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(54) METHOD AND SYSTEM FOR WELDING A GUIDING STRIP WITH STAINLESS STEEL COIL

(57) A method and a system for welding guiding
strips for a stainless steel coil are provided, wherein the
method comprises the steps of: welding a guiding strip
for the steel strip head at the end of an annealing and
pickling line for a raw coil; introducing the guiding strip
for the head to a coiler; winding the steel strip with the
guiding strip welded thereto into a stainless steel coil;
conveying the steel coil to an uncoiler; unwinding the
outer circle of the steel coil by the uncoiler; welding a

guiding strip for the outer circle; rewinding the steel strip
together with the guiding strip for the outer circle by the
uncoiler. The method and the system for welding guiding
strips for a stainless steel coil is not only applicable for
the stainless guiding strip, but also for other kinds of steel
guiding strip, the cost of the device is low, usage efficien-
cy of the associated devices is high. Furthermore, no
need to completely unwind the coil, a partial unwinding
enables welding both ends of the stainless steel coil.
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Description
CROSS REFERENCE TO RELATED APPLICATION

[0001] This application claims priority from Chinese
Patent Application No. 200710061655.X, titled "METH-
OD FOR WELDING A GUIDING STRIP WITH STAIN-
LESS STEEL COIL", filed on March 28, 2007, the dis-
closures of which are incorporated herein by reference
in its entirety.

FIELD OF THE PRESENT INVENTION

[0002] The presentinvention relates to the technology
of welding guiding strips for a stainless steel coil, more
particularly to a method and a system for welding a guid-
ing strip with a stainless steel coil.

BACKGROUND

[0003] Conventionally, in the course of cold rolling of
a stainless steel strip, rolling is carried out by a single
stand reversible cold rolling mill. As the distances from
the coilers on both sides to the center of the rollers are
large, the total length of the stainless steel raw material
which cannot be rolled on both sides is about 14-16 m,
thereby reducing the finished product ratio greatly. For
the purpose of utilizing this part of raw material effectively
and thus increasing the finished product ratio, normally
guiding strips with thickness smaller than that of base
material are welded on both ends of the stainless steel
raw material strip, thereby increasing the available rolling
length and improving the finished product ratio.

[0004] Now, there are two existing methods of welding
guiding strips for a stainless steel coil. One of the method
is welding guiding strips on a black coil (the steel coil
which is not treated by annealing and pickling) by adopt-
ing a complete preparatory machine, which comprises
the following steps in sequence: uncoiling, head cutting,
welding a guiding strip, uncoiling the entire coil on the
coiler, head cutting at the tail end and welding a guiding
strip, thereby it achieves the welding of guiding strips at
both ends of the coil. In this method, as it must uncoil the
entire coil on a coiler and then perform the welding of a
guiding strip at the tail end, the shortcomings of this meth-
od are: the necessity of providing a complete preparatory
machine, a large amount of investment, the necessity of
uncoiling the entire coil when welding guiding strips, the
long time of device occupation, the low usage efficiency
of the device and the high possibility of the damage to
the surface of the steel coil. Also, as guiding strips are
directly welded to a black coil, the tension control in the
subsequent production at the annealing and pickling line
becomes difficult, which may cause serious results, such
as strip breakage inside the furnace. At the same time,
as the guiding strip itself also passes through the hot
processing production line with the steel coil, it occupies
the machine and influences the capacity of the annealing
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and pickling line for the raw material. Further, as the guid-
ing strip is required to pass through the production line
together with the stainless steel, it must use 300 series
austenitic stainless steel as the material of the guiding
strip. The other method is welding a guiding strip for the
head on a simple preparation assembling set (which only
includes a coiler and a welding machine without a coiler),
which comprises the following steps in sequence: uncoil-
ing, head cutting, welding guiding strip and withdrawing
the steel coil back to the coiler. This method has the ad-
vantage of low device investment. And it can weld the
guiding strip to a white coil (the steel coil which is treated
by annealing and pickling) without the uncoiling of the
entire coil. However, the guiding strip can only be welded
to one end of the steel coil and can not be welded to the
other end, which will not satisfy the need of stainless steel
production. And the consumption of raw material is large
during rolling process.

SUMMARY OF THE PRESENT INVENTION

[0005] In order to overcome the above shortcomings
of the existing methods for welding guiding strips for a
stainless steel coil, according to the present invention, it
is provided a method and a system for welding guiding
strips for a stainless steel coil, which can reduce the de-
vice investment and increase the usage efficiency of the
device.

