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Fig. 3 Comparison of crown control ability between new developed crown control mills and conventional 4-high mill
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Table 2 Specifications of K-WRS mill at No. 1 hot strip mill in Chiba Works

. Rol! size ‘ Max. work-roll shift M. _work-roll
WER ‘ BUR ‘ Stroke | Force bending foree
597 ~T700 ¢ x 1700 L {mm) ‘ 1118~1255¢ x 1372 L {mm) ‘ 275 mm ‘ 100 tf ‘ 53 tf/chock (increase)
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