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Description

Technical Field

[0001] The present invention relates to a method of
and an apparatus for coiling a metal strip when coiling
on a mandrel the metal strip rolled at high speed like in
a hot rolling and, in particular, relates to a method of and
an apparatus for coiling a metal strip, each of which is
adapted such that wrapper rolls are pushed against an
outer coiling face of coil before a coiling is finished to
thereby brake a rotation of the coil and, by this, the ro-
tation of the coil is stopped in a short time when the coil-
ing is finished.

Background of the Invention

[0002] In a hot rolling line, a hot-rolled metal strip is
coiled by a coiler disposed in a downstream side of a
finishing mill, thereby making a coil. Hitherto, if one ma-
terial to be rolled is finish-rolled, the rolled material to be
rolled is coiled by the coiler as one coil. As to an un-
steady portion such as tip portion or tail portion of the
material to be rolled, a shape control or a meander con-
trol of the material to be rolled is difficult. Further, recent-
ly, it is desired to thin the hot-rolled metal strip, but if a
thickness of the rolled metal strip becomes thin, the
shape control or the meander control becomes more dif-
ficult. Therefore, by means of increasing a weight rolled
in a finishing roll in one time by increasing a weight of
one material to be rolled or connecting a preceding ma-
terial to be rolled and a following material to be rolled in
an inlet side of the finishing mill, it is performed to make
a rate occupied by the unsteady portion small.
[0003] In this case, since there is a limit in the weight
capable of being coiled by the coiler in one time, plural
coilers are disposed, a strip shear is provided between
the finishing mill and the coilers, the metal strip sent out
from the hot finishing mill is cut in a predetermined
length by the strip shear and, thereafter, it is coiled al-
ternately by the plural coiling devices in a coil-like form.
On this occasion, in order to shorten a time until the coil-
ing of the metal strip by the next coiling device is started,
it is necessary to stop the rotation of the coil in a short
time as far as possible after the coiling of the metal strip
by the present coiling device has finished.
[0004] As an apparatus for coiling a metal strip, which
responds to such a demand, there is disclosed one de-
scribed in Japanese Patent Laid-Open No.154550/1993
Gazette for instance. This apparatus for coiling a metal
strip is one which is, as shown in Fig. 6, adapted such
that plural wrapper rolls 6 are arranged so as to be able
to approach or separate from an outer coiling face of a
coil 5, the wrapper rolls 6 are approached toward the
outer coiling face of the coil 5 to thereby apply a prede-
termined pushing force to the outer coiling face before
finishing the coiling and, by this, a flutter of tail end of
the coil 5 is prevented and the rotation of the coil 5 is

stopped in a short time by being braked when finishing
the coiling. Further, when starting the coiling, the wrap-
per rolls 6 are disposed adjacently to a mandrel 2 of a
coiling device 1 to thereby sandwich a tip of the metal
strip between them and the mandrel 2 and, by this, have
in combination also a function of surely performing a
coiling start operation. Incidentally, it is adapted such
that, after the coiling has been started, the wrapper rolls
6 are disposed separating from the outer coiling face of
the coil 5 until a predetermined time before the coiling
is finished.
[0005] By the way, for example, in the aforesaid hot
rolling method in which the preceding material to be
rolled and the following material to be rolled are con-
nected in the inlet side of the finishing mill, it is made
possible to perform a thin material rolling by applying a
stable tension over a whole length by means of contin-
uously rolling one in which several to several tens rolling
raw materials are connected.
[0006] However, in case that a thin metal strip is coiled
at high speed by using the aforesaid conventional ap-
paratus for coiling a metal strip, as shown in Fig. 7, when
the outer coiling face of the coil 5 is pushed by the wrap-
per roll 6, if the wrapper roll 6 impinges against a portion
located in a step between an inner coiling most tip por-
tion (metal strip tip) 5a of the coil 5 in an outer coiling
face of the coil 5 and a surface of the mandrel 2 (here-
after, referred to as step portion 16), the step portion 16
is rolled by a high pressure because the coil 5 is rotating
at high speed. As a result, there is a disadvantage that
a portion, of the metal strip being coiled, located at the
step portion 16 generates a shape defect, so that a yield
is deteriorated. And, it has been confirmed that this
shape defect becomes remarkable in case that a thick-
ness is 2.3 mm or less and a coiling speed is 700 mpm
or higher. Incidentally, it is frequent that the wrapper roll
6 is provided with a convex crown, so that the aforesaid
shape defect is mainly a center buckle.
[0007] Further, in ones described in Japanese Patent
Laid-Open No.126021/1981 Gazette and Japanese
Patent Laid-Open No. 92118/1984 Gazette, there is dis-
closed a method of buffering an impact force generated
in the step portion by, in a machine for coiling a metal
strip, performing an operation for raising at a coil step
portion generated in a metal strip tip portion before an
upper roll passes in an initial stage of coiling the metal
strip on a mandrel to thereby avoid an impingement and
for lowering the upper roll after it has passed. However,
since such a case as mentioned before in which the
weight of one material to be rolled is large and the fact
the one in which several to several tens rolling raw ma-
terials are connected is continuously rolled and coiled
at high speed are not assumed, there is not disclosed
the fact that, when finishing the coiling, it is stopped in
a short time by means of braking a rotation of the coil
by the plural wrapper rolls. Accordingly, in case that a
continuous finish-rolling is performed or in case that a
large unit weight coil is rolled, since a high speed wind-
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ing is performed, there is a disadvantage that, in case
that there is the step in a coil outer coiling portion, the
step portion is rolled by a high pressure, so that this por-
tion generates the shape defect.
[0008] The invention has been made in order to solve
such a disadvantage, and its object is to provide a meth-
od of and an apparatus for coiling a metal strip, each of
which can intend an improvement in yield by adapting
such that the shape defect is not generated when coiling
a thin metal strip at high speed.