[0006] The method for welding guiding strips for a
stainless steel coil according to the present invention
comprises the steps as follows:

[0007] Welding a guiding strip for the steel strip head
at the end of an annealing and pickling line for a raw
material;

[0008] introducing the guiding strip for the head to a
coiler; and winding the steel strip with the guiding strip
welded thereto into a stainless steel coil;

[0009] conveying the steel coil to an uncoiler;

[0010] unwinding the outer circle of the steel coil by
the uncaoiler;

[0011] welding a guiding strip for the outer circle; and

[0012] rewinding the guiding strip for the outer circle
together with the steel coil by the uncoiler. In the above
method for welding guiding strips for a stainless steel
coil, the material of the guiding strip may be the stainless
steel plate which is the same with that of the steel cail,
or may be the stainless steel plate which is different from
that of the steel coil. It is also possible to use the guiding
strip made of carbon steel plate, galvanized steel plate
or alloy steel plate.

[0013] The system forwelding guiding strips for a stain-
less steel coil according to an embodiment of the present
invention comprises a preparation assembling set con-
sisted of an uncoiler and a first welding machine, wherein
the uncoiler unwinds the outer circle of the steel coil, the
first welding machine welds the guiding strip for the outer
circle, and the uncoiler rewinds so as to wind the guiding
strip for the outer circle together with the steel coil after
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welding, which further comprises:

[0014] a second welding machine provided at the end
of an annealing and pickling line for a raw material, for
welding a guiding strip for the steel strip head ;

[0015] a coiler, for introducing the guiding strip for the
head and winding the steel strip with the guiding strip for
the head welded thereto into a steel coil ;

[0016] a conveying apparatus, for conveying the steel
coil to the uncoiler.

[0017] The systemmay furtherinclude an edge digging
machine. After the welding of the second welding ma-
chine, the edge digging machine is used for performing
the edge digging treatment of the welding seam between
the steel strip and the guiding strip for the head.

[0018] According the presentinvention, it achieves the
function of welding guiding strips at both ends of the white
coil by means of adding a welding machine at the end of
the annealing and pickling line for a raw material, which
is used for the welding of the guiding strip for the steel
strip head, and adding a simple preparation assembling
set matched with the annealing and pickling line for a raw
material, which is used for the welding of the guiding strip
for the steel strip tail. Therefore, the present invention
solves the problems caused by the existing methods
commonly used for welding the guiding strips, such as
the influence to the production capacity of the annealing
and pickling line for a raw material; the difficulties in the
force control in the annealing and pickling line for a raw
material, especially the tension control in the furnace,
which may cause the problem of strip breakage inside
the furnace; and the surface damage due to one more
time entire coil uncoiling for welding the guiding strip.
[0019] Compared with the prior methods for welding
guiding strips for the stainless steel coil, the method for
welding guiding strips for the stainless steel coil accord-
ing the present invention has the advantages as follows:
[0020] 1) by using the simple preparation assembling
set matched with the annealing and pickling line device
for a raw material, it can realize the welding of guiding
strips at both ends of the treated white coil, thereby solv-
ing the problems of high investment, low efficiency and
surface damage of steel strip due to one more time entire
coil uncoiling, while sufficiently increasing the production
capacity of the annealing and pickling line for a raw ma-
terial, and radically eliminating the serious problem of
strip breakage inside the furnace in the annealing and
pickling line for a raw material due to the difficulty of the
tension control for the annealing and pickling line for a
raw material when welding guiding strips on a black coil.
[0021] 2) compared with the method of welding a guid-
ing strip by the existing simple preparation assembling
set, it can realize the welding of guiding strips at both
ends of the white coil, and thus the consumption of stain-
less steel base material can be reduced in the following
processing.

[0022] 3) as the guiding strips are welded to the white
coil which has been treated in the annealing and pickling
line for a raw material, the guiding strips may no longer
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pass through the annealing and pickling line for a raw
material together with the stainless steel, thereby reduc-
ing the consumption of the stainless steel guiding strips
in the annealing and pickling line for a raw material.
[0023] 4) as the devices, such as the coiler, of the an-
nealing and pickling line for a raw material can be utilized,
compared with the arrangement of providing the devices
with the same functions, the number of the components
of the preparation assembling set can be reduced, there-
by reducing dramatically the investment cost.

[0024] 5) as the guiding strips are welded to the white
coil which has been treated in the annealing and pickling
line for a raw material, the guiding strips may no longer
pass through the annealing and pickling line for a raw
material together with the stainless steel coil, thereby it
has the possibility of using carbon steel guiding strip, zinc
galvanized steel guiding strip and alloy steel guiding strip
in the production of stainless steel according to the
present invention.

