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Recent Trends in Flat Hot Rolling of Steel

Joon Jeong Yi

Abstract

Recent trend and future prospect of flat rolling of steel has been summarized based on the earlier

reports.  Kev technology in the plate rolling is to have ultra fine microstructure having high resistance

against crack propagation during application. Heavy accelerated cooling facility and high power rolling mill
will be helpful to develope the high toughness steel. Precise modeling of property prediction based on

deformation and transformation imposed on microstructure of steel during processing is highly anticipated.

For the hot strp rolling process, new trend is lies on the production of ultra-thin gauged hot strip to
substitute cold tolled strp. For the substitution of cold rolled strip into hot rolled strip widely, high
formable property of hot strip is highly required. For the formabilit, the ferritic rolling of extra low

carbon steel under high lubricated condition is essential. Recently introduced semi—continuous thin slab
and rolling mill line is very plausible to develope those kinds of products easily in the view poim of
facility cormbination. New idea to modify the existing continuous hot strip mill line to produce the ultra

thin-gauged hot strip in an economic way is suggested in this report.

Key Words : Hot Strip Rolling, Plate Rolling, Thin-Gauged Hot Rolled Strip, TMP, Property Prediction,
Ultra Fast Cooling, Ferritic Rolling, Lubricated Rolling, Thin Slab Casting & Rolling.
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Fig. 6 Schematic representations of continuous hot strip mill lines : (Case 1) typical type, (Case 2) coil
box type and (Case 3) continuous bar welder type
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Table 1. Merits of endless hot strip mill line.

Batch. Endless

Quality On-gauge ratio
Width Margin
CT Deviation

Productivity

Yields Shape Rejects
Pincher Marks

96%
6 mm

99.5%
3mm

+-30 +-15°C

100%

100%
100%

120 %

20%
10 %
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