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Manufacture of Trimming Free Plates

Isamu Aruga Takashi Uemura Tutomu Yoshizate
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Fig. 1 Requirements for TFP
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Fig. 2 Main TFP processes

Table 1 Technology, equipments and control required for TFP

Technology

Newly installed equipments

Coentrol

(I Square edge control

(@ Rectangular plan view pattern

control

« Attached edger

+ Camber control

- Combined techniques of MAS rolling and edging
» FF-AWC control

@ High-accuracy edge

cutting

+ Profile meter

+ High-accuracy aligning
equipments

» Edge miller

- High-accuracy aligning control based on data
measured by profile meter

- High-accuracy edge cutting control based on
data measured by profile meter
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Table 2 Specification of the edger

Rolling farce (t) 400
Rolling torque (kN-m} 490
Rolling speed {m/s) 2.5~7.5

Roll diameter (mm} ¢ 800/ ¢ 700
Speed of motorized screw-down (mm/s) 60/120
Speed of hydraulic AWC {mm/s) 100

Calculation of convex drum shape (T¢c) without sizing MAS
and edging in hroadside passes

Calculatation of allowable value of width deviation

Calculatation of amount of sizing MAS plate thickness correction
with amount of width deviation within allowable value

| Calculation of mecessary amount of concave drum shape (AWcv) I

Table 3 Specification of the milling

Place Between side shear and end shear
Type Helical milling

Cutter head (mm) & 1000 % 2

Feed speed (m/min) Max. 42

Depth of cut 20 mm/each side max.

Work thickness {mm) 4.5~ 80

Center position control (CPC)
Edge position control (EPC)
Straight position control{SPC)
DC 200 x 2

Milling control

Motor power (kW)

| Calculation of amount of edging in broadside passes
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m Width control effect by sizing MAS
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E Width control effect by edging in broadside passes

Fig. 3 Optimization of combined techniques

Slab dimentions : 310 mm X 2240mm ¥ 4410mm
Plate dimentions : 20.74mm X 2787mm % 53970mm
Broadside rolling ratio : 1.24

Lengitudinal rolling ratio : 12 24
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Fig. 4 An example of width accuracy and width deviation by
TFP process
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Fig. 5 Crop loss saving by TFP process
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