Disclosure of the Invention

[0009] According to a first aspect of the invention
there is provided a method of coiling a metal strip, after
a hot finish rolling adapted such that, before the metal
strip has finished being coiled on a mandrel, plural wrap-
per rolls are pushed against an outer coiling face of a
coil to brake a rotation of the coil, thereby stopping the
rotation of the coil,

characterized in that a position of a step portion
appearing in an outer coiling face of the coil owing to a
step between an inner coiling most tip portion of the coil
and a surface of the mandrel is detected, and a pushing
force of the wrapper roll per metre width of the coil is
made 20 kN/m or lower or a gap is created between the
wrapper roll and the outer coiling face of the coil, during
an interval of time starting a predetermined time before
and ending a predetermined time after the step portion
passes a position of the wrapper roll, at least as long as
the rotating speed of the coil is higher than a predeter-
mined speed.
[0010] An embodiment of the first method is charac-
terized in that the wrapper roll is separated from the out-
er coiling face of the coil only during the internal of time
starting the predetermined time before and ending the
predetermined time after the step portion passes the po-
sition of the wrapper roll.
[0011] Another embodiment of the method is charac-
terized in that the pushing force per metre coil width of
the wrapper roll at the step portion and a portion other
than the step portion is made 10 - 20 kN/m.
[0012] A further embodiment of the method is charac-
terized in that before the metal strip has finished being
coiled on the mandrel, the wrapper roll is brought
(caused to approach) from a waiting position nearer to
the mandrel than an open limit toward the outer coiling
face of the coil, thereby starting a pushing of the outer
coiling face.
[0013] According to a second aspect of the invention,
there is provided an apparatus for coiling a metal strip,
having a mandrel for coiling the metal strip in a coil-like
form, plural wrapper rolls for pushing an outer coiling
face of a coil coiled on the mandrel, a plurality of support
frames each of which supports a said wrapper roll and
at least one of which is provided so as to be able to ap-
proach or separate from the outer coiling face of the coil,
and drive means for causing the support frame to ap-

proach or separate from the outer coiling face of the coil,
characterized by having strip shear controlling

means for transmitting a coiling finish signal to a strip
shear for cutting the metal strip after a hot finish rolling
and to drive means for pushing the wrapper roll against
the outer coiling face of the coil,

step portion position detecting means for detect-
ing a position of a step portion appearing in the outer
coiling face of the coil owing to a step between an inner
coiling most tip portion of the coil and a surface of the
mandrel, and

wrapper roll controlling means for controlling, on
the basis of a detection position by the step portion po-
sition detecting means, the drive means such that a gap
between the wrapper roll and the outer coiling face is
created, or a pushing force of the outer coiling face by
the wrapper roll is changed.
[0014] An embodiment of the above-defined appara-
tus is characterised in that the step portion position de-
tecting means has means for detecting, when starting
to coil the metal strip, a position of a tip of the metal strip
coiled on the mandrel, means for sensing the tip position
as a rotation angle θ with respect to a predetermined
position of the mandrel, means for storing the rotation
angle θ, and means for controlling, before the metal strip
is finished to be coiled, the rotation angle θ as the posi-
tion of the step portion appearing in the outer coiling face
of the coil.
[0015] Another embodiment of the apparatus is char-
acterized in that the rotation angle θ is found by a sensor
for detecting the fact that the metal strip tip has passed,
a rotation speedometer for detecting a rotating speed of
the coil, and a sheet speed detecting sensor.
[0016] A further embodiment of the method of the in-
vention is characterized in that in the case that a rotating
speed of the coil is reduced to lower than a predeter-
mined rotating speed, the pushing force of the wrapper
roll per metre width of the coil is set so as to exceed 20
kN/m.

Brief Description of the Drawings

[0017]

Fig. 1 is a schematic view for explaining an appa-
ratus for coiling a metal strip, which is one example
of a 1st embodiment of the invention.
Fig. 2 is an explanatory view of the 1st embodiment
of the invention, which explains a relative operation
of a wrapper roll with respect to a coil outer winding
face in a coiling finish stage.
Fig. 3 is an explanatory view of the 1st embodiment
of the invention, for explaining the relative operation
of the wrapper roll with respect to the coil outer
winding face in a pushing start time.
Fig. 4 is an explanatory view of a 2nd embodiment
of the invention, which explains the relative opera-
tion of the wrapper roll with respect to the coil outer
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winding face in the coiling finish stage.
Fig. 5 is an explanatory view of a 3rd embodiment
of the invention, which explains the relative opera-
tion of the wrapper roll with respect to the coil outer
winding face in the coiling finish stage.
Fig. 6 is a schematic view for explaining a conven-
tional apparatus for coiling a metal strip.
Fig. 7 is an explanatory view for explaining a step
portion appearing in an outer coiling face of a coil
owing to a step between an inner coiling most tip
portion of the coil and a mandrel surface.

Best Mode for Carrying Out the Invention

[0018] Hereunder, embodiments of the invention are
explained by referring Fig. 1 - Fig. 5.
[0019] First, in explaining a 1st embodiment of the in-
vention by referring to Fig. 1 - Fig. 3, in Fig. 1, the ref-
erence numeral 2 denotes a mandrel for coiling, through
a pinch roll 4, a metal strip 3 cut in a predetermined
length by a strip shear (reference numeral 22 in Fig. 6)
after passing through a hot finishing mill (reference nu-
meral 21 in Fig. 6) in a coil-like form, and plural wrapper
rolls (four places in Fig. 1) 6 are arranged in a peripheral
direction with a predetermined spacing in an outer coil-
ing face side of a coil 5 coiled on the mandrel 2.
[0020] Each wrapper roll 6 is respectively supported
by a support frame (only one place is shown in Fig. 1)
7 provided so as to be rotatable through a rotation sup-
porting point 7a in a direction approaching or separating
from an outer coiling face of the coil 5, and a piston rod
8a of a hydraulic cylinder (drive means) 8 is connected
to the support frame 7. It is adapted such that, by ex-
tending the piston rod 8a, the support frame 7 is rotated
in the direction approaching the outer coiling face of the
coil 5 and thus the wrapper roll 6 contacts with the outer
coiling face and, by retracting it, the support frame 7 is
rotated in the direction separating from the outer coiling
face of the coil 5 and thus the wrapper roll 6 separates
from the outer coiling face.
[0021] Further, between the coil 5 and the pinch roll
4, there is arranged a laser sensor 9 for detecting the
fact that a tip of the metal strip 3 has passed, a detection
sensor 10 for detecting a rotating speed and a rotation
angle of the coil 5 is attached to the mandrel 2, a sheet
speed detecting sensor 11 for detecting a carrying
speed (sheet speed) of the metal strip 3 is attached to
the pinch roll 4, a rotation angle detecting sensor 12 for
detecting a rotation angle is attached to the support
frame 7, and pressure detecting sensors 13a, 13b for
detecting a working pressure are attached to the hy-
draulic cylinder 8. And, it is adapted such that, on the
basis of a signal from each sensor, a controller 14 con-
trols the hydraulic cylinder 8 through a drive circuit 15.
[0022] The controller 14 has an operation section 17
for operating, on the basis of the signals from the laser
sensor 9, the rotating speed sensor 10 and the sheet
speed detecting sensor 11, an inner coiling most tip por-

