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Description

Technical Field

[0001] The present invention relates to the use of a cooling apparatus, a manufacturing apparatus, and a manufacturing
method of a hot-rolled steel sheet, which are suited for use in manufacturing a hot-rolled steel sheet having ultra fine
crystal grains.

Background Art

[0002] A steel material used for automobiles, structural materials, and the like is required to be excellent in such
mechanical properties as strength, workability, and toughness. In order to improve these properties comprehensively,
it is effective to make a hot-rolled steel sheet with fine crystal grains; to this end, a number of manufacturing methods
to obtain a hot-rolled steel sheet which has fine crystal grains have been sought. Further, by refining crystal grains of a
hot-rolled steel sheet, it is possible to manufacture a high strength hot-rolled steel sheet having excellent mechanical
properties even if the amount of alloying elements added is reduced.
[0003] As a method for refining crystal grains of a hot-rolled steel material, for example, it is known to carry out a high
rolling reduction, especially in the subsequent stage of hot finish rolling, refining austenite grains and causing accumulation
of rolling strains within the grains; and thereby to refine the ferrite grains obtained after cooling (or after transformation).
Further, in view of facilitating the ferrite transformation by inhibiting recrystalization and recovery of the austenite grains,
it is effective to cool a steel sheet to below a predetermined temperature (e.g. 720°C or below) within a short period of
time after rolling. That is, in order to manufacture a hot-rolled steel sheet with fine crystal grains, it is effective, subsequent
to hot finish rolling, to rapidly cool a steel sheet after rolling, by arranging a cooling apparatus capable of cooling more
quickly after rolling than ever before.
[0004] Several techniques which enable manufacturing of a hot-rolled steel sheet having fine crystal grains, or several
techniques which are applicable to manufacturing a hot-rolled steel sheet having fine crystal grains have been disclosed.
For example, Patent Document 1 discloses a manufacturing method of a hot-rolled steel sheet having ultra fine crystal
grains, wherein a hot-rolled steel sheet is manufactured by performing multi-pass hot rolling of a steel sheet or a slab
consisting of a carbon steel or low-alloy steel containing 0.01% to 0.3% C by mass; a final rolling pass is completed at
a temperature above Ar3 point; and then cooling is performed to 720°C or below, within 0. 4 second. Patent Document
2 discloses manufacturing equipment of a hot-rolled steel sheet comprising: a final stand of a row of hot finish rolling
mills; a first cooling apparatus; a second cooling apparatus; and a coiling apparatus, which are disposed in the mentioned
order in a transporting direction of a steel sheet, wherein a non-cooling region is provided between the first cooling
apparatus and the second cooling apparatus; the first cooling apparatus comprises: a nozzle which forms an impact
region of a belt-like or ellipse-shaped jet on a surface to be cooled of the steel sheet; and a damming roll, which dams
up the cooling water sprayed from the nozzle; and the damming roll is arranged in a manner that a pool of cooling water
is formed in a region between a roll in the final stand and the damming roll, and that the steel sheet being transported
in the first cooling apparatus is immersed into the pool of cooling water. Further, Patent Document 3 discloses hot-rolling
equipment of a steel sheet, wherein cooling equipment for supplying cooling water onto an upper surface of a steel sheet
while passing the steel sheet, is disposed at a position close to an entry side and/or an exit side of a rolling mill which
hot-rolls the steel sheet; the cooling equipment comprises a header which has a nozzle configured to spray rod-like
water over the upper surface of the steel sheet at an angle of depression in the range of 30° to 60° toward the rolling
mill; and the header is positioned such that the cooling water supplied to the steel sheet is retained by the work rolls in
the rolling mill. Patent Document 3 also discloses that a distance between a tip of an upper nozzle and a pass line is
preferably set in the range of 500 mm to 1800 mm in order to avoid a situation that the cooling water becomes diffused
and loses its rod-like shape; and that the effects of retaining the cooling water is deteriorated.

Citation List

Patent Literature

[0005]

Patent Document 1: Japanese Patent Application Laid-Open (JP-A) No. 2005-213595
Patent Document 2: Japanese Patent No. 4029865
Patent Document 3: JP-A No. 2007-061838
(see also EP- 1 935 521 A1)
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Summary of Invention

Problems to be Solved by the Invention

[0006] According to the technique disclosed in Document 1, it is seen that a hot-rolled steel sheet having ultra fine
crystal grains (e.g. crystal grains having an average grain diameter of 2mm or less; the same shall apply hereinafter)
can be manufactured, since the steel sheet having a temperature of Ar3 point or more is cooled to 720°C within 0.4
second after the completion of the final rolling pass. However, a detailed configuration of the cooling apparatus capable
of cooling a steel sheet to 720°C within 0.4 second after the completion of the final rolling pass is not disclosed. Further,
according to the technique disclosed in Patent Document 2, it is seen that a cooling efficiency of a hot-rolled steel sheet
can be improved since the steel sheet is immersed into the pool of cooling water formed in the region between the roll
in the final stand of the row of hot-rolling mills and the damming roll. Here, rapid cooling necessitated in manufacturing
a hot-rolled steel sheet having ultra fine crystal grains should have a cooling rate of at least 400°C / s or more, for
example, as described in Patent Document 1; and this requires the steel sheet to be rapidly cooled by way of nuclear
boiling cooling. However, as disclosed in Patent Document 2, if a steel sheet is cooled by actively forming a pool of
cooling water, it is difficult to increase an impact pressure of the cooling water striking against a surface of the steel
sheet to a degree that enables nuclear boiling cooling; thus further improvement of the technique is required in order to
manufacture a steel sheet having ultra fine crystal grains. Also, whereas rapid cooling necessitated in manufacturing a
hot-rolled steel sheet having ultra fine crystal grains requires an impact pressure of the cooling water striking against a
surface of a steel sheet to have at least a predetermined value, the technique disclosed in Patent Document 3 only
specifies an ejection angle of the rod-like cooling water supplied to the steel sheet. Furthermore, Patent Document 3
describes that since the cooling water sprayed over the steel sheet flows to a portion at which the steel sheet and the
work roll contact with each other, it is possible to perform cooling right after the portion. However, the cooling water
which flows on the steel sheet after striking there against is not sufficient enough for rapid cooling; so the cooling at this
portion hardly contributes to forming ultra fine crystal grains. Therefore, it is difficult to manufacture a hot-rolled steel
sheet having ultra fine crystal grains by simply applying the above techniques.
[0007] Accordingly, an object of the present invention is to provide: a cooling apparatus of a hot-rolled steel sheet; a
cooling method of a hot-rolled steel sheet; a manufacturing apparatus of a hot-rolled steel sheet; and a manufacturing
method of a hot-rolled steel sheet, which are capable of manufacturing a hot-rolled steel sheet having ultra fine crystal
grains.

Means for Solving the Problems

[0008] The inventors of the present invention conducted a research on manufacturing of a hot-rolled steel sheet having
ultra fine crystal grains (, hereinafter sometimes referred to as an "ultra fine grain steel"), and obtained the following
findings.

(1) As shown in Fig. 10, when completing cooling of a steel sheet to 720°C within 0.2 second after the steel sheet
has been rolled within a temperature range of Ar3 point or more, it is possible to render crystal grains even finer.
(2) In order to complete cooling which causes a temperature decline by 100°C, for example, from 820°C, which is
above Ar3 point, to 720°C, within 0.2 second after rolling, it is necessary to carry out rapid cooling at an average
cooling rate of 500°C / s or more and it is preferable to carry out rapid cooling at an average cooling rate of 600°C
/ s or more. Here, when defining as L1, a length in a transporting direction of a steel sheet, of a region from a rolling
reduction point in a final stand of a row of hot finish rolling mills (, the rolling reduction point referring to a lower dead
center of a work roll in contact with an upper surface of a rolled steel sheet, and an upper dead center of work roll
in contact with a lower surface of a rolled steel sheet; the same shall apply hereinafter), to an exit side of a housing
post of the final stand (; the region may be referred to as a "within-stand region", hereinafter); defining as L2, a
length in the transporting direction of the steel sheet, of a rapidly coolable zone in the within-stand region; defining
a cooling rate in the zone as V1; defining as L3, a length in the transporting direction of the steel sheet, of a zone
in the within-stand region in which rapid cooling is difficult; and defining a cooling rate in the zone as V2, the cooling
rate represented by {L2 3 V1 + L3 3 V2} / L1 is an average cooling rate. In a case of cooling a steel sheet at a
cooling rate of 600°C / s, the amount of time required for lowering a temperature of the steel sheet by 100°C is 0.167
second. Therefore, in order to complete cooling within 0.2 second, it is necessary to start cooling within 0.033 second
after rolling. For example, when the steel sheet is moved at a rate of 10 m / s, a distance in which the steel sheet
moves within 0.033 second is 0.33 m. Therefore, it is preferable that rapid cooling after rolling be started from within
a position corresponding to the radius of the work roll in the final stand of the row of hot-rolling mills, and that cooling
be almost continuously performed at least within the final stand of the row of hot-rolling mills.
(3) For example, when a rolling rate of a steel sheet is 10 m / s, a distance in which the steel sheet moves within
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0.2 second is 2 m. And a common distance between a rolling reduction point in a final stand of a row of hot finish
rolling mills and an exit side of a housing post in the final stand is also approximately 2 m. Thus, the rapid cooling
required must be performed mostly within the final stand. Further, from a metallurgical point of view, it is desired to
perform cooling at an earlier time within the time period of 0.2 second, and to start cooling from a position closer to
the rolling reduction point of the final stand. However, as typified by the area which is extremely close to the rolling
reduction point, there are some areas between the rolling reduction point and the exit side of the housing post in
the final stand, in which areas rapid cooling is difficult. Therefore, if taken into account the areas in which rapid
cooling is difficult, in order to secure an average cooling rate of 500°C / s in the area from the rolling reduction point
in the final stand to the exit side of the stand, the cooling rate in the rapidly coolable range needs to be increased
(, the rapidly coolable range referring to the region excluding the area in which rapid cooling is difficult, from the
region between the rolling reduction point and the exit side of the stand; the same shall apply hereinafter).
(4) There is a correlation between a pressure at which cooling water sprayed over the steel sheet strikes against
the steel sheet (i.e. surface pressure) and the cooling rate of the steel sheet (see Fig. 5); thus it is possible to increase
the cooling rate of the steel sheet by increasing the pressure at which cooling water strikes against the steel sheet.
For this reason, an average cooling rate in the area from the rolling reduction point in the final stand of the row of
hot finish rolling mills, to the exit side of the stand should be, for example, 500°C / s or more. And to have the average
cooling rate of the rapidly coolable region in the within-stand region as 500°C / s or more, it is necessary to spray
high-pressure water over the steel sheet and to perform nuclear boiling cooling of the steel sheet.

[0009] Further, the inventors studied an impact pressure on the steel sheet of the high-pressure water, which enables
securing of the average cooling rate of 500°C / s in the within-stand region in a case when there is an area in the within-
stand region in which rapid cooling is difficult. In this study, it was supposed that a sheet passing rate was 10 m / s and
a sheet thickness was 3 mm. The results are shown in Table 1. The results of a case when it was supposed that there
were no areas in the within-stand region in which rapid cooling was difficult (Test No. 1) were also shown in Table 1.
[0010] (Amended)

[0011] In Table 1, L1 stands for a length of the within-stand region in the transporting direction of the steel sheet. L2
stands for a length of the rapidly coolable range in the within-stand region, in the transporting direction of the steel sheet.
L3 stands for a length, in the transporting direction of the steel sheet, of the area in the within-stand region in which rapid
cooling is difficult. And, X represents the ratio of L2 / L1. Further, in Table 1, the cooling rate refers to a cooling rate in
the rapidly coolable region in the within-stand region. The sheet passing time refers to a time required for any point on
the surface of the steel sheet to pass the rapidly coolable range in the within-stand region. And the temperature decline
refers to an amount of temperature decline of the steel sheet cooled in the rapidly coolable region.
[0012] As shown in Table 1, when there existed no areas in the within-stand region in which rapid cooling was difficult,
it was possible to have the average cooling rate of 500°C / s in the within-stand region by setting the required impact
pressure at 2.5 kPa (Test No. 1). On the other hand, when a rate of the rapidly coolable range in the within-stand region
declined to 0.825, it was possible to have the cooling rate of 608°C / s in the within-stand region, exceeding 500°C / s,
for example, by setting the impact pressure at 3.44 kPa (Test No. 2). Further, even when the rate of the rapidly coolable
range in the within-stand region declined to 0.825 by not performing rapid cooling in the region from the rolling reduction
point to the position which is only a radius of the work roll in the final stand away toward the downstream side in the
transporting direction of the steel sheet, it was possible to have the average cooling rate of 613°C / s in the within-stand
region, exceeding 500°C / s with the impact pressure at 3.5 kPa (Test No. 3) . Still further, when the rate of the rapidly
coolable range in the within-stand region declined to 0.5, it was possible to give the average cooling rate of 500°C / s,
or more in the within-stand region, (e.g. 1003°C / s in Test No. 4, and 1007°C / s in Test No. 5), for example, by setting

[Table 1]

Test 
No.

