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START

1.  Rectangular shell and titling type.

2. Refining is carried out before 

pouring to casting station.

Holding furnace

1.  Round shell type.

2. Top chargingis adopted to minimize time.

3. Refining system with fluxes and nitrogen gas 

bubbling is adopted in place of chloric gas 

bubbling to improve enviromental conditions.

Melting furnaces (2)

1.  Setting methods of moulds is simplified to 

save time in preparation.

2. Mould has slit hole for cooling water to 

secure uniform cooling.

3. Withdrawal mechanismsrigidly guided to 

ensure less deflection 

and less camber, and oil hydraulically 

controlled to ensure stable lowering speed.
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1.  Band cutting type.

2. Saw is designed to cut top 

or bottom parts of slabs.

Slab saw

1.  Vertical spindle, onde-side-scalping 

type with cemented carbide tip blades.

2. Slab surface is scalped in accurate 

mirror finish.

3. A dry cutting system is adopted 

to handle chips easily.

Slab scalper

1.  Radiant tube type, indirect heating system is adopted to 

minimize surface contamination during heating and 

soaking.

2. Direct digital control system is used to automatically 

control temperature, pressure and combustion air pressure.

3. Prong temp. Detector are used to measure ingot temp. 

At each one continuously with inflicting dents or scratches 

either on detectors or ingot surface.

4. Ingots are automatically fed and discharged to and from 

furnaces in stable up-right position.

Slab heating furnaces (3)

1.  Reversing and combination type to enable rolling of an ingot 

into a coil with a single mill.

2. Roll bending, coolant and automatic gauge control systems are 

employed to produce hot coils displaying favorable sheet 

profile and less deflection in longitudinal direction.

3. X-ray thickness gauge is employed for automatic gauge control.

4. Temp. Control system is employed for finished hot coils.

5. Process computers and plcs are employed to ensure various 

automatic operations in improving productivity and saving 

manpower.

Hot mill

1.  Radiant tube type, indirect heating system using 

nitrogen gas is adopted to prevent oil stains and to 

obtain good surfaces.

2. Automatic tray transfer system is adopted to handle coil 

trays efficiently.

3. Furnace temp. Is automatically controlled by zone 

control system.

4. Forced cooling system is adopted to shorten cooling 

time open air.

Annealing furnaces (6)

Cold mills (2)
1.  Automatic gauge control and flatness control systems 

are adopted to produce high quality coils.

2. X-ray thickness gauge is employed for automatic gauge control.

3. Process computer is employed to perform various automatic 

operations in improving productivity and saving manpower.

4. Low pressure co2 tank and initial stage fire protection system 

are adopted for fire.

FINISH

1.  Cold rolled coil is continuously levelled under 

tension condition into strip having accurate flatness.

2.  Good accuracy in width is ensured by trimming 

while levelling.

3.  Accurate levelling for wide range of thickness is 

ensured using levelling unit for thick or thin gauge 

respectively.

Tension levelling lines (3)

1.  Combination type of slitting and embossing 

of coil is adopted.

2.  Line speed is changable in two steps

to permit efficient operation for wide

range of sheet thickness.

3.  Slit coils have good accuracy

in width and less bore

is obtainable.
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