tion 5a of the coil 5 as a rotation angle θ from a prede-
termined position of the mandrel, a tip step portion stor-
ing section 19 for storing the θ, the operation section 17
for operating, on the basis of a signal from a strip shear
controlling section 20 before finishing the coiling of the
metal strip, the θ as a position of a step portion 16 ap-
pearing in the outer coiling face of the coil 5 owing to a
step between the coil and a surface of the mandrel 2,
and a control section (control means)18 for performing
a position control and a pushing force control of the
wrapper roll 6 with respect to the outer coiling face of
the coil 5 by controlling the hydraulic cylinder 8 through
the drive circuit 15. Here, in this embodiment, step por-
tion position detecting means of the invention is consti-
tuted by the laser sensor 9, the rotating speed detecting
sensor 10, the sheet speed detecting sensor 11, the op-
eration section 17, the tip step portion storing section 19
and the strip shear controlling section 20, but it may be
adapted such that the position of the step portion 16 is
detected by another publicly known detecting means or
tracking means and the like.
[0023] The control section 18 is adapted so as to con-
trol the hydraulic cylinder 8 in a coiling start stage and
a coiling finish stage. In the coiling start stage, in order
to surely perform a coiling start operation, the piston rod
8a of the hydraulic cylinder 8 is extended synchronizing
with a coiling start timing of a tip of the metal strip 3,
which is obtained on the basis of the signal from the la-
ser sensor 9 and, by this, the support frame 7 is rotated
by a predetermined angle in the direction approaching
an outer face of the mandrel 2, thereby sandwiching the
tip of the metal strip 3 between the wrapper roll 6 and
the mandrel 2. Further, after a predetermined time has
elapsed from the coiling start, the support frame 7 is ro-
tated by a predetermined angle in the direction separat-
ing from the outer coiling face of the coil 5 by retracting
the piston rod 8a and, by this, the wrapper roll 6 is
caused to wait at a predetermined position by being
shunted from the outer coiling face of the coil 5 until a
predetermined time before the coiling is finished.
[0024] Incidentally, an extension/retraction amount of
the piston rod 8a of the hydraulic cylinder 8 in this case
is controlled such that a detection angle obtained by the
rotation angle detecting sensor 12 agrees with a rotation
angle (this is stored in a storage area of the control sec-
tion 18) of the support frame 7, which is previously set
in compliance with a sandwiching position of the metal
strip 3 tip and a shunting position at the wrapper roll 6.
Further, at the coiling start time, the aforesaid step por-
tion 16 appears in the coil 5 outer coiling face between
the wrapper roll 6 and the mandrel 2 correspondingly to
the step between the most tip portion (metal strip tip) 5a
of the metal strip 3 and the surface of the mandrel 2.
[0025] On the other hand, in the coiling finish stage,
on the basis of a tail end wrapper roll pushing start signal
from the strip shear controlling unit 20, first, when start-
ing a pushing by the wrapper roll 6 against the coil 5
outer coiling face, it is judged whether or not the position

5 6



EP 1 132 155 B1

5

5

10

15

20

25

30

35

40

45

50

55

θ, of the metal strip tip portion, operated by the operation
section 17 on the basis of the signals from the laser sen-
sor 9, the rotating speed detecting sensor 10 and the
sheet speed detecting sensor 11 agrees with a contact
position, stored in the storing section 19, of the wrapper
roll 6 with respect to the coil 5 outer coiling face. In case
that it does not agree with, the piston rod 8a of the hy-
draulic cylinder 8 is extended synchronizing with a pre-
viously set pushing start timing in order to brake the ro-
tation of the coil 5 to stop it in a short time and, by this,
the support frame 7 is rotated by a predetermined angle
in the direction approaching the outer coiling face of the
coil 5, thereby bringing the wrapper roll 6 into contact
with the coil 5 outer coiling face.
[0026] In case that a position of the step portion 16
agrees with a contact start position of the wrapper roll
6, as shown in Fig. 3, the piston rod 8a of the hydraulic
cylinder 8 is retracted before a predetermined time at
which the step portion 16 reaches the contact start po-
sition of the wrapper roll 6 in order to avoid the contact
and, by this, the support frame 7 is rotated by a prede-
termined angle in the direction separating from the outer
coiling face of the coil 5 to thereby shunt the wrapper
roll 6 from the coil 5 outer coiling and, after a predeter-
mined time has elapsed from when the position of the
step portion 16 has passed a contact position of the
wrapper roll 6, the piston rod 8a of the hydraulic cylinder
8 is extended and, by this, the support frame 7 is rotated
by a predetermined angle in the direction approaching
the outer coiling face of the coil 5, thereby bringing the
wrapper roll 6 into contact with the coil 5 outer coiling
face.
[0027] Incidentally, an extension/retraction amount of
the piston rod 8a of the hydraulic cylinder 8 in this case
is controlled such that a detection angle obtained by the
rotation angle detecting sensor 12 agrees with a rotation
angle (this is stored in a storage area of the control sec-
tion 18) of the support frame 7, which is previously set
in compliance with a contact position and a shunting po-
sition with respect to the outer coiling face of the coil 5
at the wrapper roll 6.
[0028] After the wrapper roll 6 has contacted with the
outer coiling face of the coil 5, the hydraulic cylinder 8
is controlled such that a detection pressure obtained
from the pressure detecting sensors 13a, 13b agrees
with a previously set working pressure for applying a
predetermined pushing force to the outer coiling face of
the coil 5. Here, a pushing force per a coil width 1 m of
the wrapper roll 6 with respect to the outer coiling face
of the coil 5 is made a range of 10 - 20 kN/m. If the push-
ing force is lower than 20 kN/m, a braking force neces-
sary for a rotation of the coil is not obtained and, further,
it is impossible to suppress a bulge of coil outer periph-
ery portion owing to a centrifugal force at high speed
rotation time. On the other hand, if it exceeds 20 kN/m,
a high pressure is generated when the wrapper roll 6
impinges against the step portion 16 of the coil 5 rotating
at high speed, so that a center buckle occurs in the coil 5.