L1 
[m]

L2 [m] L3 [m] X
Impact 

pressure [kPa]
Cooling 

rate [°C/s]
Passing time 

[s]
Temperature decline 

[°C]

1 2 2 0 1 2.5 500 0.2 100

2 1.65 0.35 0.825 3.44 608 0.165 100

3 2 1.65 0.35 0.825 3.5 613 0.165 101

4 2 1 1 0.5 7.94 1003 0.1 100

5 2 1 1 0.5 8.0 1007 0.1 101

6 2 0.635 1.365 0.3175 16.92 1579 0.0635 100
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the impact pressure at 7.94 kPa or 8.0 kPa. Furthermore, when the rate of the rapidly coolable range in the within-stand
region declined to 0.3175, it was possible to have the average cooling rate of 1579°C / s in the within-stand region,
exceeding 500°C / s, for example, by setting the impact pressure at 16.92 kPa (Test No. 6).
[0013] The present invention has been made based on the above described findings, and the summary of the invention
is as follows.
[0014] Hereinafter, the present invention will be described below. Although the reference symbols in the accompanying
drawings are shown in parentheses for the purpose of easy understanding of the invention, the invention is not limited
to an embodiment shown in the drawings.
[0015] A first aspect of the invention is the use of a cooling apparatus of a hot-rolled steel sheet, which is disposed
on a downstream side of a rolling reduction point in a final stand (11g) of a row (11) of hot finish rolling mills, and which
comprises headers (21, 22) provided with a plurality of cooling nozzles (21a, 21a, ..., 22a, 22a, ...) capable of spraying
high-pressure water over an upper surface and a lower surface of a steel sheet (1) being transported on a pass line,
wherein the cooling apparatus is configured in a manner capable of spraying the high-pressure water from the cooling
nozzles, in a transporting direction of the steel sheet, over the upper surface and the lower surface of the steel sheet in
a zone from the rolling reduction point in the final stand to an exit side of a housing post in the final stand; and when
defining as L1, a length in the transporting direction of the steel sheet, of the zone from the rolling reduction point in the
final stand to the exit side of the housing post in the final stand; defining as L2, a length in the transporting direction of
the steel sheet, of a zone of a high-pressure water jet in which the high-pressure water is continuously sprayed over the
steel sheet, within the zone from the rolling reduction point in the final stand to the exit side of the housing post in the
final stand; and defining the ratio of L2/L1 as X, an average value Ps [kPa], in the transporting direction of the steel
sheet, of an impact pressure of the high-pressure water on the surface of the steel sheet, in the zone of a high-pressure
water jet satisfies a below formula (1), on the above upper surface and lower surface of the steel sheet: 

[0016] Here, the "rolling reduction point" refers to a lower dead center of a work roll (11gwu) which contacts with the
upper surface of the steel sheet (1), and an upper dead center of a work roll (11gwd) which contacts with the lower
surface of the steel sheet. Further, the "downstream side" refers to a downstream side in the transporting direction of
the steel sheet (1). The "high-pressure water" refers to jetted water having a pressure with which to perform nuclear
boiling cooling of the steel sheet (1). In the present invention, a strict start point in the zone in which the high-pressure
water can be continuously sprayed (i. e. a most upstream point in the transporting direction of the steel sheet (1), which
may be referred to as a "rapid-cooling start point, hereinafter") is on the most upstream side of an area in which the high-
pressure water directly strikes against the steel sheet; in other words, it is a point closest to the rolling reduction point.
When the nozzles for spraying high-pressure water are arranged most closely to the work roll in the final stand, the point
at which a tangential line drawn on a surface of the work roll from a center of an ejection hole of the nozzle reaches the
surface of the steel sheet, is equivalent to the strict start point of the zone where the high-pressure water can be
continuously sprayed. Still further, the "exit side of a housing post in the final stand" refers to an outer surface of the
housing post (11gh) in the final stand (i.e. an outer surface on the downstream side in the transporting direction of the
steel sheet). Also, "configured in a manner capable of spraying high-pressure water from the cooling nozzles, in a
transporting direction of the steel sheet" means that the cooling apparatus is configured to be capable of spraying the
high-pressure water over the upper surface and the lower surface of the steel sheet (1) from a plurality of the nozzles
(21a, 21a, ..., 22a, 22a, ...) which are disposed in the transporting direction of the steel sheet with a predetermined
spacing. Additionally, the "average value in the transporting direction of the steel sheet, of an impact pressure of the
high-pressure water on the surface of the steel sheet" refers to a value which is obtained by measuring or calculating
the impact pressure of the high-pressure water that the surface of the steel sheet is subjected to, along a line segment
in the transporting direction of the steel sheet at any position in the width direction of the steel sheet, or for example, in
the middle position of the width direction; and then by averaging, in a predetermined region, the impact pressure thus
measured or calculated. In order to uniformly cool the steel sheet in the width direction of the steel sheet, it is desirable
to equalize this average value in the transporting direction of the steel sheet, in every region in the width direction of the
steel sheet. On a surface which has at least a width equivalent to the nozzle pitch, as well, the impact pressure should
be equal to the impact pressure on the surface of the steel sheet which is determined on the line segment. Therefore,
in determining the above average value in the transporting direction of the steel sheet, the average impact pressure on
the surface of the steel sheet that one nozzle has may be determined in every row of nozzles aligned in the transporting
direction of the steel sheet, and then it may be averaged in the transporting direction of the steel sheet (see Figs. 4 and
7). In the present invention, as shown in Fig. 6, for example, when defining a nozzle pitch in the width direction of the
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steel sheet as A; and defining a nozzle pitch in the transporting direction of the steel sheet, in other words a space
between the headers, as B, the average impact pressure on the surface of the steel sheet that one nozzle has can be
calculated by dividing a force (impact force) of the cooling water striking against a parallelogram region whose area is
represented by A 3 B, by the parallelogram area A 3 B. Further, the above formula (1) presupposes, for example, that
rapid cooling of the steel sheet is started from inside the final stand and is obtained by mathematizing the idea that an
ultra fine grain steel can be manufactured by raising the average cooling rate in the rapidly coolable region in the within-
stand region even if there exists an area in the within-stand region in which rapid cooling is difficult. Therefore, the
formula (1) is applicable to the rapid cooling from inside the final stand; and, this formula can also be applicable to the
rapid cooling outside the final stand. In formula (1), the value "2.5" derives from a Ps value (2.5 kPa) which is preferably
satisfied in a case when there are no areas in the within-stand region where rapid cooling is difficult. Further, ’X" refers
to a rate of the rapidly coolable range in the within-stand region. The value "0.6" derives from a relationship between
the average cooling rate of the steel sheet and the average value, in the transporting direction of the steel sheet, of the
impact pressure of the high-pressure water on the surface of the steel sheet (i.e. a relationship that the average cooling
rate of the steel sheet is proportional to the 0.6th power of the average value in the transporting direction of the steel
sheet, of the impact pressure of the high-pressure water on the surface of the steel sheet). And the value "- 1" originates
in the necessity that the average cooling rate be inversely proportional to X. A derivation method of the above formula
(1) will be described below.
[0017] Since it is necessary to raise the average cooling rate by making the average cooling rate inversely proportional
to the rate X at which cooling is possible, in a case of having the average cooling rate of 500°C / s in the within-stand
region, the average cooling rate V [°C / s] and the rate X need to satisfy the below formula (A): 

[0018] Further, the relationship between the average cooling rate V of the steel sheet, and the average value Ps, in
the transporting direction of the steel sheet, of the impact pressure of the high-pressure water on the surface of the steel
sheet may be represented by the below formula (B): 

[0019] Since the relation, 289 · Ps0.6 = 500 / X can be obtained from the formulas (A) and (B), rearrangement of this
results in the below: 

[0020] Therefore, in order to have the average cooling rate of 500°C or more in the within-stand region, it is necessary
to meet the following: 

[0021] The formula (1) can be derived in this way.
[0022] In addition, in the above first aspect of the present invention, the cooling apparatus is preferably configured in
a manner capable of continuously spraying the high-pressure water in the transporting direction of the steel sheet (1),
at least in the zone from within a position corresponding to the radius of the work roll (11gw, 11gw) in the final stand to
the exit side of the housing post (11gh) of the final stand.
[0023] Here, as shown in Fig. 4, the "position corresponding to the radius of the work roll in the final stand" refers to
a position which is only a radius of the work roll in the final stand away toward the downstream side in the transporting
direction of the steel sheet, from the rolling reduction point at which the steel sheet (1) to be rolled and the work roll
(11gw, 11gw) in the final stand contact with each other. Further, "from within a position corresponding to the radius of
the work roll in the final stand" means that the high-pressure water sprayed from the nozzles (21a, 21a, ..., 22a, 22a, ...)
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is supplied to the upper surface and the lower surface of the steel sheet (1) which exists between the rolling reduction
point and the position corresponding to the radius of the work roll in the final stand (on a side closer to the rolling reduction
point than to the position corresponding to the radius of the work roll in the final stand). Still further, "configured in a
manner capable of continuously spraying high-pressure water in the transporting direction of the steel sheet (1) at least
in the zone from within a position corresponding to the radius of the work roll (11gw, 11gw) in the final stand (11g), to
the exit side of the housing post (11gh) of the final stand" means, for example as shown in Figs. 2, 4, and 7, that the
cooling apparatus is configured to be capable of spraying high-pressure water without having an area in the zone from
the cooling-start point located within the position corresponding to the radius of the work roll (11gw, 11gw), to the exit
side of the housing post (11gh), in which area rapid cooling of the steel sheet (1) is difficult (or a region in which rapid
cooling is impossible).
[0024] Further, in the first aspect of the present invention, the average value, in the transporting direction of the steel
sheet, of the impact pressure of the high-pressure water on the surface of the steel sheet, in the above described zone,
is preferably 3.5 kPa or more on the upper surface and the lower surface.
[0025] Still further, in the first aspect of the present invention, it is preferable that a rapidly cooled region having a
length of over 0.75 m in the transporting direction of the steel sheet exist in the zone of a high-pressure water jet on both
upper surface side and lower surface side of the steel sheet.
[0026] Furthermore, in the first aspect of the present invention, the nozzles (21a, 21a, ..., 22a, 22a, ...) are preferably
flat spray nozzles.
[0027] Moreover, in the first aspect of the present invention, a space for discharging cooling water is preferably secured
between both end surfaces of the cooling apparatus (20) in the width direction of the steel sheet and both end surfaces
of the final stand (11g) in the width direction of the steel sheet.
[0028] Here, "both end surfaces of the cooling apparatus (20) in the width direction" refers to an outer surface of the
cooling apparatus (20) in terms of both end sides in the width direction of the steel sheet (1). And "both end surfaces of
the final stand (11g) in the width direction of the steel sheet" refers to an inner surface of the housing post (11gh) of the
final stand in terms of both end sides in the width direction of the steel sheet (1).
[0029] Additionally, in the first aspect of the present invention, the header (21) and the nozzles (21a, 21a, ...) arranged
on the upper surface side of the steel sheet (1) are unified with an upper surface guide (23) arranged between the
nozzles and the pass line.
[0030] Here, the "upper surface guide (23)" is a member of the cooling apparatus (20) which is disposed on the upper
surface side of the steel sheet (1) for the purpose of, for example, preventing the steel sheet (1) rolled in the final stand
(11g) from striking against the work roll (11gwu) in the final stand or the nozzles (21a, 21a, ...) of the cooling apparatus (20).
[0031] Also, in the first aspect of the present invention, the header (22) and the nozzles (22a, 22a, ...) arranged on
the lower surface side of the steel sheet (1) are preferably unified with a lower surface guide (24) arranged between the
nozzles and the pass line.
[0032] Here, the "lower surface guide (24)" is a member of the cooling apparatus (20) which is disposed on the lower
surface side of the steel sheet for the purpose of, for example, preventing the steel sheet (1) rolled in the final stand
(11g) from striking against the work roll (11gwd) in the final stand or the nozzles (22a, 22a, ...) of the cooling apparatus (20).
[0033] In the first aspect of the present invention, it is preferable that a plurality of the headers (21, 31, 22, 32) be
provided, and that at least a part of the headers be configured in a manner capable of supplying cooling water all at
once, to the nozzles (31a, 31a, ..., 32a, 32a, ...) which are arranged, in a form of a plurality of rows, respectively in the
transporting direction and in the width direction of the steel sheet (1).
[0034] Further, in the first aspect of the present invention, in which at least a part of the headers is configured in a
manner capable of supplying cooling water all at once, to the nozzles, which are arranged, in a form of a plurality of
rows, respectively in the transporting direction and in the width direction of the steel sheet, it is preferable that a plurality
of the headers (21, 31) be disposed on the upper surface side of the steel sheet; and that among the headers disposed
on the upper surface side of the steel sheet, at least the header (31) which is disposed on the most upstream side in
the transporting direction of the steel sheet be configured in a manner capable of supplying cooling water all at once, to
the nozzles (31a, 31a, ...) which are arranged, in a form of a plurality of rows, respectively in the transporting direction
and in the width direction of the steel sheet.
[0035] Also, in the first aspect of the present invention, in which at least a part of the headers is configured in a manner
capable of supplying cooling water all at once, to the nozzles, which are arranged, in a form of a plurality of rows,
respectively in the transporting direction and in the width direction of the steel sheet, it is preferable that a plurality of
the headers (22, 32) be disposed on the lower surface side of the steel sheet; and that among the headers disposed on
the lower surface side of the steel sheet, at least the header (32) which is disposed on the most upstream side in the
transporting direction of the steel sheet be configured in a manner capable of supplying cooling water all at once, to the
nozzles (32a, 32a, ...) which are arranged, in a form of a plurality of rows, respectively in the transporting direction and
in the width direction of the steel sheet.
[0036] A second aspect of the present invention is a manufacturing apparatus (10) according to claim 8.
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[0037] A third aspect of the present invention is a manufacturing method of a hot-rolled steel sheet comprising a
process to treat the steel sheet (1) rolled in the final stand (11g) of the row (11) of hot finish rolling mills by using the
manufacturing apparatus (10) of a hot-rolled steel sheet according to the above second aspect of the present invention.

Effects of the Invention

[0038] In the present invention, upper and lower surfaces of a steel sheet is rapidly cooled by spraying high-pressure
water in the within-stand region so as to meet the above formula (1); thereby enabling rapid cooling of a rolled steel
sheet while inhibiting, for example, recovery of a microstructure of austenite. Therefore, with the present invention, it is
possible to provide: the use of a cooling apparatus of a hot-rolled steel sheet; a manufacturing apparatus of a hot-rolled
steel sheet; and a manufacturing method of a hot-rolled steel sheet, which are capable of manufacturing a hot-rolled
steel sheet having ultra fine crystal grains.

