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Development of an Edge Grinding Device for Hot Rolled Coil
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Synopsis :

Usually, hot rolled stainless steel coils are trimmed at both edges before cold rolling on
the Sendzimir Mill, in order to prevent edge cracking. The authors have developed a
new efficient trimming method to improve physical yields. This report introduces the
following: (1) Edge cracking by cold rolling was caused by small edge crecks of hot rolled
stainless steel coils. (2) After removing the small edge cracks by grinding an edge width
of 0.5mm, the coil can be cold rolled without an edge trimming of 20 to 25mm in width.
(3) As method of removing the small cracks, the Edge Grinding System has been
developed, which improves physical yield at skin pass rolling by 3% in the case of SUS
403 steels. (4) In the Edge Grinding System, horizonal grinders are provided on both
sides of the strip by installing their rotary shafts in parallel to the direction of the

passing line
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Synopszis:

Usually, hot rolled stainless steel coils are trimmed at both edges before cold rolling on the Sendzimir Mill,

in order to prevent edge cracking. The authors have developed a new efficient trimming method to improve

physical vields.
This report introduces the following:

(1) Edge cracking by cold rolling was caused by small edge cracks of hot rolled stainless steel coils.

(2) After removing the small edge cracks by grinding an edge width of 0.5mm, the coils can be cold rolled

without an edge trimming of 20 to 25mm in width.

(3} Asamethod of removing the small cracks, the Edge Grinding System has been developed, which improves

physical yield at skin pass rolling by 3% in the case of SUS 403 steels.

(4) In the Edge Grinding System, horizontal grinders are provided on both sides of the strip by installing their

rotary shafts in parallel to the direction of the passing line.
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Table 1 Specification of edge grinder
Equipment Item Specification
Grinding motor A.C.T.5%W, 2p, 220V, 3 600rpm.
Grinding wheel 0.D. 305mmé¢
LD, 50.8mm¢
Width 38mm
Spindle revolution | 3 100rpm
Grinding pressure| 0—50kg by Spring
Edge grinder
Guide roll Rubber lining roll 0.D. %0mm¢
Grinding direetion | Down cut at vertical
Grinding speed 3 000m/min
Line speed Max. 40m/min
Coil width 1 040mm~1 270mm

Coil thickness

3.0mm—4.5mm

Serve motor

Serve mchanism| Servo amp

D.C.1.5kW. 3 000rpm. Reduction ratio 11:1
Power transistor.D.C.146V. Speed control Ratio 500:1

Speed fluctuation ratio 100011
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Fig. 7 Temperature change of grinding wheel surface
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