[0029] Next, it is explained about an actuation of the
control section 18.
[0030] First, in the coiling start stage, the piston rod
8a of the hydraulic cylinder 8 is extended synchronizing
with the coiling start timing of the tip of the metal strip 3,
which is obtained on the basis of the signal from the la-
ser sensor 9, such that the detection angle obtained by
the rotation angle detecting sensor 12 agrees with a ro-
tation angle, of the support frame 7, previously set in
compliance with a sandwiching position of the metal
strip 3 tip at the wrapper roll 6, thereby rotating the sup-
port frame 7 in the direction approaching the outer face
of the mandrel 2 and, by this, the tip of the metal strip 3
is sandwiched between the wrapper roll 6 and the man-
drel 2, thereby surely performing a coiling start opera-
tion.
[0031] Further, after a predetermined time has
elapsed from the coiling start, the piston rod 8a is re-
tracted such that the detection angle obtained by the ro-
tation angle detecting sensor 12 agrees with a rotation
angle, of the support frame 7, previously set in compli-
ance with a shunting position of the wrapper roll 6, there-
by rotating the support frame 7 in the direction separat-
ing from the outer coiling face of the coil 5 and, by this,
the wrapper roll 6 is shunted from the outer coiling face
of the coil 5 until a predetermined time before the coiling
is finished, thereby causing it to wait in a predetermined
position. Incidentally, as to this waiting position, it is ad-
vantageous to locate it as nearly to the mandrel as pos-
sible than a open limit of the wrapper roll, because an
operation for pushing the wrapper roll at a coiling finish
time can be rapidly performed.
[0032] In the coiling finish stage, first, when starting
the pushing by the wrapper roll 6 against the coil 5 outer
coiling face, it is judged whether or not the position of
the step portion 16 agrees with the contact position of
the wrapper roll 6. In case that it does not agree with,
the piston rod 8a of the hydraulic cylinder 8 is extended
synchronizing with the previously set pushing start tim-
ing such that the detection angle obtained by the rotation
angle detecting sensor 12 agrees with a rotation angle,
of the support frame 7, previously set in compliance with
the contact position with respect to the outer coiling face
of the coil 5 at the wrapper roll 6 in order to brake the
rotation of the coil 5 to stop it in a short time and, by this,
the support frame 7 is rotated in the direction approach-
ing the outer coiling face of the coil 5, thereby bringing
the wrapper roll 6 into contact with the coil 5 outer coiling
face.
[0033] In case that the position of the step portion 16
agrees with the contact position of the wrapper roll 6, as
shown in Fig. 3, the piston rod 8a of the hydraulic cylin-
der 8 is retracted before the predetermined time at which
the position of the step portion 16 reaches the contact
position of the wrapper roll 6 such that the detection an-
gle obtained by the rotation angle detecting sensor 12
agrees with a rotation angle, of the support frame 7, pre-
viously set in compliance with the shunting position with
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respect to the coil 5 outer coiling face of the wrapper roll
6 in order to avoid the contact and, by this, the support
frame 7 is rotated in the direction separating from the
outer coiling face of the coil 5 to thereby shunt the wrap-
per roll 6 from the coil 5 outer coiling and, after the pre-
determined time has elapsed from when the position of
the step portion 16 has passed the contact position of
the wrapper roll 6, the piston rod 8a of the hydraulic cyl-
inder 8 is extended such that the detection angle ob-
tained by the rotation angle detecting sensor 12 agrees
with a rotation angle, of the support frame 7, previously
set in compliance with the contact position with respect
to the coil 5 outer coiling face of the wrapper roll 6 and,
by this, the support frame 7 is rotated by in the direction
approaching the outer coiling face of the coil 5, thereby
bringing the wrapper roll 6 into contact with the coil 5
outer coiling face.
[0034] After the wrapper roll 6 has contacted with the
outer coiling face of the coil 5, the hydraulic cylinder 8
is controlled such that the detection pressure obtained
from the pressure detecting sensors 13a, 13b can obtain
a previously set braking force necessary for the rotation
of the coil 5 and agrees with a working pressure for giv-
ing a pushing pressure 10 - 20 kN/ m per a coil width 1
m, under which no shape defect occurs even if the wrap-
per coil 6 impinges against the step portion 16 of the coil
5 rotating at high speed, to the outer coiling face of the
coil 5, the outer coiling face of the coil 5 is continued to
be pushed by this pushing force until the coil 5 is speed-
reduced to a predetermined rotating speed (speed at
which no shape defect occurs in the step portion 16 even
if the wrapper roll 6 pushed by the pushing force exceed-
ing 20 kN/m impinges against the step portion 16 of the
rotating coil 5: lower than 700 mpm), and, after it has
been speed-reduced to the predetermined rotating
speed, the pushing force is increased to exceed 20 kN/
m, thereby increasing a rotation braking force of the coil
5.
[0035] As apparent from the above explanations, ac-
cording to this embodiment, in the coiling finish stage,
since it is adapted such that the braking force necessary
for the rotation of the coil 5 is obtained and the outer
coiling face of the coil 5 is pushed by the pushing force
under which no shape defect occurs even if the wrapper
coil 6 impinges against the step portion 16 of the coil 5
rotating at high speed, it is possible to adapt such that
no shape defect occurs in the metal strip existing in a
step portion 16 position after a thin (2.3 mm or less) met-
al strip is coiled at high speed (700 mpm or higher) as
the coil and, as a result, it is possible to intend an im-
provement in yield.
[0036] Further, at a pushing start time of the coil 5 out-
er face by the wrapper roll 6, since it is adapted such
that the wrapper roll 6 does not contact with the step
portion 16, the impingement between the wrapper roll 6
and the step portion 16 of the coil 5 rotating at high
speed is avoided at the pushing start time, so that an
occurrence of the shape defect can be surely prevented.