Brief Description of the Drawings

[0039]

Fig. 1 is a schematic view showing a part of a manufacturing apparatus of a hot-rolled steel sheet according to the
present invention;
Fig. 2 is an enlarged view of an area taken from Fig. 1, in which area the cooling apparatus of a hot-rolled steel
sheet of the present invention is disposed;
Fig. 3 is a view showing an embodiment of the cooling apparatus of a hot-rolled steel sheet of the present invention;
Fig. 4 is a conceptual view of a position corresponding to the radius of a work roll in a final stand, and an exit side
of a housing post in the final stand, together with an average value, in a transporting direction of a steel sheet, of
an impact pressure of high-pressure water on a surface of the steel sheet;
Fig. 5 is a view showing a relationship between the average value, in the transporting direction of the steel sheet,
of the impact pressure of high-pressure water on the surface of the steel sheet and an average cooling rate of the
steel sheet;
Fig. 6 is a view illustrating the average value per nozzle, of the impact pressure of high-pressure water on the surface
of the steel sheet;
Fig. 7 is a conceptual view of a position corresponding to the radius of a work roll in a final stand, and an exit side
of a housing post in the final stand, together with an average value, in a transporting direction of a steel sheet, of
an impact pressure of high-pressure water on a surface of the steel sheet, according to another embodiment of the
cooling apparatus of the present invention;
Fig. 8 is an enlarged view of an area in which the cooling apparatus of a hot-rolled steel sheet of the present invention
according to another embodiment is disposed;
Fig. 9 is a view illustrating an impact shape on a surface of a steel sheet, of high-pressure water sprayed from the
nozzles provided to the cooling apparatus of a hot-rolled steel sheet of the present invention; and
Fig. 10 is a view showing a relationship between the time required to cool to 720°C and an obtained ferrite grain
diameter.

Description of the Symbols

[0040]

1 steel sheet
10 manufacturing apparatus of hot-rolled steel sheet
11 row of hot finish rolling mills
11g final stand
11gh housing post of final stand
11gw work roll of final stand
11gwu work roll of final stand
11gwd work roll of final stand
12 transporting roll
13 pinch roll
20, 20’ cooling apparatus of hot-rolled steel sheet
21 header
21a nozzle
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22 header
22a nozzle
23 upper surface guide
24 lower surface guide
30 cooling apparatus of hot-rolled steel sheet
31 set type header
31a nozzle
32 set type header
32a nozzle

Modes for Carrying Out the Invention

[0041] Hereinafter, the present invention will be described based on the embodiments shown in the accompanying
drawings.
[0042] Fig. 1 schematically shows a cooling apparatus (20) of a hot-rolled steel sheet of the present invention, and a
part of a manufacturing apparatus (10) of a hot-rolled steel sheet of the present invention which comprises the cooling
apparatus (20). In Fig. 1, a steel sheet 1 is transported from a left on the sheet of paper (upstream side) to a right
(downstream side), a direction from a top to a bottom on the sheet of paper being a vertical direction. Hereinafter, a
direction from the upstream side to the downstream side may be referred to as a transporting direction; and a direction
of a width of the steel sheet being transported, which is orthogonal to the transporting direction, may be referred to as
a width direction of a steel sheet. Further, reference symbols may be omitted in the below descriptions of the drawings
for the purpose of easy viewing.
[0043] As shown in Fig. 1, the manufacturing apparatus 10 of a hot-rolled steel sheet (, which may be simply referred
to as a "manufacturing apparatus 10", hereinafter) comprises: a row 11 of hot finish rolling mills; a cooling apparatus 20
of the present invention (, which may be simply referred to as a "cooling apparatus 20", hereinafter) ; a transporting roll
12; and a pinch roll 13. Further, a heating furnace, a row of rough rolling mills, and the like, the figures and descriptions
of which are omitted, are arranged on the upstream side of the row 11 of hot finish rolling mills and set better conditions
of a steel sheet to be rolled by the row 11 of hot finish rolling mills. On the other hand, another cooling apparatus or
various kinds of equipment such as a coiler to ship the steel sheet as a steel sheet coil, are arranged on the downstream
side of the pinch roll 13.
[0044] A hot-rolled steel sheet is generally manufactured in the following way. A rough bar which has been taken from
a heating furnace and has been rolled by a rough rolling mill to have a predetermined thickness is rolled continuously
by the row 11 of hot finish rolling mills to a predetermined thickness, while controlling a temperature. After that, it is
rapidly cooled by the cooling apparatus 20. Herein, the cooling apparatus 20 is disposed from inside the housing post
11gh of the final stand in the row 11 of hot finish rolling mills, in a manner as close to the work rolls 11gw, 11gw in the
final stand as possible (; hereinafter, the work roll 11gw in contact with the upper surface of the steel sheet 1 may be
referred to as a "work roll 11gwu", and the work roll 11gw in contact with the lower surface of the steel sheet 1 may be
referred to as a "work roll 11gwd"). Then, the steel sheet having passed through the pinch roll 13 is cooled by another
cooling apparatus to a predetermined coiling temperature to be coiled by a coiler.
[0045] As described above, the manufacturing apparatus 10 comprises the row 11 of hot finish rolling mills as described
above. In an embodiment of the present invention, seven rolling mills (11a, 11b, 11c, ···, 11g) are aligned along the
transporting direction. In each of the rolling mills 11a, 11b, ···, 11g, a rolling reduction and the like are set, so that in the
rolling mills which form each stand, the steel sheet can meet conditions for thickness, mechanical properties, surface
quality, and the like which are required as a final product.
[0046] Figs. 2 and 3 are enlarged views of an area in which the cooling apparatus 20 is disposed. Fig. 2 shows a
manner in which the cooling apparatus 20 rapidly cools the upper surface and the lower surface of the steel sheet
immediately after the steel sheet passes the rolling reduction point in the final stand 11g. A dotted line in Fig. 2 shows
the high-pressure water. On the other hand, Fig. 3 shows a manner in which to replace the work rolls 11gw, 11gw in the
final stand 11g of the cooling apparatus 20. Further, Fig. 4 is a view illustrating the position corresponding to the radius
of the work roll in the final stand, and the exit side of the housing post 11gh in the final stand, together with the average
value, in the transporting direction of the steel sheet, of the impact pressure of high-pressure water on the surface of
the steel sheet (; the average value may be simply referred to as an "average value of an impact pressure of cooling
water", or an "average impact pressure", hereinafter") . A left side on the sheet of paper of Fig. 4 is the upstream side
in the transporting direction of the steel sheet, whereas a right side on the sheet of paper of Fig. 4 is the downstream
side in the transporting direction of the steel sheet. Specific descriptions of the cooling apparatus 20 will be given below,
with reference to Figs 2 to 4.
[0047] As shown in Figs. 2 and 3, the cooling apparatus 20 is disposed on the downstream side of the final stand 11g
in the row 11 of hot finish rolling mills. The cooling apparatus 20 comprises: headers 21, 21 attached with a plurality of
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flat spray nozzles 21a, 21a, ... (, which may be simply referred to as a "nozzle 21a" etc., hereinafter), which spray high-
pressure water over the upper surface of the steel sheet 1; and headers 22, 22 attached with a plurality of flat spray
nozzles 22a, 22a, ... (, which may be simply referred to as a "nozzle 22a" etc., hereinafter), which spray high-pressure
water over the lower surface of the steel sheet 1. A plurality of the nozzles 21a, 21a ... disposed in the width direction
of the steel sheet at a predetermined pitch are attached to the header 21; and a plurality of the headers 21, 21, ... are
disposed in the transporting direction of the steel sheet at a predetermined pitch. Likewise, a plurality of the nozzles
22a, 22a ... disposed in the width direction of the steel sheet at a predetermined pitch are attached to the header 22;
and a plurality of the headers 22, 22, ... are disposed in the transporting direction of the steel sheet at a predetermined
pitch. The headers 21, 21, ... are configured in a manner capable of supplying cooling water all at once to the plurality
of the nozzles 21a, 21a, ... disposed in the width direction of the steel sheet at a predetermined pitch; and the headers
22, 22, ... are configured in a manner capable of supplying cooling water all at once to the plurality of the nozzles 22a,
22a, ... disposed in the width direction of the steel sheet at a predetermined pitch. The two rows of the nozzles 21a, 21a
on the upper surface side of the steel sheet 1, and the two rows of the nozzles 22a, 22a on the lower surface side of
the steel sheet 1, respectively disposed on the most upstream side in the transporting direction of the steel sheet 1, are
arranged in such a manner that an axis direction of each of the nozzles is crossing to a vertical surface so as to obliquely
spray high-pressure water toward the upstream side in the transporting direction of the steel sheet 1. In the cooling
apparatus 20, an angle to the vertical surface which an axis direction of the nozzles 21a, 22a disposed on the most
upstream side in the transporting direction of the steel sheet makes (hereinafter, the angle being referred to as an
"inclined angle to a vertical surface"), is larger than the inclined angle to the vertical surface given to the nozzles 21a,
22a which are adjacent to the nozzles 21a, 22a disposed on the most upstream side, and are adjacent to the downstream
side in the transporting direction of the steel sheet. The upper surface guides 23, 23 for preventing the nozzles 21a,
21a, ··· and the steel sheet 1 from striking against each other are arranged between the nozzles 21a, 21a, ··· and the
upper surface of the steel sheet 1; and the lower surface guides 24, 24 for preventing the nozzles 22a, 22a, ··· and the
steel sheet 1 from striking against each other are arranged between the nozzles 22a, 22a, ··· and the lower surface of
the steel sheet 1. In the cooling apparatus 20, the header 21 arranged closely to the work roll 11gwu in the final stand
11g are unified with the upper surface guide 23; and the header 22 arranged closely to the work roll 11gwd in the final
stand 11g are unified with the upper surface guide 24. So, in replacing the work rolls 11gw, 11gw in the final stand, for
example, it is possible to move the header 21 together with the upper surface guide 23 arranged closely to the work roll
11gwu in the final stand, and also to move the header 22 together with the lower surface guide 24 arranged closely to
the work roll 11gwd in the final stand. And by this a space for a chock on the driving side (on a back side on the sheet
of paper of Fig. 3) to come out to the operation side is created, enabling replacement of the rolls.
[0048] As shown in Figs. 2 and 4, in rapidly cooling the steel sheet 1 by using the cooling apparatus 20, for example,
the impact region of the high-pressure water sprayed from the nozzle 21a reaches the region closer to the side of the
rolling reduction point than to the position corresponding to the radius of the work roll in the final stand 11g; and the
impact region of the high-pressure water sprayed from the nozzle 22a reaches the region closer to the side of the rolling
reduction point than to the position corresponding to the radius of the work roll in the final stand 11g. Further, as shown
in Figs. 2 and 3, in the cooling apparatus 20, the headers 21, 21, ··· which are attached with a plurality of the nozzles
21a, 21a, ··· disposed in the width direction of the steel sheet at a predetermined pitch, and the headers 22, 22, ··· which
are attached with a plurality of the nozzles 22a, 22a, ··· disposed in the width direction of the steel sheet at a predetermined
pitch are disposed in the transporting direction of the steel sheet at a predetermined pitch. Therefore, by using the cooling
apparatus 20, it is possible to continuously spray the high-pressure water over the upper surface and the lower surface
of the steel sheet 1 in the zone from within the position corresponding to the radius of the work roll in the final stand 11g
to the exit side of the housing post 11gh of the final stand. By spraying the high-pressure water over the upper surface
and the lower surface of the steel sheet 1, the high-pressure water can penetrate into a boiling film on the surface of the
steel sheet even if there exists retained water on the surface of the steel sheet 1; therefore it becomes possible to perform
nuclear boiling cooling (rapid cooling) of the steel sheet 1. That is to say, with this configuration of the cooling apparatus
20, the upper and lower surfaces of the steel sheet 1 having passed through the rolling reduction point can be continuously
cooled more quickly and more strongly. Accordingly, with the present invention, it is possible to provide the cooling
apparatus 20 which is capable of manufacturing an ultra fine grain steel.
[0049] Fig. 5 is a view showing a relationship between the average value, in the transporting direction of the steel
sheet, of the impact pressure of high-pressure water on the surface of the steel sheet, and an average cooling rate of
the steel sheet. A vertical axis in Fig. 5 represents the average cooling rate [°C / s] at a time of cooling, from 750°C to
600°C, from both sides (upper surface and lower surface) of the steel sheet with a thickness of 3 mm, which has no
retained cooling water on the surface thereof. A horizontal axis in Fig. 5 represents the average value [kPa], in the
transporting direction of the steel sheet, of the impact pressure of high-pressure water on the surface of the steel sheet.
As shown in Fig. 5, there is a correlation between the average value, in the transporting direction of the steel sheet, of
the impact pressure of high-pressure water on the surface of the steel sheet, and the average cooling rate of the steel
sheet: as the average value, in the transporting direction of the steel sheet, of the impact pressure of high-pressure
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water on the surface of the steel sheet is increased, the average cooling rate of the steel sheet can be increased. Further,
as shown in Fig. 6, the average value, in the transporting direction of the steel sheet, of the impact pressure of high-
pressure water on the surface of the steel sheet is determined by averaging the average impact pressure per nozzle of
the zones in the transporting direction, wherein the average impact pressure per nozzle is derived by dividing the force
(i.e. impact force) of the cooling water striking against a quadrilateral region whose area is represented by A x B, by the
quadrilateral region A 3 B, when defining the nozzle pitch in the width direction of the steel sheet as A; and defining the
nozzle pitch in the transporting direction of the steel sheet as B.
[0050] In the present invention, from the viewpoint, for example, of enabling rapid cooling of the steel sheet 1 while
inhibiting recovery of austenite gains or the like, the average value, in the transporting direction of the steel sheet, of the
impact pressure on the surface of the steel sheet, of the high-pressure water sprayed over the steel sheet 1 from the
cooling apparatus 20 is configured as follows. That is, when defining L1, a length in the transporting direction of the steel
sheet, of the zone from the rolling reduction point in the final stand 11g to the exit side of the housing post in the final
stand 11g; defining as L2, a length in the transporting direction of the steel sheet, of the zone of a high-pressure water
jet, in which the high-pressure water is continuously sprayed over the steel sheet, within the zone from the rolling reduction
point in the final stand 11g to the exit side of the housing post in the final stand 11g as L2; and defining the ratio of L2/L1
as X, the average value Ps [kPa], in the transporting direction of the steel sheet, of the impact pressure of the high-
pressure water on the surface of the steel sheet in the zone of the high-pressure water jet satisfies a below formula (1)
on the upper surface and the lower surface of the steel sheet 1: 

