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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-6high 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 steel. 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 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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Synopsis:

At Chiba Works, the newly designed line, numed ““Temper & Processing
Line {TPL),” started its operation in April 1983, TPL has a 2 stand-Ghigh
skinpass mill, combined with a high ‘speed coi! preparation line and a packaging
line, and produces ultra-thin cold rolled steel for tin plates, black plates and tin-
free steel. 1o 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 the world, were developed,
Carrousel reels, adopted as pay-off and tension reels, and newly designed auto-
maltic instruments are combined with the process computer system and contrib-

ute largely to high quality, high yield and labor saving.
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Table 1 Specifications of TPL

Fig. 1 Layout of TPL

Photo 2 View of 6Hi mill

Ttem ; Spec1hcatlon
Thickness O 1)~0 50 (mm)
Strip
Width 580 ~1 100 {mm)
Weight {max.} 21 ()
Coil I
Outer diameter (max.) 2134 (mm)
Speed (max.) 1600 (m/mm)
Rolling IR
Productivity 37000 (t/mcm)
Type 2 stand 6-high null
WR 460 ¢ (mm)
. Roll dimension -
Mill (Nos. 1, 2std.) IMR 460 gf.’: {mm)
BUR 950 ¢ (mm}
Motor power {Nos. 1, 2 std.) 1120 (kW) each
Pay-ofl reel Carrousel type
Reel
Tension reel Carrousel type
Ohler Type Electro static type
Packing Line capacity 3 {min/coil)
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ASR:  Automatic speed regulator HY: HYRGP.F
ACR: Automatic current regulator LC: Load cell
ATR: Automatic tension regulator TM: Tension meter
AEC: Automatic elongation regulator PLG: Pulse generator

MMC: Mill modulus contro!

Fig. 2 Schematic diagram of eleciric control system
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(1) No. 1 thickness gage
(2} Center position control
@ No. 2 thickness gage
1 D.C. welder
& Entry width meter
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8 Coil marking device
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Fig. 3 Layout of automatic measurement instruments
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Table 2 Specifications of press type scrap haler

Item Specification
Capacity 3.2¢h
Size 400 % 400 x 400 mm
Bale e —
Weight 100 kg
Press cycle time 72s
No. 1 press 100
Press [orce No. 2 press 24 tf
No. 3 press 50 tf
Strip
Side trimmer 7

Nu.3 press

No.2 pross
Press room

Fig. 14 Press type continuous scrap baler
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Fig. 15 Automatic trimmed scrap transfer device
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