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Continuous Rolling of Wire Rods
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Abstract

Wire rod is manufactured, from billet and by multiple rolling mills to a predetermined size. Wire
rod rolling causes an inevitable productivity and yield loss, because of prevention of trouble and
inhomogeneity of steel properties. In Kamaishi Works, continuous rolling introduced into a multi-
strand mill for the first time in the world for increment of the productivity, yield and also decrement

the work load of the user by heavy weight coil.
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