[0051] Further, from the same viewpoint, the average value, in the transporting direction of the steel sheet, of the
impact pressure on the surface of the steel sheet, of the high-pressure water sprayed from the cooling apparatus 20
over the steel sheet 1 is preferably 3.5 kPa or more. Further, in the present invention, in order to, for example, render
crystal grains finer, it is preferable to cool the steel sheet 1 at an average cooling rate of 1000°C / s or more. In view of
enabling rapid cooling of the steel sheet 1 at the average cooling rate of 1000°C / s or more, the average value of the
impact pressure of cooling water is preferably 8 kPa or more. The cooling rate varies depending on the sheet thickness,
and is almost inversely proportional to the sheet thickness. If the cooling apparatus of a hot-rolled steel sheet of the
present invention has a capability to cool a steel sheet with a thickness of 3 mm at the average cooling rate of 1000°C
/ s, it is possible to cool a steel sheet with a thickness of 5 mm at the average cooling rate of 600°C / s.
[0052] As described above, the average impact pressure per nozzle is equal to the value which is obtained by dividing
the impact pressure of the high-pressure water jetted from the nozzle by the cooling area that the nozzle has. Therefore,
even by measuring the impact force instead of measuring the pressure, the average value of the impact pressure of the
cooling water can be calculated. Further, the impact force of the high-pressure water can be determined by a flow volume
and a flow rate thereof. And the flow volume and the flow rate depend on the pressure of water supply to the nozzle;
therefore, if a predetermined pressure loss is predicted, it is possible to roughly estimate the average value of the impact
pressure on the surface of the steel sheet, from the pressure of water supply to the nozzle. One example of the calculation
method of the average value of the impact pressure on the surface of the steel sheet will be described below: 

[0053] Here, A represents the nozzle pitch [m] in the width direction of the steel sheet. B represents the nozzle pitch
[m] in the transporting direction of the steel sheet. F represents the impact pressure [N] of high-pressure water on the
surface of the steel sheet. The impact pressure F can be determined by the below formula: 

[0054] Here, the value 44.7 is a constant [N0.5 S / m2 ] including a value which is the 0.5th power of the water density.
C represents a coefficient of loss (approximately 0.8 to 1. 0) . q represents the flow volume [m3 / s] of the flat spray
nozzle. P represents the water supplying pressure [Pa]. The flow volume of the flat spray nozzle is determined in relation
to the water supplying pressure depending on a type (characteristics) of a nozzle.
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[0055] Further, in the present invention, when there exists retained water on the surface of the steel sheet, the pressure
of the high-pressure water sprayed from the nozzle 21a is decreased by the retained water, and the impact pressure of
the high-pressure water at a time when the high-pressure water reaches the surface of the steel sheet 1 is likely to be
decreased. Therefore, to rapidly cool the steel sheet 1, the retained water on the surface of the steel sheet 1 is preferably
reduced. In this viewpoint, in the present invention, a space for the cooling water to be discharged is preferably secured
between both end surfaces of the cooling apparatus 20 in the width direction of the steel sheet and both end surfaces
of the final stand 11g in the width direction of the steel sheet
[0056] In the above descriptions regarding the cooling apparatus 20 of the present invention, a configuration in which
the cooling apparatus is provided with the flat spray nozzles 21a, 21a, ..., 22a, 22a, ... has been shown as one mode,
but a configuration of the cooling apparatus of a hot-rolled steel sheet in the present invention is not limited thereto.
However, in view of providing a cooling apparatus configured to reduce clogging of the nozzles and to increase the
average value, in the transporting direction of the steel sheet, of the impact pressure of the high-pressure water on the
surface of the steel sheet even at a time when there exists retained water on the surface, the flat spray nozzles are
preferably provided to the cooling apparatus. Further, employing effective arrangements of the flat spray nozzles enables
the flat spray nozzles to give directionality to discharge of cooling water existing on the surface of the steel sheet, which
results in improvement of a water discharging ability.
[0057] Further, in the above descriptions regarding the cooling apparatus 20 of the present invention, the flat spray
nozzles 21a, 21a, ..., 22a, 22a, ... are disposed not only in the zone until the exit side of the housing post in the final
stand 11g of the row 11 of hot-rolling mills, but also in the region on the downstream side of the zone, to which the
present invention is not limited. However, there could be a case in which it is required to rapidly cool the steel sheet to
a temperature lower than 720°C within a short period of time after completion of rolling; accordingly, in view of, for
example, providing a cooling apparatus which can keep performing rapid cooling of the steel sheet until the temperature
becomes lower than 720°C, it is preferable that the flat spray nozzles be continuously disposed in the zone until the exit
side of the housing post in the final stand of the row 11 of hot-rolling mills, and also in the region on the downstream
side of the zone.
[0058] Still further, in the above descriptions regarding the cooling apparatus 20 of the present invention, the header
21 disposed on the upper surface side of the steel sheet 1 is unified with the upper surface guide 23; and the header
22 disposed on the lower surface side of the steel sheet 1 is unified with the lower surface guide 24; however, the cooling
apparatus of a hot-rolled steel sheet of the present invention is not limited to this configuration. The cooling apparatus
of a hot-rolled steel sheet of the present invention may be configured in such a manner that the header disposed on the
lower surface side of the steel sheet is not unified with the lower surface guide, or that the header disposed on the upper
surface side of the steel sheet is not unified with the upper surface guide. To be able to replace the rolls provided to the
final stand in the row of hot-rolling mills, the header 21 disposed closely to the work roll 11gwu; the upper surface guide
23; the header 22 disposed closely to the work roll 11gwd; and the lower surface guide 24 need to be movable; and
these may be moved by using a known means such as a hydraulic cylinder. However, in view of, for example, improving
the efficiency of replacement of the rolls, it is preferable that the header disposed on the upper surface side of the steel
sheet, and the upper surface guide be moved away or returned back simultaneously; thus the header and the upper
surface guide are preferably unified. Likewise, it is preferable to unify the header disposed on the lower surface side of
the steel sheet with the lower surface guide.
[0059] Furthermore, in the above descriptions regarding the cooling apparatus 20 of the present invention, only a
configuration has been shown in which a plurality of the headers 21, 21, ... attached with a plurality of the nozzles 21a,
21a, ... which are disposed in the width direction of the steel sheet 1 at a predetermined pitch, are disposed in the
transporting direction of the steel sheet 1 at a predetermined pitch; and a plurality of the headers 22, 22, ... attached
with a plurality of the nozzles 22a, 22a, ... which are disposed in the width direction of the steel sheet 1 at a predetermined
pitch, are disposed in the transporting direction of the steel sheet 1 at a predetermined pitch; however, the cooling
apparatus of a hot-rolled steel sheet of the present invention is not limited to this configuration. The cooling apparatus
of the present invention may be configured in a manner that the header (, which may be referred to as a "set-type header",
hereinafter) which is capable of supplying cooling water all at once to the plurality of the nozzles disposed respectively
in the width direction and the transporting direction of the steel sheet at a predetermined pitch, is arranged on the upper
surface side and/or the lower surface side of the steel sheet. Fig. 7 shows an embodiment of the cooling apparatus of
a hot-rolled steel sheet of the present invention provided with a set-type header. Fig. 7 illustrates the cooling apparatus
of a hot-rolled steel sheet provided with the set-type header, and also conceptually shows the position corresponding
to the radius of the work roll in the final stand and the exit side of the housing post of the final stand, together with the
average value, in the transporting direction of the steel sheet, of the impact pressure of the high-pressure water on the
surface of the steel sheet. In Fig. 7, to the members configured in the same manner as those of the manufacturing
apparatus 10 or the cooling apparatus 20, the same symbols used in Fig. 4 are given and the descriptions are adequately
omitted.
[0060] As shown in Fig. 7, a cooling apparatus 30 of a hot-rolled steel sheet of the present invention (, which may be
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simply referred to as a "cooling apparatus 30", hereinafter) is configured in the same manner as the cooling apparatus
20, except that a set-type header 31 capable of supplying cooling water all at once to each flat spray nozzle 31a, 31a, ...
(, which may be simply referred to as a "nozzle 31a" etc., hereinafter) which forms three rows of flat spray nozzles on
the most upstream side in the transporting direction of the steel sheet, is provided on the upper surface side of the steel
sheet 1; and except that a set-type header 32 capable of supplying cooling water all at once to each flat spray nozzle
32a, 32a, ... (, which may be simply referred to as a "nozzle 32a" etc., hereinafter) which forms three rows of flat spray
nozzles on the most upstream side in the transporting direction of the steel sheet, is provided on the lower surface side
of the steel sheet 1 as well. The two rows of the nozzles 31a, 31a, from the most upstream side in the transporting
direction of the steel sheet 1 are connected to the set-type header 31 in a manner capable of obliquely spraying high-
pressure water toward the upstream side in the transporting direction of the steel sheet 1; and the two rows of the nozzles
32a, 32a, from the most upstream side in the transporting direction of the steel sheet 1 are connected to the set-type
header 32 in a manner capable of obliquely spraying high-pressure water toward the upstream side in the transporting
direction of the steel sheet 1. In the cooling apparatus 30, an inclined angle to a vertical surface of the nozzles 31a, 32a
disposed on the most upstream side in the transporting direction of the steel sheet 1 is set to be larger than the inclined
angle to a vertical surface given to the nozzles 31a, 32a which are adjacent to the nozzles 31a, 32a disposed on the
most upstream side, and are adjacent to the downstream side in the transporting direction of the steel sheet 1. Further,
the high-pressure water sprayed from the nozzles 31a, 32a which are disposed on the most upstream side in the
transporting direction of the steel sheet 1 reaches the region closer to the rolling reduction side than to the position
corresponding to the radius of the work roll in the final stand. Thus, the cooling apparatus 30 in this configuration, like
the cooling apparatus 20, is also capable of manufacturing an ultra fine grain steel.
[0061] In this way, by using the cooling apparatuses 20, 30 of the present invention, it is possible to manufacture an
ultra fine grain steel. Accordingly, by using the manufacturing apparatus 10 comprising the cooling apparatus 20 or a
manufacturing apparatus of a hot-rolled steel sheet comprising the cooling apparatus 30, it is possible to manufacture
an ultra fine grain steel. In addition, with a configuration in which to comprise a process to treat a steel sheet rolled in
the final stand of the row of hot finish rolling mills by using the manufacturing apparatus of a hot-rolled steel sheet
provided with the cooling apparatus 30, or the manufacturing apparatus 10, it is possible to provide a manufacturing
method of a hot-rolled steel sheet capable of manufacturing an ultra fine grain steel.
[0062] In the present invention, the distance between the nozzles disposed on the upper surface side of the steel
sheet and the upper surface of the steel sheet is not particularly limited; however, by arranging the nozzles close to the
surface of the steel sheet, it becomes easy to increase the average value of the impact pressure of the cooling water.
Accordingly, in view of easily increasing the average value of the impact pressure of the cooling water, the distance
between the surface of the nozzle facing the steel sheet (ejection face of the high-pressure water) and the surface of
the steel sheet is preferably less than 500 mm; more preferably 350 mm or less.
[0063] Further, in the above description, a configuration in which an inclined angle to a vertical surface is given to the
nozzles disposed on the upstream side in the transporting direction of the steel sheet has been shown, to which con-
figuration the present invention is not limited. However, by giving an inclined angle to one or more rows of nozzles
including the row of nozzles disposed on the upstream side in the transporting direction of the steel sheet, or disposed
especially at a position closest to the work roll in the final stand, it becomes easy to make high-pressure water strike
against the upper surface and the lower surface of the steel sheet which is at a position nearest to the roll bite within
the distance corresponding to the radius of the work roll in the final stand; and thereby, it becomes easy to rapidly cool
the steel sheet after rolling. Accordingly, in view of, for example, easily performing rapid cooling of the steel sheet, an
inclined angle to a vertical surface is preferably given to one or more rows of nozzles (i.e. the rows of nozzles which are
disposed respectively on the upper surface side and the lower surface side of the steel sheet) including the row of nozzles
which is disposed at a position closest to the work roll in the final stand (i.e. on the most upstream side in the transporting
direction of the steel sheet). And the closer the nozzles are to the upstream side in the transporting direction of the steel
sheet, the larger inclined angle to a vertical surface the nozzles are preferably given. Further, to easily perform rapid
cooling of the steel sheet, it is preferable that the row of nozzles disposed on the most upstream side in the transporting
direction of the steel sheet be given an inclined angle to a vertical surface, and that the distance between the surface
of the steel sheet and the surface of the row of nozzles disposed on the most upstream side in the transporting direction
of the steel sheet (ejection face of high-pressure water) be made shortest.
[0064] Still further, the above description has referred to a configuration that a steel sheet is rapidly cooled immediately
after the steel sheet passes the rolling reduction point by making high-pressure water continuously strike against the
steel sheet at least in the region from within the position corresponding to the radius of the work roll in the final stand of
the row of hot finish rolling mills, to the exit side of the housing post in the final stand; however, the present invention is
not limited to the configuration. In the present invention, a zone in which high-pressure water is not made to continuously
strike against the steel sheet may exist in the within-stand region as long as it is possible to cool the steel sheet to 720°C
or below within 0.2 second after the steel sheet passes the rolling reduction point. If there is an area in the within-stand
region in which rapid cooling is difficult (i.e. the zone in which high-pressure water is not made to continuously strike
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against the steel sheet), the steel sheet may be cooled to 720°C or below within 0.2 second after the steel sheet passes
the rolling reduction point, by increasing the cooling rate in the within-stand region except for the area in which rapid
cooling is difficult, and by securing the average cooling rate of 500°C / s in the within-stand region. Examples of the area
in the within-stand region in which rapid cooling is difficult include a zone between a position of the roll bite and an
upstream end of the range for continuous cooing in the transporting direction of the steel sheet, as shown in Fig. 4. In
addition to this, in the same manner as the cooling apparatus 20’ of a hot-rolled steel sheet shown in Fig. 8, for example,
in a case when a transporting roll 12 is arranged also on the lower surface side of the steel sheet between the rolling
reduction point and the exit side of the housing post in the final stand, the area on the lower surface side of the steel
sheet which is not struck against by the high-pressure water because of the transporting roll 12 is also the area in which
rapid cooling is difficult. With the cooling apparatus 20’ as well, it is possible to form ultra fine grains by cooling the steel
sheet to 720°C or below within 0.2 second after the steel sheet passes the rolling reduction point. Accordingly, by using
the manufacturing apparatus of a hot-rolled steel sheet comprising the cooling apparatus 20’, and by going through the
cooling process of the cooling apparatus 20’, it is possible to manufacture an ultra fine grain steel. Moreover, with a
configuration in which to comprise the process to treat a steel sheet rolled in the final stand of the row of hot finish rolling
mills by using the manufacturing apparatus of a hot-rolled steel sheet provided with the cooling apparatus 20’, it is
possible to provide a manufacturing method of a hot-rolled steel sheet capable of manufacturing an ultra fine grain steel.
[0065] Additionally, the above description has mainly referred to a configuration in which the flat spray nozzle 21a and
the flat spray nozzle 22a are provided to the cooling apparatus of a hot-rolled steel sheet of the present invention, to
which the present invention is not limited. The nozzles provided to the cooling apparatus of a hot-rolled steel sheet of
the present invention may also be configured in a manner capable of spraying columnar high-pressure water. Fig. 9
shows a shape of an impact on the surface of the steel sheet, of the high-pressure water sprayed from the nozzles
provided to the cooling apparatus of a hot-rolled steel sheet of the present invention. In a case when a flat spray nozzle
is provided, the shape of the area of the impact on the surface of the steel sheet, of the high-pressure water is, for
example, an oval shape, as shown in Fig. 9A. On the other hand, in a case when a spray nozzle capable of spraying
the columnar high-pressure water is provided, the shape of the area of the impact on the surface of the steel sheet, of
the high-pressure water is, for example, a circular shape, as shown in Fig. 9B.

