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ABSTRACT

Steel is produced through the steel-making process with a desired shape by a rolling press. Scrap is
removed according to the sheet edge to improve the quality of the product. This machine is called a side
trimmer. This study aimed to develop a side trimmer for automatically changing the width of the trimming
knife without line stopping. This machine consists of a housing opening device and a turning device. The
measuring technologies of sheet width, trimming knife rotation angle, and knife gap for increasing the
control accuracy. This experiment was conducted to evaluate the performance of the developed technologies.
It was reduced by 10% compared with the operation time of the conventional method.
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Fig. 1 Rolling process for the production of
cold-rolled steel
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Fig. 2 Concept of width change of the steel
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Fig. 3 Concept of width change with line non-stop
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Fig. 8 Lap and gap measurement system

Table 1 Specification of sensor

Contents Specification
Measuring range Z +48mm, X 62mm
Repeatability Z 2um, X 20um
Linearity +0.1% of FS
Environment IP67(IEC60529)
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Fig. 9 Control principle of S curve control and
installation
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Table 2 Experimental results

Change Change Control Toe-In
‘Width(mm) Length(m) Time(sec.) Angle(deg.)
85 8.5 17 0.25
90 9.0 18 0.25
95 9.5 19 0.26
90 9.0 18 0.25
85 8.5 17 0.27
90 9.0 18 0.25
95 9.5 19 0.25
90 9.0 18 0.26
85 8.5 17 0.26
90 9.0 18 0.25
95 9.5 19 0.25
90 9.0 18 0.25
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