Fig 6. Key technology and typical layout of endless rolling

2.5.2 Strip Casting
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Fig 7. Schematic diagram of process control system in hot strip mills
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Fig 8. Trends of hot rolled products
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Fig 8. Trends of hot plate rolling products
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