Examples

[0066] A test was conducted in which: a steel sheet containing 0.1% C by mass and 1% Mn by mass was rolled at an
exit side rate of 600 mpm by using a rolling mill with a roll diameter of 700 mm (a roll radius of 350 mm), and with a
distance of 1800 mm from the rolling reduction point to the exit side of the housing post, so as to have a sheet thickness
of 3 mm on the exit side of the position of the roll bite; and then the steel sheet was rapidly cooled. A research was
conducted on the ferrite grain diameters which were finally obtained by setting a temperature of completion of rolling at
820°C, and by varying the average values of the impact pressure of cooling water in the region between the cooling-
start point and the exit side of the housing post. When it was not possible to fully cool the steel sheet to 720°C in the
zone until the exit side of the housing post, the steel sheet was cooled by using the cooling apparatus continuing after
the exit side of the housing post. The results are shown in Table 2. The conditions Nos. 1 to 4 which satisfied the above
formula (1) is an example of the present invention; and the condition No. 5 which did not satisfy the above formula (1)
is a comparative example. In Table 2, the average value of the impact pressure of cooling water (the average value, in
the transporting direction of the steel sheet, of the impact pressure of high-pressure water on the surface of the steel
sheet) is written as an "average impact pressure".

[Table 2]

No.

Cooling-
start 

position 
[mm]

Average 
impact 

pressure [kPa]

Average 
cooling rate 

[°C/s]

Distance to 
reach 720°C 

[mm]

Time required 
to reach 
720°C [s]

Ferrite 
grain 

diameter 
[mm]

Notes

1 100 3.5 615 1720 0.172 1.7
Example of 

present 
invention

2 150 3.5 615 1770 0.177 1.8
Example of 

present 
invention
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[0067] As shown in Table 2, in the conditions Nos. 1 to 4 which satisfied the above formula (1), an ultra fine grain
microstructure having a ferrite grain diameter of less than 2mm was obtained by starting cooling a steel sheet from within
the position corresponding to the roll radius which is at 350 mm (from the rolling reduction point), and by completing
cooling the steel sheet to 720°C in the zone until the exit side of the housing post which is at 1800 mm (from the rolling
reduction point) (in other words, by completing cooling to 720°C within 0.2 second after rolling). On the other hand, in
the condition No. 5, the cooling-start position was far away on the downstream side, from the position corresponding to
the roll radius, and the formula (1) was not satisfied; thus the ferrite grain diameter was above 2mm.
[0068] Further, a transporting roll was disposed between the rolling reduction point and the exit side of the housing
post in the same rolling mill as the one used in the above examples; and the same rolling test as above was also
conducted even after it became difficult to perform rapid cooling before and after the transporting roll. At this time,
assuming a case in which a part of the cooling headers should become unusable for the purpose of securing a sheet
passing stability or due to such circumstances as a breakdown of equipment, a condition was also added in which a
part of the middle-positioned cooling headers (i.e. the cooling headers excluding the cooling header on the most upstream
end and the header on the most downstream end among the cooling headers supplied with cooling water which cools
the steel sheet existing in the within-stand region) was deliberately not used. The rapid-cooling start point was uniformly
set at 150 mm away on the downstream side from the rolling reduction point. As previously stated, the common distance
from the rolling reduction point in the final stand of a row of hot finish rolling mills to the exit side of the housing post of
the final stand is approximately 2 m (approximately 2000 mm). Here, the length L1 of the within-stand region from the
rolling reduction point in the final stand to the exit side of the housing post of the final stand was set to be 1800 mm. If
it should be possible to realize a rolling mill in which the length in the within-stand region from the rolling reduction point
to the exit side of the housing post of the final stand is made even shorter, the steel sheet may be further cooled on the
exit side of the housing post which is left with some space to a degree to which the length was shortened. Further, the
length L3 of an area in which rapid cooling cannot be performed is a total length including the length of 150 mm from
the rolling reduction point to the rapid-cooling start point as well as the length of the region in which rapid cooling is
impossible, such as before and after the transporting roll. The length L2 of the rapidly coolable range is a value obtained
by subtracting L3 from L1. In a case when the area in which rapid cooling is impossible is only on one surface, such as
the area in which the transporting roll is disposed, and cooling can be carried out on the opposite surface, the length of
the region in which rapid cooling is impossible was determined by halving the length of the area in which rapid cooling
is impossible.
[0069] The results are shown in Table 3. In Table 3, the average value of the impact pressure of cooling water (the
average value, in the transporting direction of the steel sheet, of the impact pressure of high-pressure water on the
surface of the steel sheet) is written as an "average impact pressure". Further, X in Table 3 represents the ratio of L2 / L1.

(continued)

No.

Cooling-
start 

position 
[mm]

Average 
impact 

pressure [kPa]

Average 
cooling rate 

[°C/s]

Distance to 
reach 720°C 

[mm]

Time required 
to reach 
720°C [s]

Ferrite 
grain 

diameter 
[mm]

Notes

3 150 8.0 1010 1140 0.114 1.6
Example of 

present 
invention

4 300 4.5 715 1700 0.170 1.8
Example of 

present 
invention

5 1000 3.5 615 2620 0.262 2.4
Comparative 

Example
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[0070] As shown by the conditions Nos. 6, 8, 10, and 12 in Table 3, even when there is a region in the within-stand
region in which rapid cooling is impossible, it was possible to obtain the average cooling rate of 500°C / s or more in the
within-stand region, by having the average impact pressure of high-pressure water in the cooling region of the length
L2 within the range determined by the above formula (1). And under all of these conditions, an ultra fine grain microstructure
with a ferrite grain diameter of less than 2mm was obtained. However, under the condition No. 12, the average impact
pressure reached 17 kPa, and it is costly, in building and operating a line, and thus unrealistic to achieve the average
impact pressure higher than this value. Therefore, it is desirable to secure the rapid cooling length L2 of at least 750
mm or more. Besides, this rapid cooling length L2 of at least 750 mm or more doe not require a continuous region having
750 mm or more; it is good enough if a total length of the rapid cooling regions amounts to 750 mm or more. On the
other hand, as under the conditions Nos. 7, 9, and 11, in a case when the average impact pressure of the high-pressure
water in the rapid cooling region is outside the range determined by the above formula (1), the average cooling rate in
the within-stand region was below 500°C / s, and the ferrite grain diameter was above 2mm.
[0071] The invention has been described above as to the embodiment which is supposed to be practical as well as
preferable at present. However, it should be understood that the invention is not limited to the embodiment disclosed in
the specification and can be appropriately modified within the range that does not depart from the gist or spirit of the
invention, which can be read from the appended claims and the overall specification, and a cooling apparatus of a hot-
rolled steel sheet, a cooling method of a hot-rolled steel sheet, a manufacturing apparatus of a hot-rolled steel sheet,
and a manufacturing method of a hot-rolled steel sheet with such modifications are also encompassed within the technical
range of the invention.

Industrial Applicability

[0072] The cooling apparatus of a hot-rolled steel sheet, the cooling method of a hot-rolled steel sheet, the manufac-
turing apparatus of a hot-rolled steel sheet, and the manufacturing method of a hot-rolled steel sheet can be used for
manufacturing a hot-rolled steel sheet having ultra fine crystal grains. Further, the hot-rolled steel sheet having ultra fine
crystal grains can be used as a raw material, for example, in manufacturing automobiles, household electric appliances,
and machine structures, and in constructing buildings.

[Table 3]

No.

Length of 
non-rapid 
cooling L3 

[mm]

Length of 
rapid 

cooling 
L2 [mm]

X

Average impact 
pressure [kPa]

Cooling rate [°C/s] Ferrite 
grain 

diameter 
[mm]

Notes

2.5x(-1/0.6) Actual 
values

Rapid 
cooling 

area

Average 
within 
stand

6 300 1500 0.83 3.39 3.5 613 511 1.9
Example of 

present 
invention

7 450 1350 0.75 4.04 3.5 613 460 2.2
Comparative 

Example

8 450 1350 0.75 4.04 5.0 760 570 1.8
Example of 

present 
invention

9 750 1050 0.58 6.14 5.0 760 443 2.3
Comparative 

Example

10 750 1050 0.58 6.14 9.0 1081 631 1.7
Example of 

present 
invention

11 1050 750 0.42 10.76 9.0 1081 450 2.3
Comparative 

Example

12 1050 750 0.42 10.76 17.0 1583 660 1.5
Example of 

present 
invention
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Claims

1. Use of a cooling apparatus (20, 20’, 30) of a hot-rolled steel sheet in a manufacturing apparatus (10) of a hot-rolled
steel sheet, the manufacturing apparatus (10) comprising a final stand (11g) of a row of hot finish rolling mills,
wherein the cooling apparatus (20, 20’, 30) of a hot-rolled steel sheet is disposed on a downstream side of a rolling
reduction point in the final stand (11g) of a row (11) of hot finish rolling mills, and comprises headers (21, 31, 22,
32) provided with a plurality of cooling nozzles (21a, 22a, 31a, 32a) capable of spraying high-pressure water over
an upper surface and a lower surface of a steel sheet (1) being transported on a pass line,
characterized in that the cooling apparatus (20, 20’, 30) sprays the high-pressure water from the cooling nozzles
(21a, 22a, 31a, 32a), in a transporting direction of the steel sheet, over the upper surface and the lower surface of
the steel sheet in a zone from the rolling reduction point in the final stand (11g) to an exit side of a housing post
(11gh) in the final stand (11g) such that,
when defining as L1, a length in the transporting direction of the steel sheet, of the zone from the rolling reduction
point in the final stand (11g) to the exit side of the housing post (11gh) in the final stand (11g) ; defining as L2, a
length in the transporting direction of the steel sheet, of a zone of a high-pressure water jet in which the high-pressure
water is continuously sprayed over the steel sheet, within the zone from the rolling reduction point in the final stand
(11g) to the exit side of the housing post (11gh) in the final stand (11g); and defining a ratio of L2/L1 as X, an average
value Ps [kPa], in the transporting direction of the steel sheet, of an impact pressure of the high-pressure water on
the surface of the steel sheet, in the zone of the high-pressure water jet satisfies a below formula (1) on the above
upper surface and lower surface of the steel sheet: 

2. Use of a cooling apparatus (20, 20’, 30) of a hot-rolled steel sheet according to claim 1, the cooling apparatus (20,
20’, 30) being configured in a manner capable of continuously spraying the high-pressure water in the transporting
direction of the steel sheet, at least in the zone from within a position corresponding to a radius of a work roll (11gwd,
11gw, 11gwu) in the final stand (11g) to the exit side of the housing post (11gh) of the final stand (11g).

3. Use of a cooling apparatus (20, 20’, 30) of a hot-rolled steel sheet according to claim 1 or 2, wherein among the
headers (21, 31, 22, 32) disposed at least between the rolling reduction point in the final stand (11g) and the exit
side of the housing post (11gh) in the final stand (11g), the header (21, 31, 22, 32) arranged closely to the work roll
(11gwd, 11gw, 11gwu) in the final stand (11g) is preferably configured to be movable to the position where the
replacement of the work roll (11gwd, 11gw, 11gwu) in the final stand (11g) is possible.