[0037] Incidentally, in the aforesaid embodiment, as
an example there is adopted a case in which the inven-
tion is applied when coiling the metal strip 3 cut in a pre-
determined length by the strip shear into a coil-like form,
but it is needless to say that the invention may be applied
to an ordinary batch rolling.
[0038] Further, as shown in Fig. 2, the wrapper roll
may be always pushed by a constant pressure irrespec-
tive of whether or not the step portion 16 exists by means
of controlling the hydraulic cylinder 8 so as to agree with
a working pressure for giving the pushing force 10 - 20
kN/m to the outer coiling face of the coil 5. It is also pos-
sible that the outer coiling face of the coil 5 is continued
to be pushed by this pushing force until the coil 5 is
speed-reduced to the predetermined rotating speed as
mentioned before and, after it is speed-reduced to the
predetermined rotating speed (lower than 700 mpm),
the pushing force is increased to enhance a rotation
braking force of the coil 5.
[0039] Next, it is explained about a method of coiling
a metal strip, which is an embodiment of a 2nd mode of
the invention, by referring to Fig. 1 and Fig. 4. Inciden-
tally, this coiling method differs with respect to the afore-
said coiling device 1 only in a controlling method of the
hydraulic cylinder 8 by the control section 18 of the con-
troller 14 after the wrapper roll 6 has contacted with the
outer coiling face of the coil 5 in the coiling finish stage.
[0040] After the wrapper roll 6 has contacted with the
outer coiling face of the coil 5 in the coiling finish stage,
the control section 18 controls the hydraulic cylinder 8
such that the detection pressure obtained from the pres-
sure detecting sensors 13a, 13b agrees with a previous-
ly set working pressure for giving a pushing force forc-
edly braking the rotation of the coil 5 to the outer coiling
face of the coil 5 until a predetermined time before the
position, of the step portion 16, operated by the opera-
tion section 17 on the basis of the signals from the laser
sensor 9, the rotating speed detecting sensor 10 and
the sheet speed detecting sensor 11 reaches a contact
position, of the wrapper roll 6 with respect to the coil 5
outer coiling face, previously stored in the storage area
(not shown). It is preferable that the pushing force on
this occasion is a large value (exceeding 20 kN/m) in
order that a braking force for the rotation of the coil 5 by
the wrapper roll 6 is obtained.
[0041] Further, during a time from a predetermined
time at which the step portion 16 reaches the contact
position of the wrapper roll 6 to a time point at which a
predetermined time has elapsed after the step portion
16 has passed the contact position of the wrapper roll
6, the hydraulic cylinder 8 is controlled such that the de-
tection pressure obtained from the pressure detecting
sensors 13a, 13b gives a weak pushing force (20 kN/m
or lower) previously set such that no shape defect oc-
curs in the step portion 16 even if the wrapper roll 6 im-
pinges against the step portion 16 of the coil 5 rotating
at high speed.
[0042] Incidentally, the control for weakening the
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pushing force by the wrapper roll 6 is performed until the
coil 5 is speed-reduced to a predetermined rotating
speed (speed at which no shape defect occurs in the
step portion 16 even if the wrapper roll 6 pushing by a
strong pushing force (exceeding 20 kN/m) impinges
against the step portion 16 of the rotating coil 5: lower
than 700 mpm) and, after being speed-reduced to the
predetermined rotating speed, the pushing force is in-
creased to enhance the rotation braking force of the coil
5.
[0043] As apparent from the above explanations, in
this embodiment since it is adapted such that, in the coil-
ing finish stage, a sufficient braking force is obtained for
the rotation of the coil 5 and, before and after the step
portion 16 passes the contact position of the wrapper
roll 6, the outer face of the coil 5 is pushed by such a
weak pushing force that no shape defect occurs in the
step portion 16 even if the wrapper roll 6 impinges
against the step portion 16 of the coil 5 rotating at high
speed, it is possible, after coiling the coil 5 of the thin
(2.3 mm or less) metal strip at high speed (700 mpm or
higher) , to prevent the shape defect from occurring in
the metal strip and, as a result, the improvement in yield
can be intended. Incidentally, since another action/ef-
fect is the same as the embodiment of the 1st mode
mentioned above, its explanation is omitted.
[0044] Next, it is explained about a method of coiling
a metal strip, which is an embodiment of a 3rd mode of
the invention, by referring to Fig. 1 and Fig. 5. Inciden-
tally, also this coiling method differs with respect to the
aforesaid coiling device 1 only in a controlling method
of the hydraulic cylinder 8 by the control section of the
controller 14 after the wrapper roll 6 has contacted with
the outer coiling face of the coil 5 in the coiling finish
stage.
[0045] After the wrapper roll 6 has contacted with the
outer coiling face of the coil 5 in the coiling finish stage,
the control section 18 controls the hydraulic cylinder 8
such that the detection pressure obtained from the pres-
sure detecting sensors 13a, 13b agrees with the previ-
ously set working pressure for giving the pushing force
forcedly braking the rotation of the coil 5 to the outer
coiling face of the coil 5 until the predetermined time be-
fore the position, of the step portion 16, operated by the
operation section 17 on the basis of the signals from the
laser sensor 9, the rotating speed detecting sensor 10
and the sheet speed detecting sensor 11 reaches the
contact position, of the wrapper roll 6 with respect to the
coil 5 outer coiling face, previously stored in the storage
area (not shown).
[0046] Further, during the time from the predeter-
mined time at which the step portion 16 reaches the con-
tact position of the wrapper roll 6 to the time point at
which the predetermined time has elapsed after the step
portion 16 has passed the contact position of the wrap-
per roll 6, the piston rod 8a of the hydraulic cylinder 8 is
retracted such that the detection angle obtained by the
rotation angle detecting sensor 12 agrees with the rota-

