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Progress and trend on hot wide strip endless rolling technology

KANG Yong-lin, TIAN Peng, ZHU Guo-ming
(School of Materials Science and Engineering, University of Science and Technology Beijing, Beijing 100083, China)

Abstract: Firstly, the development history and the trend of the hot wide strip endless rolling technology are reviewed
and the metallurgical process characteristics of the hot wide strip produced by different process are compared. Secondly,
from the aspects of the size precision and the uniformity of microstructure-properties for the endless rolled strip, the sta-
ble mass production of extra-thin strip, the yield rate, the process energy consumption, as well as steel varieties and ap-
plications, the development and application of the hot wide strip endless rolling technology in China is summarized and
analyzed. At the same time, microstructure- properties analyses and process control methods of the endless rolled low
carbon/extra low carbon steel are discussed in detail with examples. Finally, development proposals for the hot wide
strip endless rolling technology are proposed in combination with the actual production conditions of production lines,
the capacity and products in China.
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EH A SR ARBN ZOEIE LIEE W

BB IE RSBl — R UL (DCR) 1
o A R Aol S LA BRI AT R W] CRAND I g )
NIZAT . X4 DCR [ iE ) A BEEALBE 205 000 t 74 FL1
W, B B S SRR I H (A G A . e R RT B
KR LA AR, i r] BUR P is 47 A5 1Y
AR T ORI L 48 o R AR 5 i o B0
RS 2016 4F 12 HARAHZ A [FIY o

L BRIy A7 PR 2 ) S S T A A ) v B S AN
BRAR DA PR~ W), 4 77 52100 6 540 J7 t(2017 ), s ¢
S5 OB RR AR o SN T 1 [ P R s g A A B

1
HH o

TR VR S AR BRI A IX 75 DCR AF 77 i 7 4 205 000 t,

IR ATIRE 1500 m/min. B A UCM LA, BEAE
PAT KA EL, W RBIEAT SALE T4 4L ) o

FEHRAT DCR T 2N, 205k 1 44 UL AL il 1A 38 A 4
FE 1S HUASHEAT IR FALHI, 762 S HUAEAT A 4Ll % L
ZBE A IS BT UARSRE . 15 HLAE AT LU
A EAR M LA . AEPAT LT BEAL RIS, A0 7 2
SHVBEREAT PR L LAk BRI E B, AT 3RS 1 22 1
Ji%vERe.

DCR Xf PLTCM A=) (A A E 120 AL B . N1 7 4
JEJE 0 0.17~0.55 mm, t 04 0.12~0.36 mm. 74 58
JZ£5700~1 230 mm. {4 FAEA 2 000 mm, 5 K45 5 Al
24.15 t. F{F 045 DR7~DRI10,



