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Description
TECHNICAL FIELD

[0001] The present invention relates to a strip coiling method in which a strip sent from a hot rolling mill is cut to a
predetermined length by a strip shear and the cut strip is coiled alternately by a mandrel of a first coiler and a mandrel
of a second coiler, respectively, via coiling pinch rolls disposed on the delivery side of a strip shear.

BACKGROUND ART

[0002] Figure 16 shows a general arrangement of a general continuous hot rolling line. Conventionally, changeover
of coilers has been effected as described below when a strip cut to a predetermined length by a strip shear is coiled
by the preceding material coiler and the following material coiler alternately. As an example, a case where coilers are
changed over from the preceding material coiler a to the following material coiler b will be explained. A strip d sent
from a finishing mill ¢ is cut to a predetermined length by a strip shear e disposed on the downstream side of the
finishing mill ¢ to divide the strip d into the preceding strip d; and the following strip d,. Then, the preceding strip d,
and the following strip d, are coiled by the preceding material coiler a and the following material coiler b, respectively.
[0003] While the preceding strip d4 is coiled by the preceding material coiler a, a lower pinch roll g of a coiling pinch
roll f disposed on the delivery side of the strip shear e is moved to the upstream side. Thereby, the offset angle of the
coiling pinch roll f is changed to change the transfer direction of the strip from the preceding material coiler a to the
following material coiler b. Immediately after the preceding strip d4 has gone through the coiling pinch rollf, the following
strip d, is introduced to the following material coiler b to coil the following strip d, by using the following material coiler
b. At this time, a triangular gate j prevents the following strip d, from going to the side of the preceding material coiler a.
[0004] In recent years, as coiling equipment for continuous hot rolling, a Carrousel reel type coiler has been used.
[0005] Figure 20 schematically shows an example of a continuous hot rolling line in which a Carrousel reel type coiler
is used.

[0006] The Carrousel reel type coiler has a first and second mandrels 1 and 2. The first and second mandrels 1 and
2 are revolvably disposed at an interval in the circumferential direction on a revolution path 3 so that when one mandrel
is located at a coiling start position, the other mandrel is located at a coiling finish position. For example, when the first
mandrel 1 is located at the coiling start position, the preceding strip S; sent from a finishing mill 4 is coiled by a pre-
determined amount by the first mandrel 1, and then the first mandrel 1 is revolved to the coiling finish position while
coiling the preceding strip S;. In this state, the tail end of the preceding strip S is cut by a strip shear 5, and the leading
end of the following strip S, is coiled by the second mandrel 2 located at the coiling start position. After the coiling of
the strip S is finished at the coiling finish position, the coil of the coiled preceding strip S is delivered from the mandrel
1, and the mandrel 1 waits until the leading end of a strip following the following strip S, is coiled around the mandrel 1.
[0007] Above and below an upstream pass line P, directed toward the mandrel at the coiling start position (the first
mandrel 1 in the figure), upstream sheet-running guides 6 to 13 for guiding the leading end of the strip S toward the
upstream mandrel are disposed. Above and below a downstream pass line P, that branches off the upstream pass
line P, and is directed toward the mandrel at the coiling finish position (the second mandrel 2 in the figure), downstream
sheet-running guides 13 to 15 and a guide roller 20 for guiding the strip S coiled by the mandrel at the coiling finish
position are disposed. The sheet-running guide 13 is disposed at a position where the downstream pass line P, branch-
es off the upstream pass line P, so as to be used as both an upper guide for the upstream pass line P, and a lower
guide for the downstream pass line P,.

[0008] In Figure 20, reference numeral 16 denotes pinch rolls disposed on the pass line Py between the finishing
mill 4 and the strip shear 5, 17 denotes coiling pinch rolls disposed on the pass line P, on the delivery side of the strip
shear 5, 18 denotes upstream wrapper rolls disposed movably so as to come close to and go apart from the outer
peripheral surface of the mandrel at the coiling start position, and 19 denotes downstream wrapper rolls disposed
movably so as to come close to and go apart from the outer peripheral surface of the mandrel at the coiling finish
position. The upstream and downstream wrapper rolls 18 and 19 and the upper guide 14 of the downstream sheet-
running guide is movable so as to be separated from the revolution path 3 to allow the revolution of the first and second
mandrels 1 and 2 when the mandrels 1 and 2 revolves on the revolution path 3.

[0009] In the conventional strip coiling method on the above-described general hot rolling line, however, when the
strip is cut by the strip shear e, a tension given to the strip by the finishing mill ¢ and the preceding material coiler a is
released, so that the tail end of the preceding strip is undesirably oversupplied on the delivery side of the coiling pinch
roll f as shown in Figure 17. In the worst case, there arises a problem in that the tail end of the preceding strip is caught
by the triangular gate j, resulting in damage to the sheet. Further, there arises a problem in that after the tail end of the
preceding strip Sy goes through the coiling pinch roll f, the circumferential speed of the coiling pinch roll f temporarily
becomes lower than the transfer speed of the following strip S,, so that the leading end of the following strip S, is
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oversupplied on the entrance side of the coiling pinch roll f.

[0010] On the other hand, even in the conventional strip coiling method on the hot rolling line on which the Carrousel
reel type coiler is provided, if the preceding strip S; is cut by the strip shear 5 while being coiled by the mandrel at the
coiling finish position (the second mandrel 2), a tension given to the strip by the finishing mill 4 and the downstream
mandrel is released, so that the preceding strip S, is undesirably oversupplied on the delivery side of the coiling pinch
rolls 17 disposed on the delivery side of the strip shear as shown in Figure 21. In the worst case, there arises a problem
in that the preceding strip S; is caught by the tip end of the downstream sheet-running guide 13 located at a position
where the downstream pass line P, branches off the upstream pass line Py, resulting in damage to the sheet. Further,
there arises a problem in that after the tail end of the preceding strip S; goes through the coiling pinch rolls 17, the
circumferential speed of the coiling pinch rolls 17 temporarily becomes lower than the transfer speed of the following
strip S,, so that the leading end of the following strip S, is oversupplied on the entrance side of the coiling pinch rolls 17.
[0011] The present invention has been achieved to solve the above problems, and accordingly an object thereof is
to provide a strip coiling method in which after the tail end of a strip coiled by a mandrel is cut by a strip shear, the strip
can be prevented from being oversupplied on the delivery side of coiling pinch rolls disposed on the delivery side of
the strip shear, and the leading end of the following strip can be prevented from being oversupplied on the entrance
side of the coiling pinch rolls.

[0012] JP 6182438 discloses a method for controlling the transportation speed of a strip so as to prevent congestion
of the strip from occurring. A strip coiling apparatus having one coiling mandrel is disclosed, wherein after cutting of
the strip by a strip shear the speeds of the following transportation device, pinch rolls and mandrel are controlled in a
successively higher range such that the strip can be wound smoothly.

DISCLOSURE OF THE INVENTION

[0013] To attain the above object, the present invention provides a strip coiling method in which a strip sent from a
rolling mill is cut to a predetermined length by a strip shear to divide the strip into a preceding strip and a hollowing
strip, wherein the preceding strip and the following strip are coiled by a first mandrel and a second mandrel, respectively,
of a Carrousel reel type coiler via first coiling pinch rolls disposed on the delivery side of the strip shear, characterized
in that after the tail end of the preceding strip coiled by the first mandrel via the first coiling pinch rolls is cut by the strip
shear, the circumferential speed of the coiling pinch rolls is higher than the transfer speed of the following strip imme-
diately after the cutting operation and lower than the coiling speed of the preceding strip coiled by the first mandrel.
[0014] Inthe presentinvention, a force pulling the strip between the strip shear and the coiling pinch rolls toward the
downstream side is applied to the strip having been cut, and a force pulling the strip between the coiling pinch rolls
and the mandrel toward the downstream side is also applied to the strip. Therefore, the preceding strip can be prevented
from being oversupplied on the delivery side of the coiling pinch rolls. Moreover, since the circumferential speed of the
coiling pinch rolls is higher than the transfer speed of the following material immediately after the cutting operation, the
leading end of the following strip can be prevented from being oversupplied on the entrance side of the coiling pinch rolls.
[0015] In this case, the aforementioned mandrel is a mandrel of a Carrousel reel type coiler, and the relationship
between a preset coiling speed V), of the first mandrel after the tail end of the preceding strip coiled by the first mandrel
via the coiling pinch rolls, the target speed V, of the coiling pinch rolls at the time of the cutting operation, and the sheet
speed V of the following strip immediately after the cutting operation is set so that V> Vp > Vs . Thereby, the preceding
strip can be prevented from being caught by the tip end of a sheet-running guide located at a position where a pass
line directed to the mandrel at the coiling start position branches off a pass line directed to the mandrel at the coiling
finish position.

[0016] Also, in a strip coiling method in which a strip sent from a rolling mill is cut to a predetermined length by a
strip shear to divide the strip into a preceding strip and a following strip, wherein the preceding strip and the following
strip are coiled alternately by a first mandrel of a downstream coiler and a second mandrel of an upstream coiler via
first coiling pinch rolls disposed on the delivery side of the strip shear, and wherein second coiling pinch rolls are
disposed on the entrance side of said first mandrel, the relationship between the target speed Vp1 of the second coiling
pinch rolls after the tail end of the preceding strip coiled by the first mandrel via said second coiling pinch rolls is cut
by the strip shear, the target speed V, of the first coiling pinch rolls, the target sheet speed V, of the following strip
immediately after the cutting operation, and the preset coiling speed V,, of the first mandrel is set so that V,, > Vp1 >
sz > V.. Thereby, damage to the strip caused by the tail end of the preceding strip being caught by a triangular gate
can be prevented.

[0017] In this case, after the lower pinch roll of the first coiling pinch rolls is offset and before the tail end of the
preceding strip coiled by the first mandrel via the second pinch rolls is cut, the preceding strip is pressed by the upper
pinch roll of the first coiling pinch rolls in a state in which the speed of the lower pinch roll is made lower than the target
sheet speed V of the following strip until the actual torque value of the lower pinch roll becomes the preset value, and
the pressing force at this time is made the preset pressing force of the offset upper pinch roll applied to the preceding
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strip, by which the tail end of the preceding strip coiled by the first mandrel can be held properly by the first coiling
pinch rolls.

[0018] Also, before the strip cut by the strip shear is continuously coiled by the first mandrel via the first coiling pinch
rolls disposed on the delivery side of the strip shear, the pressing force of the coiling pinch rolls is set at a value not
lower than a value P determined by P = 2F (Au/Ax) + 4 (Mg/Ax) {(la/R|) + (I,/Ry)}. Thereby, the pressing force of the
upper pinch roll can be set at the optimum value. Therefore, the breakage of tail end of a thin strip, improper introduction
of a thick strip to the coiler, or the like can be prevented.

[0019] In this case, after the pressing force is set, by keeping a gap of the coiling pinch rolls for the time from when
the preceding strip comes off from the pinch rolls to when the following strip is bitten by the pinch rolls, the defective
biting of the following strip by the coiling pinch rolls and other troubles can be prevented.

[0020] Further, before the strip coiling operation performed by the first mandrel is finished, the strip coiling control
carried out by the first mandrel is changed over from torque control to rotational speed control, and thereafter a pressing
roll is pressed on the preceding strip to be coiled into a coil shape to stop the rotation of the first mandrel. Thereby, the
decrease in speed of coil caused by the contact of the pressing roll can be prevented, so that the occurrence of defective
coiling such as loosened coil outer and telescoping can be avoided, and the rotation of coil can be stopped in a short
time because the pressing roll has a braking force when the rotation of coil is stopped after the strip coiling operation
is finished.