[0025] According to the method for welding guiding
strips for stainless steel coil of the present invention, it
can increase the production capacity of the annealing
and pickling line for a raw material, eliminate the influ-
ences of the guiding strips to the control of the annealing
and pickling line for a raw material and thus eliminate the
danger of the breakage of the guiding inside the furnace,
and dramatically reduce the consumption of the stainless
steel guiding strip in the following processing and when
the guiding strip passing through the annealing and pick-
ling line for a raw material. Meanwhile, as it can realize
the welding of guiding strips at both ends of the white coil
only with the aid of a simple preparation assembling set,
device investment can be efficiently reduced. And carbon
steel guiding strip, zinc galvanized steel guiding strip and
alloy steel guiding strip can be used, thereby eliminating
the limitation of the necessity of using stainless steel guid-
ing strip.

BRIEF DESCRIPTION OF THE DRAWINGS

[0026] Figure 1is aschematic view of cutting steel strip
head in the method for welding guiding strips for a stain-
less steel coil according to an example of the present
invention.

[0027] Figure 2is a schematic view of welding the guid-
ing strip for the steel strip head in the method for welding
guiding strips for a stainless steel coil according to an
example of the present invention.

[0028] Figure 3is aschematic view of winding the steel
strip with the stainless steel guiding strip welded thereto
in the method for welding guiding strips for a stainless
steel coil according to an example of the present inven-
tion.

[0029] Figure 4 is a schematic view of cutting the tail
end of the stainless steel strip in the method for welding
guiding strips for a stainless steel coil according to an
example of the present invention.

[0030] Figure 5 is a schematic view of conveying a
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steel coil in the method for welding guiding strips for a
stainless steel coil according to an example of the present
invention.

[0031] Figure 6 is a schematic view of unwinding the
stainless steel coil by the uncoiler in the method for weld-
ing guiding strips for a stainless steel coil according to
an example of the present invention.

[0032] Figure7is aschematic view of welding the guid-
ing strip for the steel strip tail in the method for welding
guiding strips for a stainless steel coil according to an
example of the present invention.

[0033] Figure 8is aschematic view of winding the steel
coil by the uncoiler in the method for welding guiding
strips for a stainless steel coil according to an example
of the present invention.

[0034] Figure 9 is a reference top view showing the
main devices and associated devices in the method for
welding guiding strips for a stainless steel coil according
to an example of the present invention.

[0035] Figure 10 is a reference side view, with under-
ground parts sectioned, showing the main devices and
associated devices in the method for welding guiding
strips for a stainless steel coil according to an example
of the present invention.

The reference symbols in the above figures are:

. looper

. stainless steel strip

. cutting machine

. carrier platform

. the steel strip head

. welding machine

. edge digging machine

. guiding strip platform

. guiding strip

. coiler

. uncoiler

. straightening machine

. welding machine

. edge digging machine

. guiding strip platform

. stainless steel coll

. the steel strip tail

. steel coil car

. guiding strip

. roller track

. pinch roller

. guide roller

. guide roller

. coiler

. pinch roller

. plate piler for guiding strip
. waste material bucket

. walking beam

. plate piler for guiding strip
. suction-cup crane for guiding strip
. packing paper machine
. packing paper machine
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33. suction-cup crane for guiding strip

DETAILED DESCRIPTION OF THE PRESENT INVEN-
TION

[0036] Inthefollowing, the embodiments of the method
for welding guiding strips for a stainless steel coil accord-
ing to the present invention are described in details with
reference to the figures. But the embodiments of the
method for welding guiding strips for a stainless steel coll
according to the present invention would not be limited
to the examples as follows.

[0037] The example of the present invention provides
a system for welding guiding strips for a stainless steel
coil, which comprises a preparation assembling set con-
sisted of an uncoiler and a first welding machine, wherein
the uncoiler unwinds the outer circle of the steel coil, the
first welding machine welds a guiding strip for the outer
circle, and the uncoiler rewinds so as to wind the guiding
strip for the outer circle together with the steel coil after
welding, which further comprises:

[0038] a second welding machine provided at the end
of an annealing and pickling line for a raw material, for
welding a guiding strip for the head to the steel coil;
[0039] a coiler, for introducing the guiding strip for the
head and winding the steel strip with the guiding strip for
the head welded thereto into a steel coil;

[0040] a conveying apparatus, for conveying the steel
coil to the uncaoiler.

[0041] The system may furtherinclude an edge digging
machine. After the welding of the second welding ma-
chine, the edge digging machine is used for performing
the edge digging treatment to the welding seam between
the steel strip and the guiding strip for the head.

