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Abstract

At Wire Rod Mill Plant, wire is made of the billet produced at continuous casting machine, or
rolled bloom produced at billeting mill, and the product can be classified of wire of 5.5& and bar in
coil of 14~422 in diameter(bar in coil will be referred to as coil as below). At present, wire is
produced at POSCO No.l,2,3 WRM, coil at garret line of No.2 WRM. Head and tail of coil are
properly cut and treated to scrap to fulfill the customer's satisfaction. This above cutting is done off
line, and small size coil can be cut manually with clipper, large size coil with hydraulic cutter.
Nowadays, it is being investigated to cut automatically in line with trimming shear after passing mill
stand. At the moment, Because the coil produced at the garret line of No.2 WRM is hot 400~600TC
and trimming is done manually with cutter, there are always interference from manual operation or
safety problem of bad working condition. Not only because of the diversity of the coil size 14 ~ 42
in diameter, but because of the rolling speed 2.5 ~ 22m/sec, it is required to be equipped with several
trimming shear. But this can be accomplished with only one shear installed proper place at this paper.
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2.2 PROCESS
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Fig. 3 Garret Line Process
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2.4 IN-LINE TRIMMING SHEAR
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Fig. 10 Garret Line With Trimming Shear
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