[0021] Further, before the strip coiling operation performed by the first mandrel is finished, the torque control of strip
is carried out by the first mandrel to increase the tension of strip, and thereafter the pressing roll is pressed on the
preceding strip to be coiled into a coil shape to stop the rotation of the first mandrel. Thereby, the decrease in speed
of coil caused by the contact of the pressing roll can be prevented, so that the occurrence of defective coiling such as
loosened coil outer and telescoping can be avoided, and the rotation of coil can be stopped in a short time because
the pressing roll has a braking force when the rotation of coil is stopped after the strip coiling operation is finished.
[0022] Further, a deceleration-side torque limit of a driving unit for the first coiling pinch rolls is set so that the cir-
cumferential speed of the first coiling pinch rolls is higher than the transfer speed of the following strip when the leading
end of the following strip is bitten by the first coiling pinch rolls disposed on the delivery side of the strip shear after the
strip is cut by the strip shear. Thereby, even in the case of a strip having a great sheet thickness and high bending
rigidity, the following material can be prevented from being oversupplied on the entrance side of the coiling pinch rolls.

BRIEF DESCRIPTION OF THE DRAWINGS
[0023]

Figure 1 is an explanatory view for illustrating a strip coiling method in accordance with a first embodiment of the
present invention;

Figure 2 is an explanatory view for illustrating one example of an operation pattern (speed pattern) of each part
at the time of cutting and coiling of a strip;

Figure 3 is an explanatory view for illustrating a state of the preceding strip and the following strip in cutting and
after cutting of a strip;

Figure 4 is an explanatory view for illustrating a strip coiling method in accordance with a second embodiment of
the present invention;

Figure 5 is a schematic perspective view of a driving mechanism for coiling pinch rolls on the delivery side of a
strip shear, the view being used for illustrating a strip coiling method in accordance with a third embodiment of the
present invention;

Figure 6 is a graph showing a time change of the rotational speed and load torque of the coiling pinch roll on the
delivery side of the strip shear in the case where a torque limit on a deceleration side is set;

Figure 7 is a graph showing a time change of the rotational speed and load torque of the coiling pinch roll on the
delivery side of the strip shear in a case where a torque limit on the deceleration side is not set;

Figure 8 is a view for illustrating a fourth embodiment of the present invention, showing a dynamic model of a coiling;
Figure 9 is a graph showing a measurement result of the speed and torque of a mandrel at a stage at which coiling
is finished;

Figure 10 is a graph showing a measurement result of the speed and torque of a mandrel at a stage at which
coiling is finished;

Figure 11 is a graph showing a relationship between the pressing force and pressing amount on a strip caused by
an upper pinch roll of the coiling pinch rolls, the view being used for illustrating a fifth embodiment of the present
invention;

Figure 12 is a time chart of the pressing force on a strip caused by the upper pinch roll of the coiling pinch rolls
and a cylinder position reference;
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Figure 13 is a time chart of the pressing force on a strip caused by the upper pinch roll of the coiling pinch rolls
and a cylinder position reference;

Figure 14 is a side view of the coiling pinch rolls at the time of offset;

Figure 15is a side view showing a case where a strip is pressed down by the upper pinch roll of the coiling pinch rolls;
Figure 16 is a general schematic view of a general continuous hot rolling line;

Figure 17 is an explanatory view for illustrating oversupply of the strip tail end at the delivery side of the coiling
pinch rolls;

Figure 18 is an explanatory view for illustrating a problem arising when the pressing force on a strip caused by the
upper pinch roll of the coiling pinch rolls is weak;

Figure 19 is an explanatory view for illustrating oversupply of the following strip leading end on the entrance side
of the coiling pinch rolls;

Figure 20 is a view schematically showing a Carrousel reel type coiler; and

Figure 21 is an explanatory view for illustrating oversupply of the strip tail end on the delivery side of the coiling
pinch rolls.

BEST MODE FOR CARRYING OUT THE INVENTION

[0024] Embodiments of the present invention will now be described with reference to the accompanying drawings.
[0025] First, a strip coiling method on a general hot rolling line, which is a first embodiment of the present invention,
will be explained with reference to Figures 1 to 3.

[0026] Figure 1 schematically shows a portion of a continuous hot rolling line on the downstream side of a strip shear.
In this embodiment, a case where a strip sent from a finishing mill (not shown) is cut to a predetermined length by
using a strip shear 102, and the preceding strip S is coiled by a mandrel 107 of a downstream coiler 104 via downstream
coiling pinch rolls (second coiling pinch rolls) 103, whereas the following strip S, is coiled by a mandrel 107 of an
upstream coiler 101 via upstream coiling pinch rolls (first coiling pinch rolls) 105 disposed on the delivery side of the
strip shear 102 is explained by way of example.

[0027] Both of the downstream coiler 104 and the upstream coiler 101 are provided with a torque detector 109 for
detecting a torque of a motor 108 for driving the mandrel 107, a torque controller 110 for keeping the tension of a strip
constant by feedback controlling the motor 108 so that the detected torque value obtained by the torque detector 109
coincides with the target torque value, a pilot generator (PLG) 111 for detecting the rotational state of the motor 108,
and a speed controller 112 for feedback controlling the motor 108 so that the speed detection value obtained by the
pilot generator 111 coincides with the target speed, as means for pulling the strip coiled around the mandrel 107 with
a predetermined coiling tension.

[0028] Also, the downstream coiling pinch rolls 103 are provided with a torque detector 114 for detecting a torque of
a motor 113 for a lower pinch roll 103a, a pilot generator (PLG) 115 for detecting the rotational state of the motor 113,
and a speed controller 116 for feedback controlling the motor 113 so that the speed detection value obtained by the
pilot generator 115 coincides with the target speed V.

[0029] Further, the upstream coiling pinch rolls 105 are also provided with a torque detector 118 for detecting a torque
of a motor 117 for a lower pinch roll 105a, a pilot generator (PLG) 119 for detecting the rotational state of the motor
117, and a speed controller 120 for feedback controlling the motor 117 so that the speed detection value obtained by
the pilot generator 119 coincides with the target value sz. The lower pinch roll 105a can be moved to the upstream
side along a pass line when the offset angle is changed to effect changeover from the downstream coiler 104 to the
upstream coiler 101, and the upper pinch roll 105b can press a strip via a hydraulic cylinder 121 to push down the strip.
Also, the upper pinch roll 105b is provided with a pressing force detector 122 for detecting a pressing force applied to
the upper pinch roll 105b.

[0030] The pressingforce applied to the upper pinch roll 105b via the hydraulic cylinder 121 is determined by feedback
controlling a servo valve 127 for switching oil supplied from a hydraulic pump 126 to the hydraulic cylinder 121 by a
pinch roll pressing force controller 125 so that the detected pressing force obtained by the pressing force detector 122
coincides with the preset pressing force set beforehand by a compensation pressing force setter 124. The pressing
force control for the pinch roll may be carried out by using air.

[0031] Next, a case where changeover from the downstream coiler 104 to the upstream coiler 101 is effected will be
explained. First, while the preceding strip S; is coiled by the mandrel 107 of the downstream coiler 104, the lower pinch
roll 105a of the upstream coiling pinch rolls 105 is moved to the upstream side along the pass line by a hydraulic
cylinder (not shown). Thereby, the offset angle of the upstream coiling pinch rolls 105 is changed to change the transfer
direction of a strip from the downstream coiler 104 to the upstream coiler 101 so that immediately after the preceding
strip S, has gone through the upstream coiling pinch rolls 105, the following strip S, can be introduced to the upstream
coiler 101. In Figure 1, reference numeral 128 denotes a triangular gate for preventing the leading end of the following
strip S, from going to the side of the downstream coiler 4.
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[0032] When astrip is cut by the strip shear 102 in a state in which the preceding strip S; is coiled around the mandrel
107 of the downstream coiler 104, in the present invention, when the cutting operation is performed, the coiling speed
V,, of the preceding strip S; set by the speed controller 112 for the coiler 104, the target speed sz for the speed
controller 120 on the side of the upstream coiling pinch rolls 105, the target speed Vp1 for the speed controller 116 on
the side of the downstream coiling pinch rolls 103, and the transfer speed V of the following strip S, immediately after
the cutting operation (=transfer speed of the strip just before the cutting operation) are set by a host computer (not
shown) so that V,, > V1 >V, > V.

[0033] The following is the detailed description.

[0034] When the cutting operation of strip performed by the strip shear 102 is finished in the state in which the
preceding strip S is coiled around the mandrel 107 of the downstream coiler 104, a cutting finish signal for telling that
the cutting operation has finished is sent from the strip shear 102 or the host computer to the speed controller 112 for
the downstream coiler 104, the speed controller 116 for the downstream coiling pinch rolls 103, and the speed controller
120 for the upstream coiling pinch rolls 105. -

[0035] If the cutting finish signal is sent at time t, the mandrel 107 of the downstream coiler 104 is changed over
from tension control by the torque controller 110 to speed control by the speed controller 112 at timing of the time to.
At the same time, the speed controller 112 starts acceleration of coiling speed of strip at the timing of the time t;, and
also, as indicated by the curve | in Figure 2, speed control is started so that the final speed V,,, after the completion of
acceleration with the acceleration rate of X is expressed by the following equation (1).

V,, =V, X A ™

where, V is the transfer speed of strip just before the cutting operation, and A is a lead coefficient (a coefficient for
determining the final speed).

[0036] The state of the preceding strip S; and the following strip S, at the time t is as shown in Figure 3(A).
[0037] During adelay time T1 from the time to of the acceleration start to time t;, the speed of the downstream coiling
pinch rolls 103 is kept at the strip speed V just before the cutting operation by the speed controller 116 for the down-
stream coiling pinch rolls 103. However, when the time t, is reached, the speed controller 116 starts the increase in
speed of the downstream coiling pinch rolls 103, and also, as indicated by the curve Il in Figure 2, speed control is
started so that the final speed Vp1 after the completion of acceleration with the acceleration rate of Y is expressed by
the following equation (2). The time counting of the delay time T1 is performed by a timer provided on the speed
controller 116 or the host computer.

Vi =V, X B )

where B is a lead coefficient, and the relationship between the lead coefficients A and B is A > B.

[0038] Further, during a delay time T2 from the time t; of the acceleration start to time t,, the speed of the upstream
coiling pinch rolls 105 is kept at the strip speed V just before the cutting operation by the speed controller 120 for the
upstream coiling pinch rolls 105. However, when the time t, is reached, the speed controller 120 starts the increase in
speed of the upstream coiling pinch rolls 105, and also, as indicated by the curve Il in Figure 2, speed control is started
so that the final speed Vp2 after the completion of acceleration with the acceleration rate of Z is expressed by the
following equation (3). The time counting of the delay time T2 is performed by a timer provided on the speed controller
120 or the host computer (not shown), and the relationship between the delay times T1 and T2 is T1 < T2.

Vop =V X C 3)

where C is a lead coefficient, and the relationship between the lead coefficients B and C is B > C.

[0039] Thereafter, time t5 is reached, as shown in Figure 3(B), the tail end of the preceding strip S, and the leading
end of the following strip S, are located between the upstream coiling pinch rolls 105 and the strip shear 102, and the
tail end of the preceding strip S; is sufficiently separated from the leading end of the following strip S,.

