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Synopsis :

At Chiba Works, the newly designed line, named "Temper & Processing Line (TPL),"
started its operation in April 1983. TPL has a 2 stand-6 high skinpass mill, combined
with a high speed coil preparation line and a packaging line, and produces ultra-thin
cold-rolled steel for tin plates, black plates and tin-free steels. To actualize a continuous
and high speed line, the technique of skinpass rolling on the weld line, method of

eliminating the stop mark and a high-speed side-trimmer of 1600 m/min, the highest in
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At Chiba Works, the newly designed line, named “Temper & Processing Line (TPL)," start-
ed jts qoerarion in dpeil J983, TPI, hosa, . stemd=6 high_skinpass mill_combhined with a hieh

speed coil preparation line and a packaging line, and produces ultra-thin cold-rolled steel for
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technique of skinpass rolling on the weld line, method of eliminating the stop mark and a
high-speed side-trimmer of 1 600 m/min, the highest in the world, were developed. Carrousel
reels, adopted as pay-off and tension reels, and newly designed automatic instruments are
combined with the process computer system and contribute largely to high quality, high yield
and labor saving.
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coil is produced.” The distance from the pay-off reel to
the tension reel is 30.5 m and the sheet length within the 3.5 Finishing Equipment
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Fig. 5 Tension map of TPL

constantly applicd to the sheet.

5} Continuous driving
L - X . =70
(3) Reduction in variations in clearance during opera- £ _
tion 5 00 -
. ° L) -
i g 50p------4 oo
DuEng op::fat‘lon,‘the cleafnce !J'(j,tx\‘reer} the up?ef 2 it \ Intermittent driving

v




tion of such stop marks becomes a problem. In this line,
the formation of stop marks is prevented by maintaining
some definite proportion of rolling tension as a station-
ary tension even during mill stops®.
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Fig. 10 Coil Preparation in entry section
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. o e s g tions of the scrap baler, The weight of trimmed scrap is
5.2 Delivery Coil-Dividing constantly monitored by a DDC. When a set weight is
Figure 12 shows the delivery coil-dividing equipment, reached, trimmed scrap is pressed into a square block, as

using carrousel reels. As shown in Fig. 13, automatic shown in Fig. 14, and is automatically removed by a con-
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makes judgments regarding range of coil weight, the

number of welds and so forth, At the dividing point,itis 6 Measures to Assure High Quality
possible to take samples. An automatic spool insertion

device is provided for cases where a spool is necessary to 6.1 Effect of Continuous Operation

protect the inside portion of the coil . Because the off-gages of the leading and tail ends of
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