4. Use of a cooling apparatus (20, 20’, 30) of a hot-rolled steel sheet according to any one of the claims 1 to 3, wherein
the average value, in the transporting direction of the steel sheet, of the impact pressure of the high-pressure water
on the surface of the steel sheet in said zone, is 3.5 kPa or more on the upper surface and the lower surface.

5. Use of a cooling apparatus (20, 20’, 30) of a hot-rolled steel sheet according to any one of claims 1 to 4, wherein a
rapidly cooled region having a length of over 0.75 m in the transporting direction of the steel sheet exists in the zone
of a high-pressure water jet on both upper surface side and lower surface side of the steel sheet.

6. Use of a cooling apparatus (20, 20’, 30) of a hot-rolled steel sheet according to any one of claims 1 to 5, wherein
at least one of the following (a) to (d):

(a) the nozzles (21a, 22a, 31a, 32a) are flat spray nozzles (21a, 22a, 31a, 32a);
(b) a space for discharging cooling water is secured between both end surfaces of the cooling apparatus in the
width direction of the steel sheet and both end surfaces of the final stand (11g) in the width direction of the steel
sheet;
(c) the header (21, 31, 22, 32) and the nozzles (21a, 22a, 31a, 32a) arranged on the upper surface side of the
steel sheet are unified with an upper surface guide arranged between the nozzles (21a, 22a, 31a, 32a) and the
pass line;
(d) the header (21, 31, 22, 32) and the nozzles (21a, 22a, 31a, 32a) arranged on the lower surface side of the
steel sheet are unified with a lower surface guide arranged between the nozzles (21a, 22a, 31a, 32a) and the
pass line.
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7. Use of a cooling apparatus (20, 20’, 30) of a hot-rolled steel sheet according to any one of claims 1 to 6, wherein a
plurality of the headers (21, 31, 22, 32) are provided; and at least a part of the headers (21, 31, 22, 32) is configured
in a manner capable of supplying cooling water all at once, to the nozzles (21a, 22a, 31a, 32a) which are arranged,
in a form of a plurality of rows, respectively in the transporting direction and in the width direction of the steel sheet,
wherein preferably at least one of (i) and (ii):

(i) a plurality of the headers (21, 31, 22, 32) are disposed on the upper surface side of the steel sheet, and
among the headers (21, 31, 22, 32) arranged on the upper surface side of the steel sheet, at least the header
(21, 31, 22, 32) which is disposed on the most upstream side in the transporting direction of the steel sheet, is
configured in a manner capable of supplying cooling water all at once, to the nozzles (21a, 22a, 31a, 32a) which
are arranged, in a form of a plurality of rows, respectively in the transporting direction and in the width direction
of the steel sheet;
(ii) a plurality of the headers (21, 31, 22, 32) are disposed on the lower surface side of the steel sheet, and
among the headers (21, 31, 22, 32) disposed on the lower surface side of the steel sheet, at least the header
(21, 31, 22, 32) which is disposed on the most upstream side in the transporting direction of the steel sheet is
configured in a manner capable of supplying cooling water all at once, to the nozzles (21a, 22a, 31a, 32a) which
are arranged, in a form of a plurality of rows, respectively in the transporting direction and in the width direction
of the steel sheet.

8. A manufacturing apparatus (10) of a hot-rolled steel sheet comprising a final stand (11g) of a row of hot finish rolling
mills and a cooling apparatus (20, 20’, 30) for cooling a hot-rolled steel sheet, in the order mentioned in the transporting
direction of the steel sheet, wherein the cooling apparatus (20, 20’, 30) of a hot-rolled steel sheet is disposed on a
downstream side of a rolling reduction point in the final stand (11g) of a row (11) of hot finish rolling mills, and
comprises headers (21, 31, 22, 32) provided with a plurality of cooling nozzles (21a, 22a, 31a, 32a) capable of
spraying high-pressure water over an upper surface and a lower surface of a steel sheet (1) being transported on
a pass line,
characterized in that the cooling apparatus (20, 20’, 30) is configured in a manner capable of spraying the high-
pressure water from the cooling nozzles (21a, 22a, 31a, 32a), in a transporting direction of the steel sheet, over the
upper surface and the lower surface of the steel sheet in a zone from the rolling reduction point in the final stand
(11g) to an exit side of a housing post (11gh) in the final stand (11g) such that,
when defining as L1, a length in the transporting direction of the steel sheet, of the zone from the rolling reduction
point in the final stand (11g) to the exit side of the housing post (11gh) in the final stand (11g) ; defining as L2, a
length in the transporting direction of the steel sheet, of a zone of a high-pressure water jet in which the high-pressure
water is continuously sprayed over the steel sheet, within the zone from the rolling reduction point in the final stand
(11g) to the exit side of the housing post (11gh) in the final stand (11g); and defining a ratio of L2/L1 as X, an average
value Ps [kPa], in the transporting direction of the steel sheet, of an impact pressure of the high-pressure water on
the surface of the steel sheet, in the zone of the high-pressure water jet satisfies a below formula (1) on the above
upper surface and lower surface of the steel sheet: 

9. The manufacturing apparatus (10) of a hot-rolled steel sheet according to claim 8, the cooling apparatus (20, 20’,
30) being configured in a manner capable of continuously spraying the high-pressure water in the transporting
direction of the steel sheet, at least in the zone from within a position corresponding to a radius of a work roll (11gwd,
11gw, 11gwu) in the final stand (11g) to the exit side of the housing post (11gh) of the final stand (11g).

10. The manufacturing apparatus (10) of a hot-rolled steel sheet according to claim 8 or 9, wherein among the headers
(21, 31, 22, 32) disposed at least between the rolling reduction point in the final stand (11g) and the exit side of the
housing post (11gh) in the final stand (11g), the header (21, 31, 22, 32) arranged closely to the work roll (11gwd,
11gw, 11gwu) in the final stand (11g) is preferably configured to be movable to the position where the replacement
of the work roll (11gwd, 11gw, 11gwu) in the final stand (11g) is possible.

11. The manufacturing apparatus (10) of a hot-rolled steel sheet according to any one of the claims 8 to 10, wherein
the average value, in the transporting direction of the steel sheet, of the impact pressure of the high-pressure water
on the surface of the steel sheet in said zone, is 3.5 kPa or more on the upper surface and the lower surface.
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12. The manufacturing apparatus (10) of a hot-rolled steel sheet according to any one of claims 8 to 11, wherein a
rapidly cooled region having a length of over 0.75 m in the transporting direction of the steel sheet exists in the zone
of a high-pressure water jet on both upper surface side and lower surface side of the steel sheet.

13. The manufacturing apparatus (10) of a hot-rolled steel sheet according to any one of claims 8 to 12, wherein at least
one of the following (a) to (d):

(a) the nozzles (21a, 22a, 31a, 32a) are flat spray nozzles (21a, 22a, 31a, 32a);
(b) a space for discharging cooling water is secured between both end surfaces of the cooling apparatus in the
width direction of the steel sheet and both end surfaces of the final stand (11g) in the width direction of the steel
sheet;
(c) the header (21, 31, 22, 32) and the nozzles (21a, 22a, 31a, 32a) arranged on the upper surface side of the
steel sheet are unified with an upper surface guide arranged between the nozzles (21a, 22a, 31a, 32a) and the
pass line;
(d) the header (21, 31, 22, 32) and the nozzles (21a, 22a, 31a, 32a) arranged on the lower surface side of the
steel sheet are unified with a lower surface guide arranged between the nozzles (21a, 22a, 31a, 32a) and the
pass line.

14. The manufacturing apparatus (10) of a hot-rolled steel sheet according to any one of claims 8 to 13, wherein a
plurality of the headers (21, 31, 22, 32) are provided; and
at least a part of the headers (21, 31, 22, 32) is configured in a manner capable of supplying cooling water all at
once, to the nozzles (21a, 22a, 31a, 32a) which are arranged, in a form of a plurality of rows, respectively in the
transporting direction and in the width direction of the steel sheet, wherein preferably at least one of (i) and (ii):

(i) a plurality of the headers (21, 31, 22, 32) are disposed on the upper surface side of the steel sheet, and
among the headers (21, 31, 22, 32) arranged on the upper surface side of the steel sheet, at least the header
(21, 31, 22, 32) which is disposed on the most upstream side in the transporting direction of the steel sheet, is
configured in a manner capable of supplying cooling water all at once, to the nozzles (21a, 22a, 31a, 32a) which
are arranged, in a form of a plurality of rows, respectively in the transporting direction and in the width direction
of the steel sheet;
(ii) a plurality of the headers (21, 31, 22, 32) are disposed on the lower surface side of the steel sheet, and
among the headers (21, 31, 22, 32) disposed on the lower surface side of the steel sheet, at least the header
(21, 31, 22, 32) which is disposed on the most upstream side in the transporting direction of the steel sheet is
configured in a manner capable of supplying cooling water all at once, to the nozzles (21a, 22a, 31a, 32a) which
are arranged, in a form of a plurality of rows, respectively in the transporting direction and in the width direction
of the steel sheet.

15. A manufacturing method of a hot-rolled steel sheet comprising a process to treat the steel sheet rolled in the final
stand (11g) of the row of hot finish rolling mills by using the manufacturing apparatus (10) of a hot-rolled steel sheet
according to any one of claims 8 to 14.

Patentansprüche

1. Verwendung einer Kühlvorrichtung (20, 20’, 30) eines warm gewalzten Stahlblechs in einer Herstellvorrichtung (10)
eines warm gewalzten Stahlblechs, wobei die Herstellvorrichtung (10) ein Endgerüst (11g) aus einer Reihe von
Warmfertigwalzwerken aufweist, wobei die Kühlvorrichtung (20, 20’, 30) eines warm gewalzten Stahlblechs auf
einer in Bearbeitungsrichtung hinteren Seite eines Wallzreduktionspunkts in dem Endgerüst (11g) von einer Reihe
von Warmfertigwalzwerken angeordnet ist und Verteilerstücke (21, 31, 22, 32) aufweist, die mit einer Mehrzahl von
Kühldüsen (21 a, 22a, 31 a, 32a) ausgestattet sind, die Wasser unter Hochdruck über eine obere Oberfläche und
eine untere Oberfläche des entlang einer Walzlinie transportierten Stahlblechs (1) sprühen können,
dadurch gekennzeichnet, dass die Kühlvorrichtung (20, 20’, 30) das Wasser unter Hochdruck von den Kühldüsen
(21a, 22a, 31a, 32a), in einer Transportrichtung des Stahlblechs über die obere Oberfläche und die untere Oberfläche
des Stahlblech in einen Bereich von dem Wallzreduktionspunkt in dem Endgerüst (11g) zu einer Austrittsseite eines
Ständerholms (11gh) in dem Endgerüst (11g) sprüht, sodass
wenn eine Länge in der Transportrichtung des Stahlblech von dem Bereich des Wallzreduktionspunkts in dem
Endgerüst (11g) zu einer Austrittsseite des Ständerholms (11gh) in dem Endgerüst (11g) als L1 definiert wird; eine
Länge in der Transportrichtung des Stahlblech von einem Bereich eines Hochdruckwasserstrahls, in dem das
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Wasser unter Hochdruck über das Stahlblech kontinuierlich gesprüht wird, innerhalb des Bereichs von dem Wall-
zreduktionspunkt in dem Endgerüst (11g) zu einer Austrittsseite des Ständerholms (11gh) in dem Endgerüst (11g)
als L2 definiert wird; und eine Verhältnis von L2/L1 als X definiert wird, ein Mittelwert Ps [kPa], in der Transportrichtung
des Stahlblechs, von einem Aufpralldruck des Wassers unter Hochdruck auf die Oberfläche des Stahlblechs in dem
Bereich des Hochdruckwasserstrahls eine unten angegebene Formel (1) auf der oberen Oberfläche und der unteren
Oberfläche des Stahlblechs erfüllt: 

2. Verwendung einer Kühlvorrichtung (20, 20’, 30) eines warm gewalzten Stahlblechs nach Anspruch 1, wobei die
Kühlvorrichtung (20, 20’, 30) auf eine Art konfiguriert ist, die es ermöglicht, das Wasser unter Hochdruck in der
Transportrichtung des Stahlblechs kontinuierlich zu sprühen, zumindest in dem Bereich von innerhalb einer Position,
die einem Radius einer Arbeitswalze (11gwd, 11gw, 11gwu) in dem Endgerüst (11g) entspricht, zu der Austrittsseite
des Ständerholms (11gh) in dem Endgerüst (11g).

3. Verwendung einer Kühlvorrichtung (20, 20’, 30) eines warm gewalzten Stahlblechs nach Anspruch 1 oder 2, wobei
von den Verteilerstücken (21, 31, 22, 32), die zumindest zwischen dem Wallzreduktionspunkt in dem Endgerüst
(11g) und der Austrittsseite des Ständerholms (11gh) in dem Endgerüst (11g) angeordnet sind, das nahe an der
Arbeitswalze (11gwd, 11gw, 11gwu) in dem Endgerüst (11g) angeordnete Verteilerstück (21, 31, 22, 32) vorzugs-
weise konfiguriert ist, um zu der Position, wo der Austausch der Arbeitswalze (11gwd, 11gw, 11gwu) in dem End-
gerüst (11g) möglich ist, bewegbar ist.

4. Verwendung einer Kühlvorrichtung (20, 20’, 30) eines warm gewalzten Stahlblechs nach einem der Ansprüche 1
bis 3, wobei der Mittelwert, in der Transportrichtung des Stahlblechs, des Einschlagdrucks des Wassers unter
Hochdruck auf die Oberfläche des Stahlblechs in den auf die obere Oberfläche und die untere Oberfläche Bereich
3,5 kPa oder mehr ist.