[0040] Further, as shown in Figure 2, time t, is reached, the coiling speed of the mandrel 107 of the downstream
coiler 104 becomes the final speed V,,. When time t5 is reached, the speed of the downstream coiling pinch rolls 103
becomes the final speed Vp1. When time tg is reached, the speed of the upstream coiling pinch rolls 105 becomes the
final speed V.

[0041] When time t; is reached, as shown in Figure 3(C), the tail end of the preceding strip S; is located between
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the downstream pinch rolls 103 and the upstream coiling pinch rolls 105, and the leading end of the following strip S,
reaches the upstream coiling pinch rolls 105.

[0042] Also, a speed ratio x of the final speed V, to the final speed Vp1 and a speed ratio y of the final speed Vp1 to
the final speed Vp2 become as expressed by the following equations.

x = (AV)(BV,y,) = AB (5)

y = (B )I(CV,,) = BIC (6)

[0043] Therefore, for example, assuming that the lead coefficients A, B and C are A=1.5,B=1.1, and C = 1.05,
the speed ratios x and y are as follows.

Speed ratio x = (1.5/1.1) = 1.045 (7A)

Speed ratio y = (1.1/1.05) = 1.048 (7B)

[0044] The lead coefficients A, B and C are preferably higher from the viewpoint of the coiling property of strip on
the downstream coiler 104. However, when the lead coefficients are high, deceleration energy at the time of coiling is
applied to the strip, so that an excessive tension is produced on the strip after finish rolling, by which the width of strip
decreases, presenting a quality problem. Therefore, the lead coefficients are determined empirically with an emphasis
on the coiling property according to the sheet thickness.

[0045] Further, it is preferable that for the speed ratio in the acceleration process of the downstream coiler 104 and
the downstream coiling pinch rolls 103, the above-described speed ratio x be ensured, and for the speed ratio in the
acceleration process of the downstream coiling pinch rolls 103 and the upstream coiling pinch rolls 105, the above-
described speed ratio y be ensured.

[0046] To ensure the above-described speed ratio x for the speed ratio in the acceleration process of the downstream
coiler 104 and the downstream coiling pinch rolls 103, the following equation holds by using Equation (5).

(Vg + X TV, =AB (8)

where X is the acceleration rate of the downstream coiler 104, and T1 is the delay time shown in Figure 2.
[0047] By transforming Equation (8), the delay time T1 is expressed by the following equation. The delay time T1
may be set as given by the following equation.

T1 = (V{/X)(A/B-1) 9)

[0048] Likewise, to ensure the above-described speed ratio y for the speed ratio in the acceleration process of the
downstream coiling pinch rolls 103 and the upstream coiling pinch rolls 105, the following equation holds.

T3 = (V,/Y)(B/C-1) (10)

where Y is the acceleration rate of the coiling pinch rolls 103, and T3 is time from the acceleration start of the
downstream coiling pinch rolls 103 to the acceleration start of the upstream coiling pinch rolls 105 as shown in Figure
2. Therefore, the delay time T2 shown in Figure 2 may be set so that T2 = (T1 + T3).
[0049] Further, it is necessary that the acceleration of the downstream coiler 104, the downstream coiling pinch rolls
103, and the upstream coiling pinch rolls 105 should be finished before the leading end of the following strip S, having
been cut reaches the upstream coiling pinch rolls 5. Specifically, the relationship between the times t,, t5, tg and t;
shown in Figure 2 must meet the condition given by the following equation.
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t;>t,, t;>ts, t>t (11)

[0050] Next, one example of the above condition will be explained in detail.

[0051] For example, assuming that the distance between the upstream coiling pinch rolls 105 and the strip shear
102 is 10 [m], and the speed Vj of strip just before the cutting operation (= the transfer speed V of the following strip
S, immediately after the cutting operation) is 900 [mpm], the time taken for the following strip S, having been cut to
reach the upstream coiling pinch rolls 105 is 10 m/(900 mpm/60 sec) = 0.67 [sec].

[0052] Also, assuming that the lead coefficient A is 1.15, the final speed V,,, of the mandrel 107 of the downstream
coiler 104 is V,,, = 900 X 1.15 = 1035 [mpm]. Also, since during 0.67 seconds, the speed increases from 900 [mpm]
to 1035 [mpm], the acceleration rate X becomes (1035-900) /0.67=201 [mpm/s].

[0053] By performing the speed setting in this manner, because the relationship of Vp2>Vs holds between the strip
shear 102 and the coiling pinch rolls 105, a pulling force directed to the downstream side is applied to the strip S;
having been cut by the coiling pinch rolls 105. Also, because the relationship of Vp1>Vpo holds between the coiling
pinch rolls 105 and the coiling pinch rolls 103, a pulling force directed to the downstream side is applied to the strip S,
by the coiling pinch rolls 103. Further, because the relationship of V>V, holds between the coiling pinch rolls 103
and the mandrel 107 of the downstream coiler 104, a pulling force directed to the downstream side is applied to the
strip S by the mandrel 107.

[0054] Therefore, the tail end of the preceding strip S is prevented from being oversupplied on the delivery side of
the coiling pinch rolls 105, that is, between the coiler 104 and the downstream coiling pinch rolls 103 and between the
downstream coiling pinch rolls 103 and the upstream coiling pinch rolls 105. As a result, damage to the strip caused
by the tail end of the preceding strip S, being caught by a triangular gate 26 can be prevented. Further, because the
feed speed of the coiling pinch rolls 105 is set so as to be higher than the transfer speed of the following strip S, as
indicated by Vp2>Vs, the leading end of the following strip S, can be prevented from being oversupplied on the entrance
side of the coiling pinch rolls 105.

[0055] If the pressing force on the strip caused by the upper pinch roll 105b is weak when the offset angle of the
upstream coiling pinch rolls 105 is changed, the tail end of the strip coiled by the mandrel 107 of the downstream coiler
4 cannot be held sufficiently by the upstream coiling pinch rolls 105, so that the tail end of the strip is not pressed
sufficiently by the upstream coiling pinch rolls 105 and undesirably slips. As a result, as shown in Figure 18, the tail
end of the strip is oversupplied between the downstream coiler 104 and the upstream coiler 101. Therefore, in this
embodiment, a pressing force that can surely hold the strip by using the upstream coiling pinch rolls 105 is set, by
which before the cutting operation is performed, the preceding strip S, is surely held by the upstream coiling pinch
rolls 105.

[0056] The following is the detailed description.

[0057] In the case where the pressing force detector 122 for the upstream coiling pinch rolls 105 is provided on the
side of the upper pinch roll 105b as shown in Figure 1, when the offset angle of the upstream coiling pinch rolls 105 is
changed in the state in which the preceding strip S is coiled around the mandrel 107 of the downstream coiler 104, it
is necessary that the preceding strip S, should be pressed down from the pass line according to the offset amount of
the lower pinch roll 105a, and the strip S; should be held between the upper and lower pinch rolls 105b and 105a. In
the example shown in Figure 1, the upper pinch roll 105b of the upstream coiling pinch rolls 105 presses the preceding
strip S4 via the hydraulic cylinder 121, and the pressing force at this time is set by the compensation pressing force
setter 124.

[0058] The compensation pressing force setter 124 sets a compensation pressing force for surely holding the pre-
ceding strip S between the upper pinch roll 105b and the lower pinch roll 105a of the upstream coiling pinch rolls 105.
After the offset angle of the upstream coiling pinch rolls 105 is changed, at proper timing during the time until the tail
end of the preceding strip S, is cut by the strip shear 102, the speed controller 120 is controlled so that the speed
reference of the lower pinch roll 105a is slightly lower than the sheet speed V, of the preceding strip S;. In this state,
the servo valve 127 is feedback controlled via the pinch roll pressing force controller 125 until the torque value T
detected by the torque detector 118 becomes the preset value To, and the strip S; is pressed continuously.

[0059] Inthe case where the speed reference of the lower pinch roll 105a is made slightly lower than the sheet speed
V, of the preceding strip S4, unless the preceding strip S is pressed with a desirable pressing force, a load is scarcely
applied to the lower pinch roll 105a, so that the torque of the lower pinch roll 105a does not increase. If the preceding
strip S, is pressed with the desirable pressing force, the preceding strip S; slips with respect to the lower pinch roll
1053, so that the load (torque) increases. By utilizing this, the compensation pressing force (in this case, the force that
holds the preceding strip S between the upper pinch roll 105b and the lower pinch roll 105a) Pg (N) is estimated.
[0060] Taking the speed difference between the preceding strip S; and the lower pinch roll 105a as Av (mpm), the
coefficient of friction between the preceding strip S; and the lower pinch roll 105a, which changes according to the
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speed difference Av, as u, (Av), the actual torque of the lower pinch roll 105a as T (N-m), and the radius of the lower
pinch roll 105a as r (m), the force Pg (N) for holding the preceding strip S, between the upper pinch roll 105b and the
lower pinch roll 105a is expressed as

Py = T/Iruy(Av)] (12)

[0061] Therefore, if the value of u, at the time of a predetermined speed difference Av is determined beforehand
from Equation (12), the compensation pressing force Pg can be determined by measuring the actual torque T of the
lower pinch roll.

[0062] In the pressing force setting method by using the compensation pressing force setter 124, even if the strip is
cut by the strip shear 102, the compensation pressing force P4 that can hold the strip S; between the upstream coiling
pinch rolls 105 to a degree such that the tail end of the preceding strip S; does not wrinkle is determined beforehand,
and when before the cutting operation is performed, the speed of the lower pinch roll 105a is set so as to be lower than
the sheet speed Vj of the strip S, by the predetermined speed Av, the torque value T, of the lower pinch roll 105a at
the time when the compensation pressing force is Py, is preset in the compensation pressing force setter 124. Before
the cutting operation is performed, the compensation pressing force setter 124 sends a signal to the speed controller
120 so that the speed of the lower pinch roll 105a is lower than the sheet speed Vg by Av, and then sends a signal to
the pinch roll pressing force controller 125 so that the strip S, is pressed by the upper pinch roll 105b while measuring
the actual torque T of the lower pinch roll 105a by using the torque detector 118. The actual torque T is made a value
not lower than T,. Therefore, the strip S, can be held surely between the upstream coiling pinch rolls 105. In this state,
the tail end of the preceding strip S, is cut by the strip shear 102.

[0063] When the compensation pressing force setter 124 is used in this manner, since the pressing force is set
considering the actual force applied to the preceding strip S, the preceding strip S; can be held surely between the
upper pinch roll 105b and the lower pinch roll 105a of the upstream coiling pinch rolls 105, whereby the occurrence of
slip can be prevented. As a result, the tail end of the preceding strip S; can be prevented satisfactorily from being
oversupplied between the downstream coiler 1 and the upstream coiler 6.

[0064] The control for ensuring the speed relationship of V., > V31 >V, > V by using the host computer and the
pressing of the preceding strip S; by using the compensation pressing force setter 24 are carried out until the tail end
of the preceding strip S, is coiled around the mandrel 107 of the downstream coiler 104.

[0065] Also, in this embodiment, the case where a strip is coiled by the mandrel 107 of the downstream coiler 104
has been described. However, the present invention can be applied to the case where a strip is coiled by the mandrel
107 of the upstream coiler 101.

[0066] Next, a strip coiling method on a hot rolling line on which a Carrousel reel type coiler is arranged, which is a
second embodiment of the present invention, will be described with reference to Figure 4. Both of the Carrousel reel
type coiler and the continuous hot rolling line have the same basic configuration as that of the conventional example
(Figures 20 and 21) described before. Therefore, the same reference numerals are applied to the same elements, and
the duplicated explanation is omitted.