tion angle, of the support frame 7, previously set in com-
pliance with the shunting position of the wrapper roll 6
with respect to the coil 5 outer coiling face and, by this,
the support frame 7 is rotated in the direction separating
from the outer coiling face of the coil 5, thereby control-
ling the wrapper coil 6 so as to be shunted from the coil
5 outer coiling face..
[0047] Further, after a predetermined time has
elapsed from a time point at which the position of the
step portion 16 has passed the aforesaid contact posi-
tion, the piston rod 8a of the hydraulic cylinder 8 is ex-
tended such that the detection angle obtained by the ro-
tation angle detecting sensor 12 agrees with the rotation
angle, of the support frame 7, previously set in compli-
ance with the contact position of the wrapper roll 6 with
respect to the coil 5 outer coiling face and, by this, the
support frame 7 is rotated in the direction approaching
the outer coiling face of the coil 5, thereby bringing the
wrapper roll 6 into contact with the coil 5 outer coiling
face and, thereafter, the hydraulic cylinder 8 is rapidly
controlled such that the detection pressure obtained
from the pressure detecting sensors 13a, 13b agrees
with a previously set working pressure for giving a push-
ing force forcedly braking the rotation of the coil 5 to the
outer coiling face of the coil 5.
[0048] Incidentally, the control for shunting the wrap-
per roll 6 from the step portion 16 is performed until the
coil 5 is speed-reduced to a predetermined rotating
speed (speed at which no center buckle occurs in the
coil 5 even if the wrapper roll 6 impinges against the step
portion 16 of the rotating coil 5) and, after it has been
speed-reduced to the predetermined rotating speed
(lower than 700 mpm), the pushing force is increased to
enhance the rotation braking force of the coil 5.
[0049] As apparent from the above explanations, in
this embodiment since it is adapted such that, in the coil-
ing finish stage, a sufficient braking force is obtained for
the rotation of the coil 5 and, before and after the step
portion 16 passes the contact position of the wrapper
roll 6, the wrapper roll 6 does not impinge against the
step portion 16 of the coil 5 rotating at high speed, it is
possible, after coiling the thin (2.3 mm or less) metal
strip into the coil 5 at high speed (700 mpm or higher),
to prevent the shape defect from occurring in the metal
strip and, as a result, the improvement in yield can be
intended. Incidentally, since another action/effect is the
same as the embodiment of the 1st mode mentioned
above, its explanation is omitted.

Industrial Applicability

[0050] As apparent from the above explanations, ac-
cording to the invention, since it is possible to adapt such
that, after coiling the thin metal strip into the coil at high
speed, no shape defect occurs in the coiled metal strip,
there is obtained an effect that the improvement in yield
can be intended.
[0051] Further, when starting to push the coil outer
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coiling face by the wrapper roll, since the impingement
between the wrapper roll and the step portion of the coil
rotating at high speed can be avoided at the pushing
start time by controlling the wrapper roll so as not to con-
tact with the step portion, there is obtained an effect that
an occurrence of the shape defect can be surely pre-
vented.

Claims

1. A method of coiling a metal strip (3), after a hot finish
rolling, adapted such that, before the metal strip has
finished being coiled on a mandrel (2), plural wrap-
per rolls (6) are pushed against an outer coiling face
of a coil (5) to brake a rotation of the coil (5), thereby
stopping the rotation of the coil,

characterized in that a position of a step por-
tion (16) appearing in an outer coiling face of the
coil (5) owing to a step between an inner coiling
most tip portion (5a) of the coil and a surface of the
mandrel (2) is detected, and a pushing force of the
wrapper roll (6) per metre width of the coil is made
20 kN/m or lower or a gap is created between the
wrapper roll and the outer coiling face of the coil,
during an interval of time starting a predetermined
time before and ending a predetermined time after
the step portion passes a position of the wrapper
roll, at least as long as the rotating speed of the coil
is higher than a predetermined speed.

2. A method of coiling a metal strip of claim 1, char-
acterized in that the wrapper roll (6) is separated
from the outer coiling face of the coil (5) only during
said interval of time.

3. A method of coiling a metal strip of claim 1, char-
acterized in that the pushing force of the wrapper
roll (6) per metre width of the coil at the step portion
(16) and a portion other than the step portion is
made 10 - 20 kN/m.

4. A method of coiling a metal strip of any one of claims
1 - 3, characterized in that, before the metal strip
(3) has finished being coiled on the mandrel, the
wrapper roll (6) is brought from a waiting position
nearer to the mandrel (2) than an open limit toward
the outer coiling face of the coil (5), thereby starting
a pushing of the outer coiling face.

5. An apparatus for coiling a metal strip (3), having a
mandrel (2) for coiling the metal strip in a coil-like
form, plural wrapper rolls (6) for pushing an outer
coiling face of a coil (5) coiled on the mandrel, a
plurality of support frames (7) each of which sup-
ports a said wrapper roll and at least one of which
is provided so as to be able to approach or separate
from the outer coiling face of the coil, and drive

means (8) for causing the support frame to ap-
proach or separate from the outer coiling face of the
coil,

characterized by having strip shear control-
ling means (20) for transmitting a coiling finish sig-
nal to a strip shear for cutting the metal strip (3) after
a hot finish rolling and to drive means (8) for pushing
the wrapper roll (6) against the outer coiling face of
the coil (5),

step portion position detecting means (9, 10,
11, 17, 19, 20) for detecting a position of a step por-
tion (16) appearing in the outer coiling face of the
coil (5) owing to a step between an inner coiling
most tip portion (5a) of the coil and a surface of the
mandrel (2), and

wrapper roll controlling means (15) for con-
trolling, on the basis of a detection position by the
step portion position detecting means (9, 10, 11, 17,
19, 20), the drive means (8) such that a gap be-
tween the wrapper roll (6) and the outer coiling face
is created, or a pushing force of the outer coiling
face by the wrapper roll (6) is changed.

6. An apparatus for coiling a metal strip of claim 5,
characterized in that the step portion position de-
tecting means (9, 10, 11, 17, 19, 20) has:

means (9) for detecting, when starting to wind
the metal strip (3), a position of a tip (5a) of the
metal strip coiled on the mandrel (2),
means (17) for operating the tip position as a
rotation angle (θ) with respect to a predeter-
mined position of the mandrel (2), and means
(19) for storing the rotation angle (θ), and
means (20) for controlling, before the metal
strip has finished being coiled, the rotation an-
gle (θ) as the position of the step portion (16)
appearing in the outer coiling face of the coil (5).

7. An apparatus for coiling a metal strip of claim 6,
characterized in that the rotation angle (θ) is found
by:

a sensor (9) for detecting the fact that the metal
strip tip (5a) has passed,
a rotation speedometer (10) for detecting a ro-
tating speed of the coil (5), and
a sheet speed detecting sensor (11).