5. Verwendung einer Kühlvorrichtung (20, 20’, 30) eines warm gewalzten Stahlblechs nach einem der Ansprüche 1
bis 4, wobei ein rasch abgekühlter Bereich mit einer Länge von über 0,75 m in der Transportrichtung des Stahlblechs
in dem Bereich des Hochdruckwasserstrahls sowohl auf der oberen Oberflächenseite als auch auf der unteren
Oberflächenseite des Stahlblechs existiert.

6. Verwendung einer Kühlvorrichtung (20, 20’, 30) eines warm gewalzten Stahlblechs nach einem der Ansprüche 1
bis 5, wobei mindestens eines von den folgenden (a) bis (d) zutrifft:

(a) die Düsen (21a, 22a, 31a, 32a) sind Flachsprühdüsen (21a, 22a, 31a, 32a);
(b) ein Raum zum Entladen von Kühlwasser ist zwischen beiden Endflächen der Kühlvorrichtung in der Brei-
tenrichtung des Stahlblech und beiden Endflächen des Endgerüsts (11g) in der Breitenrichtung des Stahlblech
gesichert;
(c) das Verteilerstück (21, 31, 22, 32) und die Düsen (21a, 22a, 31a, 32a), die auf der oberen Oberflächenseite
des Stahlblechs angeordnet sind, sind in einer oberen Oberflächenführung, die zwischen den Düsen (21a, 22a,
31a, 32a) und der Walzlinie angeordnet ist, vereinigt;
(d) das Verteilerstück (21, 31, 22, 32) und die Düsen (21a, 22a, 31a, 32a), die auf der unteren Oberflächenseite
des Stahlblechs angeordnet sind, sind in einer unteren Oberflächenführung, die zwischen den Düsen (21a,
22a, 31a, 32a) und der Walzlinie angeordnet ist, vereinigt.

7. Verwendung einer Kühlvorrichtung (20, 20’, 30) eines warm gewalzten Stahlblechs nach einem der Ansprüche 1
bis 6, wobei eine Mehrzahl der Verteilerstücke (21, 31, 22, 32) vorgesehen sind; und mindestens ein Teil der
Verteilerstücke (21, 31, 22, 32) auf eine Art konfiguriert ist, die ist ermöglicht, Kühlwasser an die Düsen (21 a, 22a,
31 a, 32a) auf einmal zu liefern, die, in Form von einer Vielzahl von Reihen in der Transportrichtung bzw. in der
Breitenrichtung des Stahlblechs angeordnet sind, wobei vorzugsweise mindestens eines aus (i) und (ii) zutrifft:

(i) eine Mehrzahl der Verteilerstücke (21, 31, 22, 32) sind auf der oberen Oberflächenseite des Stahlblechs
angeordnet, und
von den auf der oberen Oberflächenseite des Stahlblechs angeordneten Verteilerstücken (21, 31, 22, 32)
zumindest das Verteilerstück (21, 31, 22, 32), das in der Transportrichtung des Stahlblech an der vordersten
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Seite angeordnet ist, auf eine Art konfiguriert ist, die die es ermöglicht, Kühlwasser an die Düsen (21a, 22a,
31a, 32a) auf einmal zu liefern, die, in Form von einer Vielzahl von Reihen in der Transportrichtung bzw. in der
Breitenrichtung des Stahlblechs angeordnet sind;
(ii) eine Mehrzahl der Verteilerstücke (21, 31, 22, 32) sind auf der unteren Oberflächenseite des Stahlblechs
angeordnet, und
von den auf der unteren Oberflächenseite des Stahlblechs angeordneten Verteilerstücken (21, 31, 22, 32)
zumindest das Verteilerstück (21, 31, 22, 32), das in der Transportrichtung des Stahlblech an der vordersten
Seite angeordnet ist, auf eine Art konfiguriert ist, die die es ermöglicht, Kühlwasser an die Düsen (21a, 22a,
31a, 32a) auf einmal zu liefern, die, in Form von einer Vielzahl von Reihen in der Transportrichtung bzw. in der
Breitenrichtung des Stahlblechs angeordnet sind.

8. Herstellvorrichtung (10) eines warm gewalzten Stahlblechs, die ein Endgerüst (11g) aus einer Reihe von Warmfer-
tigwalzwerken und eine Kühlvorrichtung (20, 20’, 30) zum Kühlen eines warm gewalzten Stahlblechs in der genannten
Reihenfolge entlang der Transportrichtung des Stahlblechs umfasst, wobei die Kühlvorrichtung (20, 20’, 30) eines
warm gewalzten Stahlblechs auf einer in Bearbeitungsrichtung hinteren Seite eines Wallzreduktionspunkts in dem
Endgerüst (11g) von einer Reihe von Warmfertigwalzwerken angeordnet ist und Verteilerstücke (21, 31, 22, 32)
aufweist, die mit einer Mehrzahl von Kühldüsen (21a, 22a, 31a, 32a) ausgestattet sind, die Wasser unter Hochdruck
über eine obere Oberfläche und eine untere Oberfläche des entlang einer Walzlinie transportierten Stahlblechs (1)
sprühen können,
dadurch gekennzeichnet, dass die Kühlvorrichtung (20, 20’, 30) auf eine Art konfiguriert ist, die es ermöglicht,
das Wasser unter Hochdruck von den Kühldüsen (21a, 22a, 31a, 32a), in einer Transportrichtung des Stahlblechs
über die obere Oberfläche und die untere Oberfläche des Stahlblech in einen Bereich von dem Wallzreduktionspunkt
in dem Endgerüst (11g) zu einer Austrittsseite eines Ständerholms (11gh) in dem Endgerüst (11g) zu sprühen, sodass
wenn eine Länge in der Transportrichtung des Stahlblech von dem Bereich des Wallzreduktionspunkts in dem
Endgerüst (11g) zu einer Austrittsseite des Ständerholms (11gh) in dem Endgerüst (11g) als L1 definiert wird; eine
Länge in der Transportrichtung des Stahlblech von einem Bereich eines Hochdruckwasserstrahls, in dem das
Wasser unter Hochdruck über das Stahlblech kontinuierlich gesprüht wird, innerhalb des Bereichs von dem Wall-
zreduktionspunkt in dem Endgerüst (11g) zu einer Austrittsseite des Ständerholms (11gh) in dem Endgerüst (11g)
als L2 definiert wird; und eine Verhältnis von L2/L1 als X definiert wird, ein Mittelwert Ps [kPa], in der Transportrichtung
des Stahlblechs, von einem Aufpralldruck des Wassers unter Hochdruck auf die Oberfläche des Stahlblechs in dem
Bereich des Hochdruckwasserstrahls eine unten angegebene Formel (1) auf der oberen Oberfläche und der unteren
Oberfläche des Stahlblechs erfüllt: 

9. Herstellvorrichtung (10) eines warm gewalzten Stahlblechs nach Anspruch 8, wobei die Kühlvorrichtung (20, 20’,
30) auf eine Art konfiguriert ist, die es ermöglicht, das Wasser unter Hochdruck in der Transportrichtung des Stahl-
blechs kontinuierlich zu sprühen, zumindest in dem Bereich von innerhalb einer Position, die einem Radius einer
Arbeitswalze (11gwd, 11gw, 11gwu) in dem Endgerüst (11g) entspricht, zu der Austrittsseite des Ständerholms
(11gh) in dem Endgerüst (11g).

10. Herstellvorrichtung (10) eines warm gewalzten Stahlblechs nach Anspruch 8 oder 9, wobei von den Verteilerstücken
(21, 31, 22, 32), die zumindest zwischen dem Wallzreduktionspunkt in dem Endgerüst (11g) und der Austrittsseite
des Ständerholms (11gh) in dem Endgerüst (11g) angeordnet sind, das nahe an der Arbeitswalze (11gwd, 11gw,
11gwu) in dem Endgerüst (11g) angeordnete Verteilerstück (21, 31, 22, 32) vorzugsweise konfiguriert ist, um zu
der Position, wo der Austausch der Arbeitswalze (11gwd, 11gw, 11gwu) in dem Endgerüst (11g) möglich ist, be-
wegbar ist.

11. Herstellvorrichtung (10) eines warm gewalzten Stahlblechs nach einem der Ansprüche 8 bis 10, wobei der Mittelwert,
in der Transportrichtung des Stahlblechs, des Einschlagdrucks des Wassers unter Hochdruck auf die Oberfläche
des Stahlblechs in den auf die obere Oberfläche und die untere Oberfläche Bereich 3,5 kPa oder mehr ist.

12. Herstellvorrichtung (10) eines warm gewalzten Stahlblechs nach einem der Ansprüche 8 bis 11, wobei ein rasch
abgekühlter Bereich mit einer Länge von über 0,75 m in der Transportrichtung des Stahlblechs in dem Bereich des
Hochdruckwasserstrahls sowohl auf der oberen Oberflächenseite als auch auf der unteren Oberflächenseite des
Stahlblechs existiert.
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13. Herstellvorrichtung (10) eines warm gewalzten Stahlblechs nach einem der Ansprüche 8 bis 12, wobei mindestens
eines von den folgenden (a) bis (d) zutrifft:

(a) die Düsen (21a, 22a, 31a, 32a) sind Flachsprühdüsen (21a, 22a, 31a, 32a);
(b) ein Raum zum Entladen von Kühlwasser ist zwischen beiden Endflächen der Kühlvorrichtung in der Brei-
tenrichtung des Stahlblech und beiden Endflächen des Endgerüsts (11g) in der Breitenrichtung des Stahlblech
gesichert;
(c) das Verteilerstück (21, 31, 22, 32) und die Düsen (21a, 22a, 31a, 32a), die auf der oberen Oberflächenseite
des Stahlblechs angeordnet sind, sind in einer oberen Oberflächenführung, die zwischen den Düsen (21a, 22a,
31a, 32a) und der Walzlinie angeordnet ist, vereinigt;
(d) das Verteilerstück (21, 31, 22, 32) und die Düsen (21a, 22a, 31a, 32a), die auf der unteren Oberflächenseite
des Stahlblechs angeordnet sind, sind in einer unteren Oberflächenführung, die zwischen den Düsen (21a,
22a, 31a, 32a) und der Walzlinie angeordnet ist, vereinigt.

14. Herstellvorrichtung (10) eines warm gewalzten Stahlblechs nach einem der Ansprüche 8 bis 13, wobei eine Mehrzahl
der Verteilerstücke (21, 31, 22, 32) vorgesehen sind; und mindestens ein Teil der Verteilerstücke (21, 31, 22, 32)
auf eine Art konfiguriert ist, die ist ermöglicht, Kühlwasser an die Düsen (21 a, 22a, 31 a, 32a) auf einmal zu liefern,
die, in Form von einer Vielzahl von Reihen in der Transportrichtung bzw. in der Breitenrichtung des Stahlblechs
angeordnet sind, wobei vorzugsweise mindestens eines aus (i) und (ii) zutrifft:

(i) eine Mehrzahl der Verteilerstücke (21, 31, 22, 32) sind auf der oberen Oberflächenseite des Stahlblechs
angeordnet, und
von den auf der oberen Oberflächenseite des Stahlblechs angeordneten Verteilerstücken (21, 31, 22, 32)
zumindest das Verteilerstück (21, 31, 22, 32), das in der Transportrichtung des Stahlblech an der vordersten
Seite angeordnet ist, auf eine Art konfiguriert ist, die die es ermöglicht, Kühlwasser an die Düsen (21a, 22a,
31a, 32a) auf einmal zu liefern, die, in Form von einer Vielzahl von Reihen in der Transportrichtung bzw. in der
Breitenrichtung des Stahlblechs angeordnet sind;
(ii) eine Mehrzahl der Verteilerstücke (21, 31, 22, 32) sind auf der unteren Oberflächenseite des Stahlblechs
angeordnet, und
von den auf der unteren Oberflächenseite des Stahlblechs angeordneten Verteilerstücken (21, 31, 22, 32)
zumindest das Verteilerstück (21, 31, 22, 32), das in der Transportrichtung des Stahlblech an der vordersten
Seite angeordnet ist, auf eine Art konfiguriert ist, die die es ermöglicht, Kühlwasser an die Düsen (21a, 22a,
31a, 32a) auf einmal zu liefern, die, in Form von einer Vielzahl von Reihen in der Transportrichtung bzw. in der
Breitenrichtung des Stahlblechs angeordnet sind.

15. Herstellverfahren eines warm gewalzten Stahlblechs, das einen Vorgang zum Behandeln des Stahlblechs umfasst,
das in dem Endgerüst (11g) von der Reihe von Warmfertigwalzwerken unter Verwendung der Herstellvorrichtung
(10) eines warm gewalzten Stahlblechs nach einem der Ansprüche 8 bis 14 gewalzt wird.