[0067] Figure 4 schematically shows a portion of a continuous hot rolling line on the downstream side of a strip shear.
In this embodiment, a case where a strip sent from a finishing mill (not shown) is cut to a predetermined length by
using a strip shear 5, and the preceding strip S is coiled by a mandrel at a coiling finish position (a second mandrel
2 in the figure) via coiling pinch rolls 17 disposed on the delivery side of the strip shear 5, whereas the following strip
S, is coiled by a mandrel at a coiling start position (a first mandrel 1 in the drawing) via coiling pinch rolls 17 is explained
by way of example.

[0068] The second mandrel 2 located at the coiling finishposition is provided with a torque detector 34 for detecting
a torque of a motor 32 for driving the mandrel 2, a torque controller 36 for keeping the tension of a strip constant by
feedback controlling the motor 32 so that the detected torque value obtained by the torque detector 34 coincides with
the target torque value, a pilot generator (PLG) 38 for detecting the rotational state of the motor 32, and a speed
controller 40 for feedback controlling the motor 32 so that the speed detection value obtained by the pilot generator
38 coincides with the target speed, as means for pulling a strip coiled around the mandrel 2 with a predetermined
coiling tension.

[0069] The first mandrel 1 located at the coiling start position is also provided with a torque detector 33 for detecting
a torque of a motor 31 for driving the mandrel 1, a torque controller 35 for keeping the tension of the strip constant by
feedback controlling the motor 31 so that the detected torque value obtained by the torque detector 33 coincides with
the target torque value, a pilot generator (PLG) 37 for detecting the rotational state of the motor 31, and a speed
controller 39 for feedback controlling the motor 31 so that the speed detection value obtained by the pilot generator
37 coincides with the target speed, as means for pulling a strip coiled around the mandrel 1 with a predetermined
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coiling tension.

[0070] Further, the coiling pinch rolls 17 have a pilot generator (PLG) 42 for detecting the rotational state of a motor
41 for a lower pinch roll 17a, and a speed controller 43 for feedback controlling the motor 41 so that the speed detection
value obtained by the pilot generator 42 coincides with the target speed V,. An upper pinch roll 17b of the coiling pinch
rolls 17 is capable of pressing a strip via a hydraulic cylinder 44 for pressing the strip toward the lower pinch roll 17a.
[0071] Next, a case where changeover is effected from the mandrel at the coiling finish position (the second mandrel
2 in the figure) to the mandrel at the coiling start position (the first mandrel 1 in the figure) will be explained. First, the
upper pinch roll 17b of the coiling pinch rolls 17 is pushed down by the hydraulic cylinder 44 so that the preceding strip
S, is held between the upper pinch roll 17b and the lower pinch roll 17a while the strip S, is coiled by the second
mandrel 2. In this state, the tail end of the strip S; is cut by the strip shear 5. In this embodiment, the relationship
between the coiling speed V,, of the preceding strip S, set by the speed controller 40 for the mandrel 2 after the cutting
operation, the target speed Vp for the speed controller 43 for the coiling pinch rolls 17 at the time of the cutting operation,
and the sheet speed V of the preceding strip S, just before the cutting operation is set by a host computer (not shown)
so that Vi, >V, > V.

[0072] By performing the speed setting in this manner, because the relationship of Vp >V holds between the strip
shear 5 and the coiling pinch rolls 17, a pulling force directed to the downstream side is applied to the strip S; having
been cut by the coiling pinch rolls 17. Also, because the relationship of V,,, > Vp holds between the coiling pinch rolls
17 and the mandrel 2, a pulling force directed to the downstream side is applied by the mandrel 2.

[0073] Therefore, the preceding strip S; can be prevented from oversupplied on the delivery side of the coiling pinch
rolls 17. As a result, damage to a sheet caused by the preceding strip S being caught by the tip end of a downstream
sheet guide 13 lying at a position where a downstream pass line P, branches off an upstream pass line P4. Further,
because the speeds are set so that the relationship of Vp > Vg holds, that is, the feed speed vy of the coiling pinch rolls
17 is higher than the transfer speed V of the following strip S,, the leading end of the following strip S, can be prevented
from being oversupplied at the entrance side of the coiling pinch roll 17. For the sheet speed Vg, an actual value can
be determined from the target speed of the mandrel 2 just before the cutting operation or the roll rotational speed of
the finishing mill. The speeds V,, and V, may be set so as to meet the above condition based on the actual value of
the sheet speed V.

[0074] Before the cutting operation is performed, a tension can be given to the strip S, by the finishing mill and the
mandrel 2, and the coiling control executed by the mandrel 2 before that is preferably carried out by controlling the
coiling torque.

[0075] Specifically, the motor 32 is feedback controlled so that the detected torque value of the motor 32 obtained
by the torque detector 34 coincides with the target torque value in order to keep the tension of the strip S; constant.
Then, the tail end of the strip S; is cut by the strip shear 5, and after awhile, the speed of the mandrel 2 is decreased
and the rotation thereof is stopped while the strip S, coiled into a coil shape is pressed by wrapper rolls 19. After the
rotation of the mandrel 2 is stopped, the coil of the strip S; is removed from the mandrel 2.

[0076] Also, after the strip S, is cut by the strip shear 5, a tension cannot be given to the strip S, between the finishing
mill and the mandrel 2. Therefore, after the cutting operation, the coiling control executed by the mandrel 2 is changed
over from torque control to speed control. Thereby, before the cutting is performed, a tension can be applied to the
strip S; by the torque control to coil the strip S; tightly, and after the cutting is performed, the coiling speed of the strip
S, can be set so that V,, >V, >V, as described above.

[0077] The coiling control of the mandrel 2 may be changed over from torque control to speed control in advance
before the preceding strip S is cut by the strip shear 5.

[0078] Next, a strip coiling method in accordance with a third embodiment of the present invention will be described
with reference to Figures 5 to 7. Although this embodiment can be applied to the above-described first and second
embodiments, a case where it is applied to the first embodiment will be described by way of example. In this embod-
iment, therefore, the same reference numerals are applied to the same elements in Figure 1, and the duplicated ex-
planation of the first embodiment is omitted.

[0079] Before a strip is cut, the coiling pinch rolls 105 on the delivery side of the strip shear rotate at the same speed
as the target sheet speed V; (m/s) of the strip. When the strip is cut by the shear strip 102, the target sheet speed V,
(m/s) of the coiling pinch rolls 105 is set at a value higher than the target sheet speed V of the strip, and the preset
coiling speed V,,, (m/s) of the preceding strip S is set at a value higher than the target sheet speed sz of the coiling
pinch rolls 105. Therefore, the rotational speed of the coiling pinch rolls 105 increases after the strip is cut. The sheet
speed of the preceding strip S; tends to increase to the preset coiling speed V,,,. Since the coiling pinch rolls 105 press
the preceding strip S4, the rotational speed of the coiling pinch rolls 105 sometimes increases to a value close to the
preset coiling speed V,, along with the increase in the sheet speed of the preceding strip S;.

[0080] At this time, the target sheet speed V;, of the coiling pinch rolls 105 is set at the preset coiling speed V,, that
is, a value lower than the sheet speed of the preceding strip Sy having been cut, so that the motor 117 (a driving unit)
for the lower pinch roll 105a of the coiling pinch rolls 105 produces a torque such that the speed of the coiling pinch
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rolls 105 is decreased. Therefore, after the cutting operation, the load torque of the motor 117 changes from the direction
of forward rotation to the direction of reverse rotation. After the tail end of the preceding strip S; has gone through the
coiling pinch rolls 105, the speed of the coiling pinch rolls 105 decreases. In the case where the strip has a great sheet
thickness and high bending rigidity, however, a force for pressing the preceding strip S; caused by the coiling pinch
rolls 105 is large, so that the torque on the deceleration side of the motor 117 when the preceding strip S; passes
between the coiling pinch rolls 105 becomes high. Therefore, when the speed of the coiling pinch rolls 105 decreases
after the tail end of the preceding strip S; has passed between the coiling pinch rolls 105, in spite of the speed setting
of sz > Vg, as shown in Figure 7, the rotational speed of the coiling pinch rolls 105 momentarily takes a value lower
than the target sheet speed of strip (the speed of the following strip), and thereafter the rotational speed stabilizes into
the preset sheet speed sz.

[0081] The time from when the tail end of the preceding strip S has gone through the coiling pinch rolls 105 to when
the leading end of the following strip S, is bitten by the coiling pinch rolls 105 is as short as about 0.3 second. Therefore,
if the leading end of the following strip S, is bitten by the coiling pinch rolls 105 when the rotational speed of the coiling
pinch rolls 105 is lower than the sheet speed V of the following strip S, as described above, the strip feed speed of
the coiling pinch rolls 105 becomes lower than the sheet speed of the following strip S,, so that, as shown in Figure
19, the leading end or the following strip S, is oversupplied on the entrance side of the coiling pinch rolls 5.

[0082] In this embodiment, therefore, a deceleration-side torque limit T,,, (N-m) is set on the motor 117, which is
the driving unit for the coiling pinch rolls 105, by which the motor 117 is controlled by the speed controller 120 so that
the load torque of the motor 117 does not exceed the deceleration-side torque limit T, 5.

[0083] The value of the torque limit T, such that when the leading end of the following strip S, is bitten by the
coiling pinch rolls 105, the rotational speed of the coiling pinch rolls 105 is not lower than the sheet speed V of the
following strip S, as shown in Figure 6 can be determined beforehand as described below.

[0084] The value of the torque limit T,,, to be set on the motor 117 for driving the lower pinch roll 105a will be
explained with reference to Figure 5 taking a case where the lower pinch roll 105a of the coiling pinch rolls 105 is driven
as an example.

[0085] The lower pinch roll 105a is driven by the motor 117 via gears 221 and 222. Figure 5 shows a state in which
the preceding strip S, is pressed by the pinch rolls 105. In this state, the sheet speed V, of the preceding strip S, is
higher than the preset sheet speed V/;, of the lower pinch roll 105a, so that the lower pinch roll 105a is subjected to a
force of F (N) from the preceding strip S, and the motor 117 produces a torque T, (N-m) against this force.

[0086] Taking a force which the lower pinch roll 105a is subjected to from the preceding strip S; at time t as F(t) (N),
a torque which the motor 117 produces against this force as Ty,(t) (N-m), a moment of inertia between the lower pinch
roll 105a and the gear 221 as J, (N'm2), a moment of inertia between the motor 117 and the gear 222 as J; (N'm2),
an angular velocity of the lower pinch roll 105a just before the tail end of the preceding strip S goes through the coiling
pinch rolls 105 as o, (rad/sec), an angular velocity of the motor 117 as w4 (rad/sec), a torque produced on the gear
222 as T(t) (N-m), the speed reducing ratio of the gear 221 to the gear 222 as i, and the roll diameter of the lower pinch
roll 105a as D (m), a dynamic equation of Equation (13) holds. The sign of Ty, is such that the torque on the forward
rotation side (acceleration side) is +, and the torque on the reverse rotation side (deceleration side) is -.

do,
dt

1

D
“To-Fp 3579 (13)

[0087] Also, a dynamic equation of Equation (14) holds between the motor 117 and the gear 222.

doy

- (14)

T Ty = J1
[0088] Eliminating T(t) from Equations (13) and (14), the following equation (15) holds.