[0042] The method for welding guiding strips for a
stainless steel coil according to the present invention will
be described in details with reference to the example of
the system.

[0043] The system according to the example of the
present invention has the features as follows:

1) a welding machine is provided at the end of the
annealing and pickling line for a raw material;

2) an edge digging machine is added after the weld-
ing machine;

3) a simple preparation assembling set is provided
aside immediately after the annealing and pickling
line for a raw material;

4) a displacing and buffering position for the steel
coil is provided between the annealing and pickling
line for a raw material and the simple preparation
assembling set;

5) the uncoiler in the simple preparation assembling
set can uncoil as well as coil; and

6) an edge digging machine and a welding machine
are provided after the uncoiler in the simple prepa-
ration assembling set.
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[0044] Example 1

[0045] The example provides a method of welding on
a steel strip, 1500 mm in width, 260 m in length and 8
mm in thickness, spreaded from a heat treated 0Cr18Ni9
steel coil, which comprises the steps as follows:

[0046] |. welding a guiding strip for the stainless steel
strip head at the end of an annealing and pickling line for
a raw material

[0047] 1) as shown in figure 1, the stainless steel strip
2 passes through a looper 1 to the carrier platform 4 at
the outlet of the annealing and pickling line for a raw
material, a length of 200 mm is cut away with a parallel-
blade cutter 3 at the steel strip head 5 of the uncoiled
stainless steel strip 2 which is spreaded, so that the width
of the steel strip head after cutting is the same with that
of the steel strip base material for the purpose of facili-
tating welding;

[0048] 2)a0Cr18Ni9stainless steel guiding strip, 1500
mm in width, 10m in length and 6 mm in thickness, is
putted onto the guiding strip platform 8;

[0049] 3) as shown in figure 2, the front end of the
guiding strip 9, i.e. the left end in the figure, is aligned
with the cutting edge of the steel strip head of the stainless
steel strip 2, and the stainless steel guiding strip 9 is
welded to the cutting edge of the steel strip head of the
stainless steel strip 2 by a welding machine 6 which com-
prising an edge digging machine 7;

[0050] 4)the unwelded portion at the welding seam of
the stainless steel strip is digged out by the edge digging
machine 7.

[0051] II. coiling by a coiler in the annealing and pick-
ling line
[0052] 1)asshowninfigure 3, the right end of the weld-

ed guiding strip 9 is introduced into a coiler 10 so that
the stainless steel strip 2 whose front end is welded to
the stainless steel guiding strip 9 is coiled,

[0053] 2) as shown in figure 4, during the coiling proc-
ess of the coiler 10, when the tail end 17 of the stainless
steel strip 2 passes through the cutter 3, a length of 200
mm is cut away with the cutter 3 at the tail end 17 of the
stainless steel strip 2 so that the width of the steel strip
tail after cutting is the same with that of the stainless steel
base material;

[0054] 3) the stainless steel strip is coiled by the coiler
10 into a stainless steel coil 16;

[0055] Ill. Logistics conveying the steel coil

[0056] As shown in figure 5, a liftable steel coil car 18
is provided to convey the stainless steel coil 16 with a
guiding strip welded thereto to a uncoiler 11 in a simple
preparation assembling set;

[0057] IV unwinding the outer circle of the stainless
steel coil by the uncoiler

[0058] 1) as shown in figure 6, the stainless steel coil
16 is loaded onto the rotating uncoiler 11, the outer circle
of the stainless steel coil 16, i.e. the tail of the stainless
steel strip, is unwound so that a length of 15 m in the
outer circle is spreaded and then the spreaded stainless
steel strip is straightened by a straight head straightening
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machine 12 so as to make it flat;

[0059] 2) a 0Cr18Ni9 stainless steel guiding strip 19,
10 min length, 1500 mm in width and 6 mm in thickness,
is putted onto the guiding strip platform 15;

[0060] V. welding the guiding strip for the outer circle
[0061] 1)asshowninfigure7,theleftend ofthe guiding
strip 19 is aligned with the steel strip tail of the stainless
steel coil 16, and the stainless steel guiding strip 19 is
welded together with the steel strip tail of the stainless
steel coil 16 by a welding machine 13;

[0062] 2)the unwelded portion at the welding seam of
the stainless steel strip is digged out by a edge digging
machine 14;

[0063] VI. coiling the steel coil by the uncoiler

[0064] asshownin figure 8, the uncoiler 11 is actuated
to make the uncoiler 11 rotate reversely, so that the steel
strip head of the stainless steel coil 16 together with the
stainless steel guiding strip 19 welded thereto are wound
together.

[0065] VII. coil stripping

[0066] the stainless steel coil 16 is stripped from the
uncoiler 11.