Revendications

1. Utilisation d’un appareil de refroidissement (20, 20’, 30) de tôle d’acier laminée à chaud dans un appareil de fabrication
(10) d’une tôle d’acier laminée à chaud, l’appareil de fabrication (10) comprenant un support final (11g) d’une rangée
de laminoirs de finition à chaud, l’appareil de refroidissement (20, 20’, 30) de tôle d’acier laminée à chaud étant
placé sur un côté aval d’un point de réduction de laminage dans le support final (11g) d’une rangée (11) de laminoirs
de finition à chaud, et comprenant des organes de coupe (21, 31, 22, 32) munis d’une pluralité de buses de refroi-
dissement (21a, 22a, 31a, 32a) capables de pulvériser de l’eau à haute pression sur une surface supérieure et une
surface inférieure d’une tôle d’acier (1) transportée sur une ligne de passage,
caractérisé en ce que l’appareil de refroidissement (20, 20’, 30) pulvérise de l’eau à haute pression depuis les
buses de refroidissement (21a, 22a, 31a, 32a), dans une direction de transport de la tôle d’acier, sur la surface
supérieure et la surface inférieure de la tôle d’acier dans une zone comprise entre le point de réduction de laminage
dans le support final (11g) et un côté de sortie d’une colonne de confinement (11gh) dans le support final (11g) de
sorte que,
soit définie come L1 une longueur, dans la direction de transport de la tôle d’acier, de la zone située entre le point
de réduction de laminage dans le support final (11g) et le côté de sortie de la colonne de confinement (11gh) dans
le support final (11g) ; soit définie comme L2 une longueur, dans la direction de transport de la tôle d’acier, d’une
zone de jet d’eau à haute pression dans laquelle l’eau à haute pression est pulvérisée en continu, sur la tôle d’acier,
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dans la zone située entre le point de réduction de laminage dans le support final (11g) et le côté de sortie de la
colonne de confinement (11gh) dans le support final (11g) ; et soit défini comme X un ratio L2/L1 qui correspond à
une valeur moyenne Ps [kPa], dans la direction de transport de la tôle d’acier, d’une pression d’impact de l’eau à
haute pression sur la surface de la tôle d’acier, dans la zone du jet d’eau à haute pression, et qui satisfait la formule
(1) ci-dessous sur la surface supérieure et la la surface inférieure de la tôle d’acier : 

2. Utilisation d’un appareil de refroidissement (20, 20’, 30) de tôle d’acier laminée à chaud selon la revendication 1,
l’appareil de refroidissement (20, 20’, 30) étant configuré de manière à pouvoir pulvériser l’eau à haute pression en
continu dans la direction de transport de la tôle d’acier, au moins dans la zone située entre une position qui correspond
à un rayon d’un rouleau d’usinage (11gwd, 11gw, 11gwu) dans le support final (11g) et le côté de sortie de la colonne
de confinement (11gh) du support final (11g).

3. Utilisation d’un appareil de refroidissement (20, 20’, 30) de tôle d’acier laminée à chaud selon la revendication 1 ou
2, dans laquelle, parmi les organes de coupe (21, 31, 22, 32) placés au moins entre le point de réduction de laminage
dans le support final (11g) et le côté de sortie du poste boîtier (11gh) dans le support final (11g), l’organe de coupe
(21, 31, 22, 32) placé à proximité du rouleau d’usinage (11gwd, 11gw, 11gwu) dans le support final (11g) est de
préférence configuré pour être mobile par rapport à la position dans laquelle le remplacement du rouleau d’usinage
(11gwd, 11gw, 11gwu) dans le support final (11g) est possible.

4. Utilisation d’un appareil de refroidissement (20, 20’, 30) de tôle d’acier laminée à chaud selon l’une quelconque des
revendications 1 à 3, dans laquelle la valeur moyenne, dans la direction de transport de la tôle d’acier, de la pression
d’impact de l’eau à haute pression sur la surface de la tôle d’acier dans ladite zone, est de 3,5 kPa ou plus sur la
surface supérieure et la surface inférieure.

5. Utilisation d’un appareil de refroidissement (20, 20’, 30) de tôle d’acier laminée à chaud selon l’une quelconque des
revendications 1 à 4, dans laquelle une zone rapidement refroidie qui présente une longueur supérieure à 0,75 m
dans la direction de transport de la tôle d’acier existe dans la zone de jet d’eau à haute pression côté surface
supérieure et côté surface inférieure de la tôle d’acier.

6. Utilisation d’un appareil de refroidissement (20, 20’, 30) de tôle d’acier laminée à chaud selon l’une quelconque
revendication de 1 à 5, qui présente au moins l’un des éléments (a) à (d) suivants :

(a) les buses (21a, 22a, 31a, 32a) sont des buses de pulvérisation plates (21a, 22a, 31a, 32a) ;
(b) un espace d’évacuation de l’eau de refroidissement est prévu entre les deux surfaces d’extrémité de l’appareil
de refroidissement dans la direction de la largeur de la tôle d’acier et les deux surfaces d’extrémité du support
final (11g) dans la direction de la largeur de la tôle d’acier ;
(c) l’organe de coupe (21, 31, 22, 32) et les buses (21a, 22a, 31a, 32a) placées sur côté surface supérieure de
la tôle d’acier sont unifiés avec un guide de surface supérieure placé entre les buses (21a, 22a, 31a, 32a) et
la ligne de passage ;
(d) l’organe de coupe (21, 31, 22, 32) et les buses (21a, 22a, 31a, 32a) placées sur côté surface inférieure de
la tôle d’acier sont unifiés avec un guide de surface inférieure placé entre les buses (21a, 22a, 31a, 32a) et la
ligne de passage.

7. Utilisation d’un appareil de refroidissement (20, 20’, 30) de tôle d’acier laminée à chaud selon l’une quelconque des
revendications 1 à 6, dans laquelle une plusieurs organes de coupe (21, 31, 22, 32) sont prévus ; et au moins une
partie des organes de coupe (21, 31, 22, 32) est configurée de manière à pouvoir fournir de l’eau de refroidissement
d’un seul coup, aux buses (21a, 22a, 31a, 32a) qui sont placées, sous la forme d’une pluralité de rangées, respec-
tivement dans la direction de transport et dans la direction de la largeur de la tôle d’acier, avec de préférence au
moins l’un de (i) et (ii) :

(i) une pluralité d’organes de coupe (21, 31, 22, 32) placés côté surface supérieur de la tôle d’acier, et
parmi les organes de coupe (21, 31, 22, 32) placés côté surface supérieure de la tôle d’acier, au moins l’organe
de coupe (21, 31, 22, 32) placé sur le côté le plus en amont dans la direction de transport de la tôle d’acier est
configuré de manière à pouvoir fournir l’eau de refroidissement d’un seul coup aux buses (21a, 22a, 31a, 32a)
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qui sont placées, sous la forme d’une pluralité de rangées, respectivement dans la direction de transport et
dans la direction de la largeur de la tôle d’acier ;
(ii) une pluralité d’organes de coupe (21, 31, 22, 32) placés côté surface inférieure de la tôle d’acier, et
parmi les organes de coupe (21, 31, 22, 32) placés côté surface inférieure de la tôle d’acier, au moins l’organe
de coupe (21, 31, 22, 32) qui est placé sur le côté le plus en amont dans la direction de transport de la tôle
d’acier est configuré de manière à pouvoir fournir l’eau de refroidissement d’un seul coup aux buses (21a, 22a,
31a, 32a) qui sont placées, sous la forme d’une pluralité de rangées, respectivement dans la direction de
transport et dans la direction de la largeur de la tôle d’acier.

8. Appareil de fabrication (10) de tôle d’acier laminée à chaud comprenant un support final (11g) d’une rangée de
laminoirs de finition à chaud et un appareil de refroidissement (20, 20’, 30) destiné à refroidir une tôle d’acier laminée
à chaud, dans l’ordre mentionné, dans la direction de transport de la tôle d’acier, dans lequel l’appareil de refroi-
dissement (20, 20’, 30) de la tôle d’acier laminée à chaud est placé sur un côté aval du point de réduction de laminage
dans le support final (11g) d’une rangée (11) de laminoirs de finition à chaud, et comprend des organes de coupe
(21, 31, 22, 32) munis d’une pluralité de buses de refroidissement (21a, 22a, 31a, 32a) capables de pulvériser de
l’eau à haute pression sur une surface supérieure et une surface inférieure d’une tôle d’acier (1) transportée sur
une ligne de passage,
caractérisé en ce que l’appareil de refroidissement (20, 20’,30) est configuré de manière à pouvoir pulvériser l’eau
à haute pression depuis les buses de refroidissement (21a, 22a, 31a, 32a), dans une direction de transport de la
tôle d’acier, sur la surface supérieure et la surface inférieure de la tôle d’acier dans une zone comprise entre le point
de réduction de laminage dans le support final (11g) et le côté de sortie d’une colonne de confinement (11gh) dans
le support final (11g) de sorte que,
soit définie comme L1 une longueur, dans la direction de transport de la tôle d’acier, de la zone située entre le point
de réduction de laminage dans le support final (11g) et le côté de sortie de la colonne de confinement (11gh) dans
le support final (11g) ; soit définie comme L2 une longueur, dans la direction de transport de la tôle d’acier, d’une
zone de jet d’eau à haute pression dans laquelle l’eau à haute pression est pulvérisée en continu sur la tôle d’acier,
dans la zone qui se trouve entre le point de réduction de laminage dans le support final (11g) et le côté de sortie
de la colonne de confinement (11gh) dans le support final (11g) ; et soit défini comme ratio de L2/L1, X, une valeur
moyenne Ps [kPa], dans la direction de transport de la tôle d’acier, d’une pression d’impact de l’eau à haute pression
sur la surface de la tôle d’acier, dans la zone du jet d’eau à haute pression, qui satisfait la formule (1) ci-dessous
sur la surface supérieure et de la surface inférieure de la tôle d’acier : 

9. Appareil de fabrication (10) d’une tôle d’acier laminée à chaud selon la revendication 8, l’appareil de refroidissement
(20, 20’, 30) étant configuré de manière à pouvoir pulvériser l’eau à haute pression en continu dans la direction de
transport de la tôle d’acier, au moins dans la zone située entre une position qui correspond à un rayon d’un rouleau
d’usinage (11gwd, 11gw, 11gwu) dans le support final (11g) et le côté de sortie de la colonne de confinement (11gh)
du support final (11g).

10. Appareil de fabrication (10) de tôle d’acier laminée à chaud selon la revendication 8 à 9, dans lequel entre les
organes de coupe (21, 31, 22, 32) placés au moins entre le point de réduction de laminage dans le support final
(11g) et le côté de sortie de la colonne de confinement (11gh) dans le support final (11g), l’organe de coupe (21,
31, 22, 32) placé à proximité du rouleau d’usinage (11gwd, 11gw, 11gwu) dans le support final (11g) est de préférence
configuré pour être mobile par rapport à la position dans laquelle le remplacement du rouleau d’usinage (11gwd,
11gw, 11gwu) dans le support final (11g) est possible.

11. Appareil de fabrication (10) de tôle d’acier laminée à chaud selon l’une quelconque des revendications 8 à 10, dans
lequel la valeur moyenne, dans la direction de transport de la tôle d’acier, de la pression d’impact de l’eau à haute
pression sur la surface de la tôle d’acier dans ladite zone est de 3,5 kPa ou plus sur la surface supérieure et la
surface inférieure.

12. Appareil de fabrication (10) de tôle d’acier laminée à chaud selon l’une quelconque des revendications 8 à 11, dans
lequel une zone rapidement refroidie qui possède une longueur supérieure à 0,75 m dans la direction de transport
de la tôle d’acier existe dans la zone d’un jet d’eau à haute pression côté surface supérieure et côté surface inférieure
de la tôle d’acier.
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13. Appareil de fabrication (10) de tôle d’acier laminée à chaud selon l’une quelconque des revendications 8 à 12, qui
comprend au moins l’un des éléments suivants (a) à (d) :

(a) les buses (21a, 22a, 31a, 32a) sont des buses de pulvérisation plates (21a, 22a, 31a, 32a) ;
(b) un espace d’évacuation de l’eau de refroidissement est prévu entre les surfaces d’extrémité de l’appareil
de refroidissement dans la direction de la largeur de la tôle d’acier et les deux surfaces d’extrémité du support
final (11g) dans la direction de la largeur de la tôle d’acier ;
(c) l’organe de coupe (21, 31, 22, 32) et les buses (21a, 22a, 31a, 32a) placées côté surface supérieure de la
tôle d’acier sont unifiés avec un guide de surface supérieure placé entre les buses (21a, 22a, 31a, 32a) et la
ligne de passage ;
(d) l’organe de coupe (21, 31, 22, 32) et les buses (21a, 22a, 31a, 32a) placés côté surface inférieure de la tôle
d’acier sont unifiés avec un guide de surface inférieure placé entre les buses (21a, 22a, 31a, 32a) et la ligne
de passage.

14. Appareil de fabrication (10) de tôle d’acier laminée à chaud selon l’une quelconque des revendications 8 à 13, dans
lequel plusieurs organes de coupe (21, 31, 22, 32) sont prévus ; et au moins une partie des organes de coupe (21,
31, 22, 32) est configurée de manière à pouvoir fournir l’eau de refroidissement d’un seul coup aux buses (21a,
22a, 31a, 32a) qui sont placées sous forme d’une pluralité de rangées, respectivement dans la direction de transport
et dans la direction de la largeur de la tôle d’acier, et qui comprend au moins l’un de (i) et (ii) :

(i) une pluralité d’organes de coupe (21, 31, 22, 32) placés côté surface supérieure de la tôle d’acier, et
parmi les organes de coupe (21, 31, 22, 32) placés côté surface supérieure de la tôle d’acier, au moins l’organe
de coupe (21, 31, 22, 32) qui est placé sur le côté le plus en amont dans la direction de transport de la tôle
d’acier est configuré de manière à pouvoir fournir l’eau de refroidissement d’un seul coup aux buses (21a, 22a,
31a, 32a) qui sont placées sous la forme d’une pluralité de rangées, respectivement dans la direction de transport
et dans la direction de la largeur de la tôle d’acier ;
(ii) une pluralité d’organes de coupe (21, 31, 22, 32) placés côté surface inférieure de la tôle d’acier, et
parmi les organes de coupe (21, 31, 22, 32) placés côté surface inférieure de la tôle d’acier, au moins l’organe
de coupe (21, 31, 22, 32) qui est placé sur le côté le plus en amont dans la direction de transport de la tôle
d’acier est configuré de manière à pouvoir fournir l’eau de refroidissement d’un seul coup aux buses (21a, 22a,
31a, 32a) qui sont placées sous la forme d’une pluralité de rangées, respectivement dans la direction de transport
et dans la direction de la largeur de la tôle d’acier.

15. Procédé de fabrication d’une tôle d’acier laminée à chaud comprenant un processus de traitement de la tôle d’acier
laminée dans le support final (11g) de la rangée de laminoirs de finition à chaud à l’aide de l’appareil de fabrication
(10) de tôles d’acier laminées à chaud selon l’une quelconque des revendications 8 à 14.
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