. D _ 2. do,
TM(t)-,.F(t) E = (J1 + J2'I ) —d—t— (15)

[0089] Integration of Equation (15) yields the following Equation (16).
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2 R D " 2
.’:(nﬂt) - 1" F‘(t) * —2") dt = (Jl + J2 ° lz)m: dwl e o o (16)

1

where ot; and ot, are the angular velocities of the lower pinch roll 105a at times t; and t,, respectively. In Equation
(16), for the time from when the tail end of the preceding strip S; has gone through the coiling pinch rolls 105 to when
the leading end of the following strip S, is bitten by the coiling pinch rolls 105, F(t) is equal to zero.

[0090] Here, a speed change amount Aw (rad/sec) of the lower pinch roll 105a for the time from when the tail end
of the preceding strip S, has gone through the coiling pinch rolls 105 (t = 0) to when the leading end of the following
strip S, is bitten by the coiling pinch rolls 105 (t = t, (sec)) is calculated. The minus sign of Aw means deceleration,
and the plus sign thereof means acceleration.

[0091] Thereupon, Equation (16) is expressed by the following equation (16A).

2 .2 2
j:'];mdt (3, +J, - i ZI: dw, ... (161)

[0092] The value TM(t) changes from T,,,, to the plus side when the preceding strip S; goes through the coiling pinch
rolls 105. To evaluate the change amount Aw in a severer (larger) direction, it is simply assumed that Ty = Tryax, by
which the following equation (17) holds.

[T -t = @, + 7, -1 do, eee (17)

[0093] By reducing Equation (17), the change amount Aw of the lower pinch roll time t, after the tail end of the
preceding strip S; goes through the pinch rolls is expressed by the following equation (18).

't
Ap = —TX 2 (18)
Jy+dyci

[0094] If the transfer speed V of the leading end of the following strip S, satisfies the following equation (19), over-
supplying of the leading end of the following strip S, on the entrance side of the lower pinch roll 105a does not occur.

\

S

< (0 + A)2 (19)

[0095] Since g is not lower than a preset angular velocity Op2 of the lower pinch roll 105a, there is no problem even
when an approximation of g = oy is given. Therefore, T4« for preventing the occurrence of oversupplying of the
leading end of the following strip S, on the entrance side of the coiling pinch rolls 105 has only to satisfy the relationship
of the following equation (20-4) from Equations (18) and (19).

D T -t D
V < (o, + Aw)— = |w,, + —22=—2 | x — ce. (20-1
B (0 )2 (pz J1 R 2 ( )

\Y

-t
- 0py < Lzz (20-2)
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J, +3, 1% (2v,
(1+t l)'(D -%z)STw -e« (20-3)

2(J4 +Jy 1) (Vg - 0, - DI2)
th - max

(20-4)

[0096] From Equation (20-4), V, - 0y D/2 =V - sz, which means sz > V. Therefore, it is found from Equation
(20-4) that T ,,,, takes a value not lower than a minus value. That s to say, the deceleration-side torque limitis calculated.
[0097] The transfer speed V, of the leading end of the following strip S,, the moment of inertia J; between the motor
117 and the gear 222, the moment of inertia J, between the lower pinch roll 105a and the gear 221, the diameter D of
the lower pinch roll 105a, the speed reducing ratio i, and the preset angular velocity Wy of the lower pinch roll 105a
have been found in advance. Also, the time t, from when the tail end of the preceding strip S, goes through the coiling
pinch rolls 105 to when the leading end of the following strip S, is bitten by the coiling pinch rolls 105 has been found
in advance from the relationship between the transfer speed V, of the following strip S, and the coiling speed V,, of
the preceding strip S;. Therefore, the value of T, that satisfies Equation (20-4) has only to be set in advance.
[0098] If the deceleration-side torque limit T,,, is set on the motor 117 for driving the coiling pinch rolls 105 before-
hand in this manner, while the coiling pinch rolls 105 presses the preceding strip S, after the strip is cut, the load torque
on the deceleration side of the motor 117 created based on a speed difference between the target coiling speed V,,
of the preceding strip S, (the preset coiling speed of the downstream coiler 104) and the target sheet speed V,, of the
coiling pinch rolls 105 does not become excessive. Even immediately after the tail end of the preceding strip S; goes
through the coiling pinch rolls 105, the rotational speed of the coiling pinch rolls 105 does not become lower than the
sheet speed Vj of the following strip S,.

[0099] Next, a strip coiling method in accordance with a fourth embodiment of the present invention will be described
with reference to Figures 8 to 10.

[0100] In coiling a strip in continuous hot rolling, stable sheet transfer and coiling are performed by giving a tension
to the strip between the finishing mill and the mandrel. As means for giving the tension, the tension reference given to
the strip when the strip is coiled, that is, the tension reference preset properly so as to correspond to the coiling tem-
perature condition in coiling, the steel type of strip to be coiled, or the like is generally given in advance, and tension
control is carried out in coiling by producing a rotational torque on the mandrel in coiling, which torque is such that a
tension having a value equal to the tension reference can be given to the strip.

[0101] In continuous hot rolling, a strip sent from the finishing mill is coiled by a plurality of mandrels alternately after
being cut. Therefore, the time from coiling finish to coiling start of next strip per one mandrel is short, so that a coil
(strip) having been coiled must be removed in the shortest possible time, and preparation for next coiling must be
completed in a short time. For this purpose, it is necessary to stop the rotation of mandrel in a short time after the
completion of coiling. However, since the wrapper roll (pressing roll) is brought into contact with the strip surface coiled
in a coil shape before the completion of coiling, the wrapper roll produces a torque such as to hinder the rotation of
mandrel during coiling operation, so that the speed of the mandrel itself is undesirably decreased. As a result, a loose-
ness of strip occurs between the wrapper roll and the pinch roll, so that a phenomenon of oversupplying of strip takes
place.

[0102] To simulate this phenomenon by a general hot rolling coiling model, the coil is assumed to be a rigid body of
rotation, by which a model shown in Figure 8 can be thought.

[0103] Specifically, taking the inside diameter of coil as a (m), the outside diameter thereof as b (m), the tension
acting on the strip as T (KN), the torque occurring on the mandrel as Ty, (KN-m), the inertia force of coil as |, and
the angular velocity thereof as w (rad/s), an equation derived by the dynamics of motion of the coil is expressed as

I (de/dt) = T\p(a/2).-T(b/2)-4F (21)

where F is the tension produced by one wrapper roll. A coiler in a general hot rolling shop is provided with four wrapper
rolls.

[0104] Inthe above-described equation (21), at a stage before the wrapper roll comes into contact with the strip, the
third term in the right-hand side is zero. In a case where the mandrel carries out tension control steadily, the occurring
torque on the mandrel is controlled so that the first term and the second term are balanced, and therefore the left-hand
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side of the equation becomes zero.

[0105] In a non-steady state at the moment when the wrapper roll comes into contact with the strip, the left-hand
side of the equation becomes minus, so that a negative angular velocity occurs. That is, the speed of the mandrel
decreases. In this case, the tension given to the strip decreases, and the strip loosens between the wrapper roll and
the pinch roll. This looseness causes defective coiling such as loosened coil outer coiling and telescoping.

[0106] In this embodiment, therefore, stable coiling of strip in continuous hot rolling is achieved. Although this em-
bodiment can be applied to the above-described first and second embodiments, a case where it is applied to the second
embodiment is described byway of example. In this embodiment, therefore, the same reference numerals are applied
to the same elements in Figure 4, and the duplicated explanation of the second embodiment is omitted.

[0107] In this embodiment, for example, when a strip is cut by the strip shear 5, the rotation control of the motor 32
for the mandrel 2 lying at the coiling finish position is changed over from the torque control having been carried out to
the rotational speed control. Specifically, the changeover to the rotational speed control may be effected at timing when
the strip shear 5 is operated. Alternatively, since if the strip is cut by the shear 5 in a state in which the torque control
of the mandrel 2 is carried out, the tension having been given to the strip is released, and therefore the rotational speed
of the mandrel increases, an upper limit value of the rotational speed may be set in advance so that when the actual
rotational speed reaches the aforementioned value, the changeover to the speed control is effected automatically.
[0108] The wrapper rolls 19 are arranged at equal intervals along the outer periphery of the coil. They are provided
retractably with respect to the mandrel 2 via a hydraulic pump and a hydraulic cylinder provided with a servo valve
(both not shown), and is capable of being rotated by a driving power source (not shown). In this embodiment, after the
mandrel 2 is changed over to the rotational speed control at the time when the cutting operation is performed, the
wrapper rolls 19 are brought into contact with the outer peripheral surface of coil to brake the coil. The wrapper rolls
19 also function as a guide when the coiling operation of strip is started by the mandrel 2. Also, the relative position of
the wrapper coil 19 with respect to the coil may be detected by using a position detector (not shown) to increase the
accuracy of contact with the coil.

[0109] Next, in a case where the torque control of the mandrel 2 of the coiler is continued until the completion of
coiling of strip as before and in a case where the torque control of the mandrel 2 is switched to the rotational speed
control along with the cutting of strip just before the completion of coiling, actual changes of the rotational speed (sheet
speed: mpm) and torque of the mandrel 2 were measured.

[0110] The measurement results are shown in Figures 9 and 10. Figure 9 shows the case where the torque control
was continued, and Figure 10 shows the case where the torque control was switched to the rotational speed control.
Specifically, in Figure 9, a decrease in rotational speed of mandrel when the wrapper rolls 19 come into contact with
the coil is shown definitely. However, when the control is changed over to the speed control at the time of strip cutting
as shown in Figure 10, it is found that the decrease in rotational speed of mandrel is less, and the coil is not loosened.
[0111] Here, it is preferable that the rotational speed of the mandrel 2 be higher than the transfer speed of the
preceding strip S;. The reason for this is that when the mandrel 2 is switched from the torque control to the rotational
speed control, by setting the target of the speed control value so as to be somewhat higher the actual speed at that
time, the mandrel 2 can surely pull the strip.

[0112] Also, by setting the time when the wrapper rolls 19 begin to come into contact with the coil between the time
when the strip is cut and the time when the strip goes through the coiling pinch rolls 17, the wrapper rolls 19 can be
brought into contact with the coil while the mandrel 2 is subjected to speed control, and also the wrapper rolls 19 can
quickly start an operation for braking the rotation of the coil.

[0113] The following is a description of another mode. As described above, before the strip is cut by the strip shear
5, the mandrel 2 is subjected to torque control so that the strip coiled around the mandrel 2 is pulled with a predetermined
coiling tension, by which coiling is performed. Thereafter, the strip is cut by the strip shear 5. Here, after the cutting
operation, the torque control of the mandrel 2 is continued. After the strip is cut, the coiling operation is continued in a
state in which a tension is given to the strip by the pinch rolls 17 and the mandrel 2.

[0114] Next, when the wrapper rolls 19 are brought into contact with the coil, if the mandrel 2 performs the coiling
operation with a torque such that the same tension as before is given to the strip, at the moment when the wrapper
rolls 19 are brought into contact with the coil, the rotational speed of the mandrel 2 decreases, and therefore the tension
decreases, resulting in the occurrence of looseness of coiling. Therefore, when the wrapper rolls 19 are brought into
contact with the outer peripheral surface of coil, the preset value of the tension is changed to a value higher than the
previous preset value. In the above-described equation (21), the strip tension is decreased by 4F by bringing four
wrapper rolls 19 into contact with the outer peripheral surface of coil, so that the preset value of the tension has only
to be made higher by a value not lower than 4F when the wrapper rolls 19 are brought into contact with the coil.
[0115] Next, a strip coiling method in accordance with a fifth embodiment of the present invention will be described
with reference to Figures 11 to 15. Although this embodiment can be applied to the above-described first and second
embodiments, a case where this embodiment is applied in place of pressing force setting by using the compensation
pressing force setter 124 in the first embodiment is described by way of example. In this embodiment, therefore, the
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same reference numerals are applied to the same elements in Figure 1, and the duplicated explanation of the first
embodiment is omitted.

