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H-shaped Steel Manufacturing Technology
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Abstract

We outlined for Nippon Steel & Sumitomo Metal Corporation of H-shaped steel manufacturing
technology. Compared with the general H-shaped steel production techniques, there are four fea-
tures to produce H-beams of various dimensions with high efficiency. (1) by using the skewed rolls
and free size finishing mill, it can be manufactured freely web height of different H-shaped steel.
(2) by the rolling temperature control technology, H-shaped steel of thickness difference between
the flange and the web can be produced. (3) By using the free size edger rolls, it can be manufac-
tured different flange width of the H-shaped steel is produced without performing the replacement
roll pair. (4) by the use of sizing rolling technology, it is possible to produce a variety of sizes of
H-shaped steel from a single cross-section material.
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