8. A method of coiling a metal strip of claim 1, char-
acterized in that, in case that a rotating speed of
the coil (5) is reduced to lower than a predetermined
rotating speed, the pushing force of the wrapper roll
(6) per metre width of the coil is set so as to exceed
20 kN/m.
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Patentansprüche

1. Verfahren zum Aufwickeln eines Metallstreifens (3)
nach dem Warmfertigwalzen, das so gestaltet ist,
dass, bevor der Metallstreifen vollständig auf einen
Dorn (2) aufgewickelt ist, mehrere Andrückrollen (6)
gegen eine äußere Wickelfläche eines Coils (5) ge-
drückt werden, damit die Drehung des Coils (5) ab-
gebremst und die Drehung des Coils dadurch be-
endet wird,

dadurch gekennzeichnet, dass eine Positi-
on eines Stufenabschnitts (16) erkannt wird, der in
einer äußeren Wickelfläche des Coils (5) auftritt,
und zwar aufgrund einer Stufe zwischen dem inne-
ren vordersten Wickelabschnitt (5a) des Coils und
der Oberfläche des Doms (2), und dass eine Druck-
kraft der Andrückrolle (6) pro Breitenmeter des
Coils auf 20 kN/m oder weniger eingestellt wird oder
ein Spalt zwischen der Andrückrolle und der äuße-
ren Wickelfläche des Coils hergestellt wird, und
zwar während eines Zeitintervalls, das zu einem
vorbestimmten Zeitpunkt, bevor der Stufenab-
schnitt eine Position der Andrückrolle durchläuft,
beginnt, und das zu einem vorbestimmten Zeit-
punkt, nachdem der Stufenabschnitt eine Position
der Andrückrolle durchläuft, endet, und dies minde-
stens solange die Drehzahl des Coils höher ist als
eine vorbestimmte Drehzahl.

2. Verfahren zum Aufwickeln eines Metallstreifens
nach Anspruch 1, dadurch gekennzeichnet, dass
die Andrückrolle (6) nur während des Zeitintervalls
von der äußeren Wickelfläche des Coils (5) ge-
trennt ist.

3. Verfahren zum Aufwickeln eines Metallstreifens
nach Anspruch 1, dadurch gekennzeichnet, dass
die Druckkraft der Andrückrolle (6) pro Breitenme-
ter des Coils am Stufenabschnitt (16) und in einem
Abschnitt, der nicht der Stufenabschnitt ist, auf 10
bis 20 kN/m eingestellt wird.

4. Verfahren zum Aufwickeln eines Metallstreifens
nach irgendeinem der Ansprüche 1 bis 3, dadurch
gekennzeichnet, dass, bevor der Metallstreifen
(3) vollständig auf den Dorn gewickelt ist, die An-
drückrolle (6) aus einer Warteposition näher als der
freie Abstand an den Dorn (2) hin zur äußeren Wik-
kelfläche des Coils (5) bewegt wird, wodurch das
Ausüben von Druck auf die äußere Wickelfläche be-
ginnt.

5. Einrichtung zum Aufwickeln eines Metallstreifens
(3), umfassend: einen Dorn (2) zum Aufwickeln des
Metallstreifens in Form einer Spule, mehrere An-
drückrollen (6), die auf eine äußere Wickelfläche ei-
nes Coils (5) drücken, das auf den Dorn gewickelt
ist, zahlreiche Trägerrahmen (7), die jeweils eine

Andrückrolle tragen, und von denen mindestens ei-
ne so bereitgestellt ist, dass sie sich der äußeren
Wickelfläche des Coils nähern oder sich davon lö-
sen kann, und eine Antriebsvorrichtung (8), die den
Trägerrahmen an die äußere Wickelfläche des
Coils annähert oder ihn davon entfernt,

dadurch gekennzeichnet, dass eine Strei-
fenscheren-Kontrollvorrichtung (20) vorhanden ist,
die ein Aufwickel-Endesignal an eine Streifensche-
re sendet, damit der Metallstreifen (3) nach dem
Warmfertigwalzen durchtrennt wird, und an die An-
triebsvorrichtung (8), damit die Andrückrolle (6) ge-
gen die äußere Wickelfläche des Coils (5) gedrückt
wird,

durch eine Erfassungsvorrichtung (9, 10, 11,
17, 19, 20) für die Position des Stufenabschnitts,
die eine Position eines Stufenabschnitts (16) er-
kennt, der in der äußeren Wickelfläche des Coils (5)
erscheint, und zwar wegen einer Stufe zwischen
dem inneren vordersten Wickelabschnitt (5a) des
Coils und der Oberfläche des Doms (2), und

durch eine Andrückrollen-Kontrollvorrichtung
(15), die ausgehend von einer Position, die die Er-
fassungsvorrichtung (9, 10, 11, 17, 19, 20) für die
Position des Stufenabschnitts erkennt, die An-
triebsvorrichtung (8) so steuert, dass ein Spalt zwi-
schen der Andrückrolle (6) und der äußeren Wik-
kelfläche hergestellt wird, oder dass eine Druckkraft
verändert wird, die die Andrückrolle (6) auf die äu-
ßere Wickelfläche ausübt.

6. Einrichtung zum Aufwickeln eines Metallstreifens
nach Anspruch 5, dadurch gekennzeichnet, dass
die Erfassungsvorrichtung (9, 10, 11, 17, 19, 20) für
die Position des Stufenabschnitts umfasst:

eine Vorrichtung (9), die zu Beginn des Aufwik-
kelns des Metallstreifens (3) eine Position einer
Spitze (5a) des Metallstreifens erfasst, der auf
den Dorn (2) gewikkelt wird,
eine Vorrichtung (17), die die Spitzenposition
als Drehwinkel (θ) bezogen auf eine vorbe-
stimmte Position des Doms (2) verarbeitet, und
eine Vorrichtung (19), die den Drehwinkel (θ)
speichert, und
eine Vorrichtung (20), die vor dem Ende des
Aufwickelns des Metallstreifens den Drehwin-
kel (θ) als Position des Stufenabschnitts (16)
steuert, der in der äußeren Wickelfläche des
Coils (5) erscheint.

7. Einrichtung zum Aufwickeln eines Metallstreifens
nach Anspruch 6, dadurch gekennzeichnet, dass
der Drehwinkel (8) ermittelt wird durch:

einen Sensor (9), der feststellt, dass die Spitze
(5a) des Metallstreifens durchgelaufen ist,
einen Drehzahlmesser (10), der die Drehzahl
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des Coils (5) feststellt, und
einen Erfassungssensor (11) für die Streifenge-
schwindigkeit.

