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Application of Hot Coil-Box in Production of Strip of Stainless
Steels by 2250 Hot Strip Mill

Wang Gang
( Production Department, Taigang Stainless Steel Co Ltd, Taiyuan 030003)

Abstract Hot-coil box is an apparatus located between roughing mill and finishing mill at hot continuous rolling pro-
duction line to coil and uncoil the intermediate stripe plate. Hot rolled 300 series and 400 series stainless steel strips with
2 ~5.2 mm thickness have been successfully produced by using hot coil-box at Taigang 2250 hot strip production line with
overcoming difficulties about equipment and process to increase surface quality of strip and production efficiency. The ad-
vantages and disadvantages for using hot coil-box in hot stainless steel strip rolling process and the problem occurred in roll-

ing production such as seratch and hot coil-box marks of strip are discussed in this article.
Material Index Stainless Steel Strip, Hot Continuous Rolling, Hot Coil-Box, Application
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Table 1 Technical parameters of hot coil-box in 2250 hot
strip mill line at Taigang
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Table 2 Change of rolling force of finishing train in stain-

less steel strip production line by using hot coil-box and in-
sulation cover, AFi = |Fipg, — Figorrom |
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Fig. 1 Morphology of surface of pickled 3 mm hot-rolled stainless steel strip with “hot coil-box
marks” (a) and without “hot coil-box marks” (b)
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