[0116] If the pressing force applied to the strip by the upper pinch roll 105b is improper when the offset angle of the
upstream coiling pinch rolls 105 is changed, for a thin strip, the tail end of the preceding strip S, coiled by the downstream
coiler 104 cannot be held sufficiently between the upstream coiling pinch rolls 105. Therefore, the tail end of the pre-
ceding strip S; comes off from the upstream coiling pinch rolls 105 and is oversupplied, and hits the triangular gate
128, so that breakage of tail end may occur. For a thick strip, in some cases, the following strip S, cannot be introduced
to the upstream coiler 101 correctly.

[0117] Also, in the case where a strip having relatively long time from when the preceding strip S goes through the
coiling pinch rolls 105 after the cutting operation to when the following strip S, is bitten by the coiling pinch rolls 105,
if the pressing force of the coiling pinch rolls 105 is being controlled, the pressing load is made zero by the sheet
coming-off of the preceding strip S;. Therefore, a gap of the coiling pinch rolls 105 operates in the closing direction,
so that there is a danger of occurring defective biting of the following strip S,.

[0118] In this embodiment, therefore, in order to prevent breakage of the tail end of strip and to make the bending
direction of the following strip optimum, a proper pressing force on the delivery side of the strip shear is set. Also, in
this embodiment, the leading end of the following strip is prevented from being improperly bitten by the coiling pinchrolls.
[0119] The following will be a detailed description.

[0120] Figure 14 shows a state in which the lower pinch roll 105a is retracted to the upstream side by an offset
amount of AL with respect to the upper pinch roll 105b. Figure 15 shows a state in which after the lower pinch roll 105a
is offset, the upper pinch roll 105b is pressed down with a pressing force P.

[0121] A product P-Ax of the pressing force P of the pinch rolls 105 times a vertical displacement Ax of the pinch roll
105 caused by the pressing force P means work done by the pressing force P.

[0122] If a pressing force applied by the upper pinch roll 105b when the upper pinch roll 105b is located at position
x is taken as P(x), the work done when the upper pinch roll 105b is pressed down from a position of x = 0 to a position
of x = Ax is expressed by the following equation (22).

fp(x)-dx cee (22)

[0123] On the other hand, if the upper pinch roll 105b presses down the strip by Ax, the strip is displaced in the
direction in which the tension is given as shown in Figure 15. If the displacement at this time is taken as Au, the work
necessary to displace the strip by Au against the tension F is F-Au.

[0124] Also, in order to press down the strip to the state shown in Figure 15 by the upper pinch roll 105b, bending
deformation is applied to the strip along the outer peripheral surface of the lower pinch roll 105a on the entrance side
of the pinch rolls 105, and re-bending deformation along the lower pinch roll 105a by the bending deformation and re-
bending deformation along the outer peripheral surface of the upper pinch roll 105b by the bending deformation are
applied on the delivery side of the pinch rolls 105.

[0125] The bending work done when a bend of a bending length 1 is created with a radius of curvature R by a bending
moment Mg produced on the strip is expressed as Mg - (1/R). Taking the radiuses of the lower pinch roll 105a and the
upper pinch roll 105b as R, and Ry, respectively, and the length along the roll of a portion of the lower pinch roll 105a
around which the strip is bent and the length along the roll of a portion of the upper pinch roll 105b around which the
strip is bent as |, and |, respectively, the work for effecting bending deformation of the strip along the outer peripheral
surface of the lower pinch roll 105a is expressed as Mg - (I,/R| ), and the re-bending deformation along the lower pinch
roll 105a by the bending deformation on the delivery side of the pinch rolls 105, the bending deformation of strip along
the outer peripheral surface of the upper pinch roll 105b, and the work for effecting the re-bending deformation along
the outer peripheral surface of the upper pinch roll 105b by the bending deformation are expressed as Mg-(1,/R), Mg-
(I,/Ry), and Mg-(I,/Ry), respectively.

[0126] Therefore, the sum of work necessary for the bending and re-bending deformation effected on the entrance
and delivery sides of the pinch rolls 105 is 2Mg{(I,/R|) + (I,/Ry)}-

[0127] A value obtained by deducting the work for displacing the strip by Au in the direction of the tension F from the
work necessary for moving the upper pinch roll 105b from the position of x = 0 to the position of x = Ax is balanced
with the work necessary for effecting the bending and re-bending deformation of the strip, so that the following equation
(23) holds.
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J:‘“p(x)- dx — F - Au=2Mg{(1a/Re)+(1p/Ro)} ee. (23)

[0128] Here, Mg can be expressed by the following equation (24).
Mg = (1/6)cg - t* - w (24)

where op is the yield stress of strip, t is the thickness of strip, and w is the width of strip.

[0129] The inventors have verified that if the upper pinch roll 105b is pressed down further from the state in which
the upper pinch roll 105b begins to come into contact with the strip, the load necessary for pressing down the upper
pinchroll 105b increases linearly as the upper pinch roll 105b is pressed down during the time when the strip is deformed
elastically. Figure 11 shows the relationship between the pressing force of the upper pinch roll and the displacement
in the downward direction of the upper pinch roll. For this relationship, the inclination is determined according to the
size of pinch roll, the material and size of strip, or the like. Therefore, if P(x) is assumed to be a linear function such
that P(0) = 0 andP(Ax) = P, P(x) is expressedasP(x) =Py x/Ax. Therefore, Equation (23) is expressed by the following
equation (25), and the following equation (26) holds from Equations (25) and (24).

%-PO-Ax-F-Au=2MB{(Ia/RL)+(Ib/RU)} (29)
Po:F._z_AE.*._%_ L..’._Ji 'l'OB'tz‘W e ee (26)
Ax Ax \ R, R, 6

where

P pressing force of pinch roll

F: tension of strip

Au: displacement of strip caused by the tension F

AXx: vertical displacement of pinch roll caused by the pressing force P

Mg: bending moment created on strip = (1/6) og't2-W

op: yield stress of strip

t: thickness of strip

w: width of strip

I, length along the roll of a portion of lower pinch roll around which the strip is coiled

R: radius of pinch roll

l,: length along the roll of a portion of upper pinch roll around which the strip is coiled

Ry: radius of upper pinch roll

[0130] The displacement Ax and Au can be calculated geometrically. The yield stress o of the strip is a value de-
termined according to material, and the thickness t and the width w of the strip is determined according to the treated
material. Therefore, if the tension F of the strip is determined from the rotational speed of the coiler and the rotational
speed of the pinch rolls, the optimum pressing force P can be calculated. In this embodiment, the pressing force of the
coiling pinch roll is set at a value not lower than P determined by the above-described equation (26).

[0131] Figures 12 and 13 are charts showing the actual pressing force and the cylinder position reference for pressing
down the pinch roll. Figure 12 shows a case where the pressing force setting in this embodiment is not performed, and
Figure 13 shows this embodiment. The pressing force suddenly decreases to a no-load condition when the preceding
strip comes off from the pinch rolls. If the pressing force decreases, as shown in Figure 12, the cylinder position ref-
erence acts in the direction such that the pressing force is kept to operate the pinch roll in the pressing direction.
Therefore, there is the possibility of occurring defective biting of the following strip. Even if defective biting does not
occur, when the following strip is bitten by the pinch rolls, the pressing force increases suddenly and then is restored
to the preset value, and the cylinder position reference changes rapidly so that the pinch rolls are operated in the
opening direction, so that overaction causes hunting.

[0132] Contrarily, in Figure 13, the servo valve is locked so that the cap of pinch roll is kept constant until the preceding
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strip comes off from the pinch rolls and the following strip is bitten by the pinch rolls after the pressing force is set, by
which the cylinder position is held, so that the cylinder position reference is kept constant. Therefore, there is no
possibility of occurring defective biting of the following strip.

INDUSTRIAL APPLICABILITY

[0133] Asis apparent from the above description, according to the present invention, an effect can be achieved that
the preceding strip can be prevented from being oversupplied on the delivery side of the coiling pinch rolls, and also
the leading end of the following material can be prevented from being oversupplied on the entrance side of the coiling
pinch rolls.

[0134] Also, in the case where the present invention is applied to a hot rolling line provided with a Carrousel reel
type coiler, the relationship between the preset coiling speed V,,, of the mandrel after the tail end of the strip coiled by
the mandrel via the coiling pinch rolls, the target speed V/, of the coiling pinch rolls at the time of the cutting operation,
and the sheet speed V of the following material immediately after the cutting operation is set so that V,, >V, > V.
Thereby, an effect can be achieved that the preceding strip can be prevented from being caught by the tip end of the
sheet-running guide located at a position where the pass line directed to the mandrel at the coiling start position branch-
es off the pass line directed to the mandrel at the coiling finish position.

[0135] Further, inthe case where the present invention is applied to a general hot rolling line, the relationship between
the target speed V4 of the second coiling pinch rolls when the tail end of the strip coiled by the downstream mandrel
via the second coiling pinch rolls disposed on the entrance side of the downstream mandrel is cut, the target speed
sz of the first coiling pinch rolls disposed on the delivery side of the strip shear, the target sheet speed V, of the
following material immediately after the cutting operation, and the preset coiling speed V,,, of the downstream mandrel
is set so that V,, > V4 > V;, > V. Thereby, an effect can be achieved that damage to the strip caused by the tail end
of the preceding strip being caught by the triangular gate can be prevented.

[0136] In this case, after the lower pinch roll of the first coiling pinch rolls is offset and before the tail end of the strip
coiled by the downstream mandrel via the second pinch rolls is cut, the strip is pressed by the upper pinch roll of the
first coiling pinch rolls in the state in which the speed of the lower pinch roll is made lower than the target sheet speed
V, of the following material until the actual torque value of the lower pinch roll becomes the preset value, and the
pressing force at this time is made the preset pressing force of the offset upper pinch roll applied to the strip, by which
the tail end of the strip coiled by the downstream mandrel can be held properly by the first coiling pinch rolls. Therefore,
an effect can be achieved that the slip of the strip tail end with respect to the upstream coiling pinch rolls can surely
be eliminated.

[0137] Also, before the strip cut by the strip shear is continuously coiled by the mandrel via the coiling pinch rolls
disposed on the delivery side of the strip shear, the pressing force of the coiling pinch rolls is set at a value not lower
than a value P determined by P = F(Au/Ax) + 2(Mg/Ax){(1,/r) + (I,/R)}. Thereby, the pressing force of the upper pinch
roll can be set at the optimum value. Therefore, an effect can be achieved that the breakage of tail end of a thin strip,
improper introduction of a thick strip to the coiler, and other troubles can be prevented.

[0138] In this case, after the pressing force is set, by keeping the gap of the coiling pinch rolls for the time from when
the preceding strip comes off from the pinch rolls to when the following strip is bitten by the pinch rolls, an effect can
be achieved that the defective biting of the following strip by the coiling pinch rolls and other troubles can be prevented.
[0139] Further, before the strip coiling operation performed by the mandrel is finished, the strip coiling control carried
out by the mandrel is changed over from torque control to rotational speed control, and thereafter the pressing roll is
pressed on the strip to be coiled into a coil shape to stop the rotation of the mandrel. Alternatively, before the strip
coiling operation performed by the mandrel is finished, the torque control of strip is carried out by the mandrel to
increase the tension of strip, and thereafter the pressing roll is pressed on the strip to be coiled into a coil shape to
stop the rotation of the mandrel. Thereby, effects can be achieved that the decrease in speed of coil caused by the
contact of the pressing roll can be prevented, the occurrence of defective coiling such as loosened coil outer and
telescoping can be avoided, and the rotation of coil can be stopped in a short time because the pressing roll has a
braking force when the rotation of coil is stopped after the strip coiling operation is finished.