8. Verfahren zum Aufwickeln eines Metallstreifens
nach Anspruch 1, dadurch gekennzeichnet, dass
die Druckkraft der Andrückrolle (6) je Breitenmeter
des Coils so eingestellt wird, dass sie 20 kN/m über-
steigt, falls die Drehzahl des Coils (5) unter eine vor-
bestimmte Drehzahl sinkt.

Revendications

1. Procédé pour enrouler une bande métallique (3),
après un laminage de finissage à chaud, adapté de
telle sorte que, avant que la bande métallique ait
fini d'être enroulée sur un mandrin (2), plusieurs
rouleaux d'enroulage (6) soient poussés contre une
surface d'enroulage extérieure d'un enroulement
(5) pour freiner une rotation de l'enroulement (5),
de façon à arrêter par conséquent la rotation de l'en-
roulement,

caractérisé en ce qu'une position d'une par-
tie d'épaulement (16) apparaissant dans une face
d'enroulement extérieure de l'enroulement (5) du
fait d'un épaulement entre une partie de pointe ex-
trême d'enroulement intérieur (5a) de l'enroulement
et une surface du mandrin (2) est détectée, et en
ce qu'une force de poussée du rouleau d'enroulage
(5) par mètre de largeur d'enroulement est établie
à 20 kN/m ou moins ou en ce qu'un espace est créé
entre le rouleau d'enroulage et la face d'enroule-
ment extérieure de l'enroulement, pendant un inter-
valle de temps démarrant à un temps prédéterminé
avant, et s'achevant à un temps prédéterminé
après, que la partie d'épaulement soit passée par
une position du rouleau d'enroulage, au moins aus-
si long que le temps pendant lequel la vitesse de
rotation de l'enroulement est supérieure à une vi-
tesse prédéterminée.

2. Procédé pour enrouler une bande métallique selon
la revendication 1, caractérisé en ce que le rou-
leau d'enroulage (6) est séparé de la face d'enrou-
lement extérieure de l'enroulement (5) uniquement
pendant ledit intervalle de temps.

3. Procédé pour enrouler une bande métallique selon
la revendication 1, caractérisé en ce que la force
de poussée du rouleau d'enroulage (6) par mètre
de largeur de l'enroulement au niveau de la partie
d'épaulement (16) et d'une partie autre que la partie
d'épaulement est établie entre 10 et 20 kN/m.

4. Procédé pour enrouler une bande métallique selon
l'une quelconque des revendications 1 à 3, carac-
térisé en ce que, avant que la bande métallique (3)

ait fini d'être enroulée sur le mandrin, le rouleau
d'enroulage (6) est amené d'une position d'attente
plus proche du mandrin (2) qu'une limite ouverte
vers la face d'enroulement extérieure de l'enroule-
ment (5), de façon à démarrer par conséquent une
poussée de la face d'enroulement extérieure.

5. Dispositif pour enrouler une bande métallique (3),
comportant un mandrin (2) pour enrouler la bande
métallique sous la forme d'un enroulement, plu-
sieurs rouleaux d'enroulage (6) pour pousser une
face d'enroulement extérieure d'un enroulement (5)
enroulé sur le mandrin, une pluralité de bâtis de
support (7) supportant chacun l'un desdits rouleaux
d'enroulage, et dont au moins l'un est disposé de
façon à être susceptible de s'approcher ou de se
séparer de la face d'enroulement extérieure de l'en-
roulement, et des moyens d'entraînement (8) pour
faire s'approcher ou se séparer le bâti de support
de la face d'enroulement extérieure de l'enroule-
ment,

caractérisé en ce qu'il comporte des moyens
de commande de coupure de bande (20) pour
transmettre un signal d'achèvement d'enroulement
à un dispositif de coupure de bande pour couper la
bande métallique (3) après un laminage de finissa-
ge à chaud et à des moyens d'entraînement (8) pour
pousser le rouleau d'enroulage (6) contre la face
d'enroulement extérieure de l'enroulement (5),

des moyens de détection de position de partie
d'épaulement (9, 10, 11, 17, 19, 20) pour détecter
une position d'une partie d'épaulement (16) appa-
raissant dans la face d'enroulement extérieure de
l'enroulement (5) du fait d'un épaulement entre une
partie de pointe extrême d'enroulement intérieur
(5a) de l'enroulement et une surface du mandrin (2),
et

des moyens de commande de rouleau d'en-
roulage (15) pour commander, en fonction d'une po-
sition de détection par les moyens de détection de
position de partie d'épaulement (9, 10, 11, 17, 19,
20), les moyens d'entraînement (8), de telle sorte
qu'un espace entre le rouleau d'enroulage (6) et la
face d'enroulement extérieure soit créé, ou qu'une
force de poussée de la face d'enroulement extérieu-
re par le rouleau d'enroulage (6) soit changée.

6. Dispositif pour enrouler une bande métallique selon
la revendication 5, caractérisé en ce que les
moyens de détection de position de partie d'épau-
lement (9, 10, 11, 17, 19, 20) comportent :

des moyens (9) pour détecter, lors du démar-
rage de l'enroulage de la bande métallique (3),
une position d'une pointe (5a) de la bande mé-
tallique enroulée sur le mandrin (2) ;
des moyens (17) pour utiliser la position de
pointe comme angle de rotation (θ) par rapport
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à une position prédéterminée du mandrin (2),
et des moyens (19) pour mémoriser l'angle de
rotation (θ), et
des moyens (20) pour commander, avant que
la bande métallique ait fini d'être enroulée, l'an-
gle de rotation (θ) comme étant la position de
la partie d'épaulement (16) apparaissant dans
la face d'enroulement extérieure de l'enroule-
ment (5).

7. Dispositif pour enrouler une bande métallique selon
la revendication 6, caractérisé en ce que l'angle
de rotation (θ) est trouvé par :

un capteur (9) pour détecter le fait que la pointe
de bande métallique (5a) est passée,
un tachymètre de rotation (10) pour détecter
une vitesse de rotation de l'enroulement (5), et
un capteur de détecteur de vitesse de feuille
(11).

8. Procédé pour enrouler une bande métallique selon
la revendication 1, caractérisé en ce que, dans le
cas où une vitesse de rotation de l'enroulement (5)
est réduite à une valeur inférieure à une vitesse de
rotation prédéterminée, la force de poussée du rou-
leau d'enroulage (6) par mètre de largeur de l'en-
roulement est établie de façon à dépasser 20 kN/m.
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