[0140] Further, the deceleration-side torque limit of the driving unit for the coiling pinch rolls is set so that the circum-
ferential speed of the coiling pinch rolls is higher than the transfer speed of the following material when the leading
end of the following material is bitten by the coiling pinch rolls disposed on the delivery side of the strip shear after the
strip is cut by the strip shear. Thereby, an effect can be achieved that even in the case of a strip having a great sheet
thickness and high bending rigidity, the following material can be prevented from being oversupplied on the entrance
side of the coiling pinch rolls.
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Claims

A strip coiling method in which a strip sent from a rolling mill is cut to a predetermined length by a strip shear (5)
to divide the strip into a preceding strip (S;) and a following strip (S,), wherein the preceding strip and the following
strip are coiled by a first mandrel (2) and a second mandrel (1), respectively, of a Carrousel reel type coiler via
first coiling pinch rolls (17) disposed on the delivery side of said strip shear (5),

characterized in that after a tail end of the preceding strip (S4) coiled by said first mandrel (2) via said first
coiling pinch rolls (17) is cut by said strip shear (5), a circumferential speed (Vp) of said coiling pinch rolls is higher
than a transfer speed (V) of the following strip (S,) immediately after the cutting operation and lower than a coiling
speed (V,,) of the preceding strip (S;) coiled by said first mandrel (2).

The strip coiling method according to claim 1, wherein the speed ratio of said first mandrel (2) to said first coiling
pinch rolls (17) in the acceleration process is set in relation to the ratio of final speed of said first mandrel (2) to
said first coiling pinch.rolls (17).

A strip coiling method in which a strip sent from a rolling mill is cut to a predetermined length by a strip shear to
divide the strip into a preceding strip (S4) and a following strip (S,), wherein the preceding strip and the following
strip are coiled alternately by a first mandrel (107) of a downstream coiler (104) and a second mandrel (107) of an
upstream coiler (101) via first coiling pinch rolls (105) disposed on the delivery side of said strip shear (102),
wherein second coiling pinch rolls (103) are disposed on the entrance side of said first mandrel (107), character-
ized in that the relationship between the target speed Vp1 of said second coiling pinch rolls (103) after the tail end
of the preceding strip (S4) coiled by said first mandrel (107) via said second coiling pinch rolls (103) is cut by said
strip shear (102), the target speed Vp2 of said first coiling pinch rolls (105), the target sheet speed V; of the following
strip (S,) immediately after the cutting operation, and the preset coiling speed V,, of said first mandrel (107) is set
so that Vi, > V1 > Vo > V.

The strip coiling method according to claim 3, wherein after a lower pinch roll (105a) of said first coiling pinch rolls
(105) is offset and before the tail end of the preceding strip (S;) coiled by said first mandrel (107) via said second
coiling pinch rolls (103) is cut, the preceding strip (S4) is pressed by an upper pinch roll (105b) of said first coiling
pinch rolls (105) in a state in which the speed of said first lower pinch roll (105a) is made lower than the target
sheet speed V of the following strip (S,) until the actual torque value of said first lower pinch roll (105a) becomes
a preset value, and the pressing force at this time is made the preset pressing force of said offset upper pinch roll
(105b) applied to the preceding strip (Sy).

The strip coiling method according to any one of claims 1 to 3, wherein before the preceding strip (S4) cut by said
strip shear (5, 102) is continuously coiled by said first mandrel (2, 107) via said first coiling pinch rolls (17, 105)
disposed on the delivery side of said strip shear, the pressing force of said first coiling pinch rolls is set at a value
not lower than a value P determined by the following equations:

P = 2F (AU/AX) + 4 (Mg/Ax) {(1,/R,) + (I,/R,)}

where,

P: pressing force of pinch roll

F: tension of strip

Au: displacement of strip caused by the tension F

Ax: vertical displacement of pinch roll caused by the pressing force P

Mg: bending moment created on strip = (1/6) og-t2'w

opg: yield stress of strip

t: thickness of strip

w: width of strip

I, length along the roll of a portion of lower pinch roll around which the strip is bent
R_: radius of lower pinch roll

l,: length along the roll of a portion of upper pinch roll around which the strip is bent
Ry: radius of upper pinch roll.

The strip coiling method according to claim 5, wherein after said pressing force is set, a gap of said first coiling
pinch rolls (17, 105) is kept for the time from when the preceding strip (S4) comes off from said pinch rolls to when
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the following strip (S,) is bitten by said pinch rolls.

The strip coiling method according to any one of claims 1 to 6, wherein before the strip coiling operation performed
by said first mandrel (2, 107) is finished, the strip coiling control carried out by said first mandrel is changed over
from torque control to rotational speed control, and thereafter a pressing roll (19) is pressed on the preceding strip
(S4) to be coiled into a coil shape to stop the rotation of said first mandrel (2, 107).

The strip coiling method according to any one of claims 1 to 6, wherein before the strip coiling operation performed
by said first mandrel (2, 107) is finished, the torque control of the preceding strip (S,) is carried out by said first
mandrel (2, 107) to increase the tension of the strip, and thereafter a pressing roll (19) is pressed on the preceding
strip (S4) to be coiled into a coil shape to stop the rotation of said first mandrel (2, 107).

The strip coiling method according to any one of claims 1 to 8, wherein a deceleration-side torque limit of a driving
unit for said first coiling pinch rolls (17, 105) is set so that the circumferential speed of said first coiling pinch rolls
is higher than the transfer speed (V) of said following strip (S,) when the leading end of said following strip is
bitten by said first coiling pinch rolls (17, 105) disposed on the delivery side of said strip shear (5, 102) after the
strip is cut by said strip shear.

The strip coiling method according to claim 3, wherein the speed ratio of said downstream coiler (104) to said
second coiling pinch rolls (103) in the.acceleration process is set in relation to the ratio of target speed of said
downstream coiler (104) to said second coiling pinch rolls (103), and the speed ratio of said second coiling pinch
rolls (103) to said first coiling pinch rolls (105) in the acceleration process is set in relation to the ratio of target
speed of said second coiling pinch rolls (103) to said first coiling pinch rolls (105).

Patentanspriiche

1.

Bandwickelverfahren, wobei ein von einem Walzwerk ankommendes Band von einer Bandschere (5) auf eine
vorbestimmte Lange geschnitten wird, wobei das Band in ein vorlaufendes Band (S;) und ein nachfolgendes Band
(S,) zerteilt wird und das vorlaufende und das nachfolgende Band von einem ersten Dorn (2) bzw. einem zweiten
Dorn (1) auf einem Karussellwickler mittels erster Wickelklemmwalzen (17), angeordnet auf der Ausgabeseite der
Bandschere (5), aufgewickelt werden, dadurch gekennzeichnet, dass nach dem Schneiden am hinteren Ende
des mittels der Wickelklemmwalzen (17) auf den ersten Dorn (2) aufgewickelten vorlaufenden Bands (S;) mit der
Bandschere (5) unmittelbar nach dem Schneidevorgang die Umfangsgeschwindigkeit (V) der Wickelklemmwal-
zen groRer ist als die Wandergeschwindigkeit (V) des nachfolgenden Bands (S,) und kleiner als die Wickelge-
schwindigkeit (V,,,) des vorlaufenden Bandes (S;), welches vom ersten Dorn (2) aufgewickelt wird.

Bandwickelverfahren nach Anspruch 1, wobei beim Beschleunigungsvorgang das Geschwindigkeitsverhaltnis zwi-
schen dem ersten Dorn (2) und den ersten Wickelklemmwalzen (17) je nach Endgeschwindigkeitsverhaltnis zwi-
schen dem ersten Dorn (2) und den ersten Wickelklemmwalzen (17) eingestellt wird.

Bandwickelverfahren, wobei ein von einem Walzwerk ankommendes Band von einer Bandschere auf eine vorbe-
stimmte Lénge geschnitten wird, so dass das Band in ein vorlaufendes Band (S,) und ein nachfolgendes Band
(S,) unterteilt wird, und das vorlaufende Band und das nachfolgende Band wechselweise von einem ersten Dorn
(107) eines stromabwartigen Aufwicklers (104) bzw. einem zweiten Dorn (107) eines stromaufwartigen Aufwicklers
(101) aufgewickelt werden und zwar mittels erster Wickelklemmwalzen (105), die an der Ausgabeseite der Band-
schere (102) angeordnet sind, wobei zweite Wickelklemmwalzen (103) an der Eintrittsseite des ersten Dorns (107)
angeordnet sind, dadurch gekennzeichnet, dass nach dem Schneiden mit der Bandschere (102) am hinteren
Ende des vorlaufenden Bands (S,), welches vom ersten Dorn (107) mittels der zweiten Wickelklemmwalzen (103)
aufgewickelt wird, die Beziehung zwischen der Sollgeschwindigkeit V4 der zweiten Wickelklemmwalzen (103),
der Sollgeschwindigkeit Vp, der ersten Wickelklemmwalzen (105), der Soll-Blechgeschwindigkeit V4 des nachfol-
genden Bands (S,) unmittelbar nach dem Schneidevorgang und der voreingestellten, Aufwickelgeschwindigkeit
Vm des ersten Dorns (107) so eingestellt wird, dass gilt Vi, > V4 > Vo > V.

Bandwickelverfahren nach Anspruch 3, worin nach dem Versetzen einer unteren Klemmwalze (105a) der ersten
Wickelklemmwalzen (105) und vor dem Schneiden des hinteren Endes des vorlaufenden Bands (S;), das der
erste Dorn (107) mittels zweiter Wickelklemmwalzen (103) aufwickelt, das vorlaufende Band (S,) von einer oberen
Klemmwalze (105b) der ersten Wickelklemmwalzen (105) in einem Zustand gepresst wird, in dem die Geschwin-
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digkeit der ersten unteren Klemmwalze (105a) kleiner gemacht wird als die Sollgeschwindigkeit V¢ des nachfol-
genden Bands (S,), bis der tatsachliche Drehmomentwert der ersten unteren Klemmwalze (105a) einen vorein-
gestellten Wert annimmt, und die Presskraft zu diesem Zeitpunkt der voreingestellten Presskraft der versetzten
oberen Klemmwalze (105b) angeglichen wird, die auf das vorlaufende Band (S;) ausgelbt wird.

Bandwickelverfahren nach irgendeinem der Anspriiche 1 bis 3, worin vor dem kontinuierlichen Aufwickeln des
vorlaufenden Bands (S,), das die Bandschere (5, 102) abschneidet, vom ersten Dorn (2, 107) mittels erster Wik-
kelklemmwalzen (17, 105), die an der Ausgabeseite der Bandschere angeordnet sind, die Presskraft der ersten
Wickelklemmwalzen auf einen Wert eingestellt wird, der nicht geringer ist als ein Wert P, der durch die folgenden
Gleichungen bestimmt ist:

P = 2F (AU/AX) + 4(Mg/AX) {(I,/R,) + (I,/R )}

wobei gilt:

P: Presskraft der Klemmwalze,

F: Spannung des Bands,

Au: von der Spannung F verursachte Verschiebung des Bands,

Ax: von der Presskraft P verursachte vertikale Verschiebung der Klemmwalze,

Mg: auf dem Band erzeugtes Biegemoment = (1/6) 6g-t2-w,

og: Streckspannung des Bands,

t: Dicke des Bands,

w: Breite des Bands,

I,: Lange entlang der Walze eines Teils der unteren Klemmwalze, um die das Band gebogen ist,
R_: Radius der unteren Klemmwalze,

l,: Lange entlang der Walze eines Teils der oberen Klemmwalze, um die das Band gebogen ist,
Ry: Radius der oberen Klemmwalze.

Bandwickelverfahren nach Anspruch 5, worin nach dem Einstellen der Presskraft ein Spalt der ersten Wickel-
klemmwalzen (17, 105) fir die Zeit von der Freigabe des vorlaufenden Bands (S,) von den Klemmwalzen bis zum
Ergreifen des nachfolgenden Bands (S,) durch die Klemmwalzen beibehalten wird.

Bandwickelverfahren nach irgendeinem der Anspriiche 1 bis 6, worin vor dem Beenden des Bandwickelvorgangs,
den der erste Dorn (2, 107) ausflhrt, die Bandwickelregelung, die der erste Dorn ausfiihrt, von einer Drehmoment-
regelung auf eine Drehzahlregelung umgestellt wird, und anschlieRend eine Anpresswalze (19) gegen das vor-
laufende Band (S4) gepresst wird, damit es in Form eines Coils aufgewickelt wird und die Drehung des ersten
Dorns (2, 107) beendet wird.

Bandwickelverfahren nach irgendeinem der Anspriiche 1 bis 6, worin vor dem Beenden des Bandwickelvorgangs,
den der erste Dorn (2, 107) ausfuhrt, die Drehmomentregelung des vorlaufenden Bands (S,) vom ersten Dorn (2,
107) ausgefihrt wird, um die Spannung des Bands zu erhdhen, und anschlieend eine Anpresswalze (19) gegen
das vorlaufenden Band (S;) gepresst wird, damit es in Form eines Coils aufgewickelt wird und die Drehung des
ersten Dorns (2, 107) beendet wird.

Bandwickelverfahren nach irgendeinem der Anspriiche 1 bis 8, worin die verzégerungsseitige Drehmomentgrenze
einer Antriebseinheit fur die ersten Wickelklemmwalzen (17, 105) so eingestellt wird, dass die Umfangsgeschwin-
digkeit der ersten Wickelklemmwalzen hoher ist als die Wandergeschwindigkeit (V) des nachfolgenden Bands
(S5), wenn nach dem Schneiden des Bands mit der Bandschere das Vorderende des nachfolgenden Bands von
den ersten Wickelklemmwalzen (17, 105), angeordnet an der Ausgabeseite der Bandschere (5, 102), ergriffen wird.

Bandwickelverfahren nach Anspruch 3, worin beim Beschleunigungsvorgang das Geschwindigkeitsverhaltnis zwi-
schen dem stromabwartigen Aufwickler (104) und den zweiten Wickelklemmwalzen (103) abhangig vom Verhaltnis
der Soligeschwindigkeit zwischen dem stromabwartigen Aufwickler (104) und den zweiten Wickelklemmwalzen
(103) eingestellt wird, und das Geschwindigkeitsverhaltnis zwischen den zweiten Wickelklemmwalzen (103) und
den ersten Wickelklemmwalzen (105) beim Beschleunigungsvorgang abhangig vom Sollgeschwindigkeitsverhalt-
nis zwischen den zweiten Wickelklemmwalzen (103) und den ersten Wickelklemmwalzen (105) eingestellt wird.
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Revendications

Procédé d'enroulement de bandes dans lequel une bande transmise par un laminoir est coupée a une longueur
prédéterminée par une cisaille (5) pour diviser la bande en une bande précédente (S;) et une bande suivante (S,),
la bande précédente et la bande suivante étant enroulées respectivement par un premier mandrin (2) et un deuxie-
me mandrin (1) d'un enrouleur de type a dévidoir en carrousel via des premiers rouleaux de pincement d'enrou-
lement (17) disposés du c6té sortie de ladite cisaille (5),

caractérisé en ce que, aprés qu'une extrémité de queue de la bande précédente (S,) enroulée par ledit
premier mandrin (2) via lesdits premiers rouleaux de pincement d'enroulement (17) a été coupée par ladite cisaille
(5), une vitesse circonférentielle (Vp) desdits rouleaux de pincement d'enroulement est supérieure a une vitesse
de transfert (V) de la bande suivante (S,) immédiatement aprés I'opération de coupe et inférieure a une vitesse
d'enroulement (V,,,) de la bande précédente (S;) enroulée par ledit premier mandrin (2).

Procédé d'enroulement de bandes selon la revendication 1, dans lequel le rapport des vitesses dudit premier
mandrin (2) et desdits premiers rouleaux de pincement d'enroulement (17) dans le processus d'accélération est
réglé relativement au rapport de la vitesse finale dudit premier mandrin (2) et desdits premiers rouleaux de pince-
ment d'enroulement (17).

Procédé d'enroulement de bandes dans lequel une bande transmise par un laminoir est coupée a une longueur
prédéterminée par une cisaille pour diviser la bande en une bande précédente (S,) et une bande suivante (S,),
la bande précédente et la bande suivante étant enroulées alternativement par un premier mandrin (107) d'un
enrouleur aval (104) et un deuxiéme mandrin (107) d'un enrouleur amont (101) via des premiers rouleaux de
pincement d'enroulement (105) disposés du cbté sortie de ladite cisaille (102), des deuxiemes rouleaux de pince-
ment d'enroulement (103) étant disposés du c6té entrée dudit premier mandrin (107), caractérisé en ce que la
relation entre la vitesse désirée Vp1 desdits deuxiémes rouleaux de pincement d'enroulement (103) aprés que
I'extréemité de queue de la bande précédente (S,) enroulée par ledit premier mandrin (107) via lesdits deuxiémes
rouleaux de pincement d'enroulement (103) a été coupée par ladite cisaille (102), la vitesse désirée sz desdits
premiers rouleaux de pincement d'enroulement (105), la vitesse de feuille désirée V4 de la bande suivante (S,)
immédiatement aprés I'opération de coupe et la vitesse d'enroulement préétablie V,, dudit premier mandrin (107)
est telle que V,, > V1 > Vo > V.

Procédé d'enroulement de bandes selon la revendication 3, dans lequel, aprés qu'un rouleau de pincement infé-
rieur (105a) desdits premiers rouleaux de pincement d'enroulement (105) a été décalé et avant que I'extrémité de
queue de la bande précédente (S;) enroulée par ledit premier mandrin (107) via lesdits deuxiémes rouleaux de
pincement d'enroulement (103) ait été coupée, la bande précédente (S;) est pressée par un rouleau de pincement
supérieur (105b) desdits premiers rouleaux de pincement d'enroulement (105) dans un état dans lequel la vitesse
dudit premier rouleau de pincement inférieur (105a) est rendue inférieure a la vitesse de feuille désirée V, de la
bande suivante (S,) jusqu'a ce que la valeur de couple actuelle dudit premier rouleau de pincement inférieur (105a)
devienne égale a une valeur préétablie, et la force de pressage a cet instant est rendue égale a la force de pressage
préétablie dudit rouleau de pincement supérieur décalé (105b) appliqué a la bande précédente (S;).

Procédé d'enroulement de bandes selon I'une quelconque des revendications 1 a 3, dans lequel, avant que la
bande précédente (S;) coupée par ladite cisaille (5, 102) soit enroulée en continu par ledit premier mandrin (2,
107) via lesdits premiers rouleaux de pincement d'enroulement (17, 105) placés du cété sortie de ladite cisaille,
la force de pressage desdits premiers rouleaux de pincement d'enroulement est réglée a une valeur supérieure
ou égale a une valeur P déterminée par les équations suivantes :

P = 2F (AU/AX) + 4(Mg/AX) {(I/R,) + (I,/R)}

avec
P : force de pressage de rouleau de pincement
F : tension de la bande
Au : déplacement de bande dU a la tension F
Ax : déplacement vertical de rouleau de pincement di a la force de pressage P
Mg : moment de flexion créé sur la bande = (1/6) og-t2-W
og : limite élastique de la bande
t: épaisseur de la bande

21



10

15

20

25

30

35

40

45

50

55

10.

EP 1 121 994 B1

w : largeur de la bande

I, : longueur le long du rouleau d'une partie du rouleau de pincement inférieur autour de laquelle la bande
se courbe

R, : rayon du rouleau de pincement inférieur

I, : longueur le long du rouleau d'une partie du rouleau de pincement supérieur autour de laquelle la bande
se courbe

Ry : rayon du rouleau de pincement supérieur

Procédé d'enroulement de bandes selon la revendication 5, dans lequel, aprés le réglage de ladite force de pres-
sage, un écart desdits premiers rouleaux de pincement d'enroulement (17, 105) est maintenu pour une durée
allant du moment ou la bande précédente (S4,) quitte lesdits rouleaux de pincement au moment ou la bande
suivante (S,) est pincée par lesdits rouleaux de pincement.

Procédé d'enroulement de bandes selon I'une quelconque des revendications 1 a 6, dans lequel, avant que l'opé-
ration d'enroulement de bande effectuée par ledit premier mandrin (2, 107) soit finie, la régulation d'enroulement
de bande exécutée par ledit premier mandrin passe d'une régulation de couple a une régulation de vitesse de
rotation, puis un rouleau de pressage (19) exerce une pression sur la bande précédente (S;) a enrouler en forme
d'enroulement pour stopper la rotation dudit premier mandrin (2, 107).

Procédé d'enroulement de bandes selon I'une quelconque des revendications 1 a 6, dans lequel, avant que l'opé-
ration d'enroulement de bande effectuée par ledit premier mandrin (2, 107) soit finie, la régulation de couple de la
bande précédente (S,) est exécutée par ledit premier mandrin (2, 107) pour augmenter la tension de la bande,
puis un rouleau de pressage (19) exerce une pression sur la bande précédente (S,) & enrouler en forme d'enrou-
lement pour stopper la rotation dudit premier mandrin (2, 107).

Procédé d'enroulement de bandes selon I'une quelconque des revendications 1 a 8, dans lequel une limite de
couple cbté décélération d'une unité d'entrainement pour lesdits premiers rouleaux de pincement d'enroulement
(17, 105) est réglée de maniere telle que la vitesse circonférentielle desdits premiers rouleaux de pincement d'en-
roulement est supérieure a la vitesse de transfert (V) de ladite bande suivante (S,) lorsque I'extrémité avant de
ladite bande suivante est pincée par lesdits premiers rouleaux de pincement d'enroulement (17, 105) disposés du
cété sortie de ladite cisaille (5, 102) aprés que la bande a été coupée par ladite cisaille.

Procédé d'enroulement de bandes selon la revendication 3, dans lequel le rapport des vitesses dudit enrouleur
aval (104) et desdits deuxiemes rouleaux de pincement d'enroulement (103) dans le processus d'accélération est
réglé relativement au rapport de la vitesse désirée dudit enrouleur aval (104) et desdits deuxiémes rouleaux de
pincement d'enroulement (103), et le rapport des vitesses desdits deuxiémes rouleaux de pincement d'enroule-
ment (103) et desdits premiers rouleaux de pincement d'enroulement (105) dans le processus d'accélération est
réglé relativement au rapport dé la vitesse désirée desdits deuxiemes rouleaux de pincement d'enroulement (103)
et desdits premiers rouleaux de pincement d'enroulement (105).
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