[0067] It should be noted that, during the welding proc-
ess mentioned above,

[0068] a. as the welding operation for the guiding strip
is preformed at the end of the annealing and pickling line
for a raw material, it is necessary to take 5-6 minutes for
this operation. In this case, the shutdown of the process
section of the annealing and pickling line for a raw ma-
terial for waiting is not allowed. Therefore, in order to
avoid the shutdown in the process section of the anneal-
ing and pickling line for a raw material, the looper at the
end of the annealing and pickling line for a raw material
may be increased so as to increase the steel strip storage
amount of 5-6 minutes with the length of 160 m-210 m
(generally, about 200 m). For this reason, it is possible
to provide a looper with two layers, and add a tension
control system comprising a looper car, a hoist system
and corresponding tension rollers, and perform the syn-
chronous control by adopting two looper cars simultane-
ously.

[0069] b. as an edge digging treatment is needed after
welding, an edge digging machine matched with the
welding machine at the end of the annealing and pickling
line for a raw material is provided, and an edge digging
machine matched with the welding machine in the simple
preparation assembling set is also provided.

[0070] c. as the uncoiler in the simple preparation as-
sembling set must perform the functions of uncoiling and
coiling, and its rhythm must match with the rhythm of coil
striping in the annealing and pickling line for a raw ma-
terial, a steel coil storage saddle may be provided be-
tween the annealing and pickling line for a raw material
and the simple preparation assembling set as a buffing
position to adapt the rhythm of the simple preparation
assembling set according to the capacity of the annealing
and pickling line for a raw material and the rhythm of coil
striping in welding the guiding strip.
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[0071] After finishing, it is ready for the next process.
[0072] Example 2
[0073] The difference between this example and ex-

ample 1 is that the materials of the guiding strip 9 and
the guiding strip 19 are 1Cr17. The material of the stain-
less steel coil and the welding steps in this example are
the same with those in the example 1.

[0074] Example 3

[0075] The difference between this example and ex-
ample 1 is that the materials of the guiding strip 9 and
the guiding strip 19 are 2Cr13. The material of the stain-
less steel coil and the welding steps in this example are
the same with those in the example 1.

[0076] Example 4

[0077] The difference between this example and ex-
ample 1 is that the materials of the guiding strip 9 and
the guiding strip 19 are Q255. The material of the stain-
less steel coil and the welding steps in this example are
the same with those in the example 1.

[0078] Example 5

[0079] The difference between this example and ex-
ample 1 is that the materials of the guiding strip 9 and
the guiding strip 19 are 08F. The material of the stainless
steel coil and the welding steps in this example are the
same with those in the example 1.

[0080] Example 6

[0081] The difference between this example and ex-
ample 1 is that the materials of the guiding strip 9 and
the guiding strip 19 are A3. The material of the stainless
steel coil and the welding steps in this example are the
same with those in the example 1.

[0082] Example 7

[0083] The difference between this example and ex-
ample 1 is that the materials of the guiding strip 9 and
the guiding strip 19 are 45 steel. The material of the stain-
less steel coil and the welding steps in this example are
the same with those in the example 1.

[0084] Example 8

[0085] The difference between this example and ex-
ample 1 is that the materials of the guiding strip 9 and
the guiding strip 19 are galvanized carbon steel plate.
The material of the stainless steel coil and the welding
steps in this example are the same with those in the ex-

ample 1.
[0086] Example 9
[0087] The difference between this example and ex-

ample 1 is that the materials of the guiding strip 9 and
the guiding strip 19 are 15Cr alloy steel plate. The ma-
terial of the stainless steel coil and the welding steps in
this example are the same with those in the example 1.
[0088] The arrangement of the main devices used in
the examples mentioned above is shown in figures 9 and
10.

[0089] The simple preparation assembling set in the
present invention mainly comprises an uncoiler, a
straightening machine, an edge digging machine and a
welding machine. As compared with the existing prepa-
ration assembling set, the uncoiler in the present inven-
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tion can rewind so as to wind the steel strip, therefore it
does not need to uncoil the entire steel coil completely
and it does not need to provide a coiler here.

[0090] The existing preparation assembling set, which
can realize the welding of guiding strips at both ends of
the stainless steel coil, mainly comprises an uncoiler, a
straightening machine, an edge digging machine, a weld-
ing machine and a coiler.

[0091] In figure 9, the coiler 24 is used as a backup
device.

[0092] As described from the examples mentioned
above, the present invention achieves the function of
welding guiding strips at both ends of the white coil (the
stainless steel coil which is treated by annealing and pick-
ling) by means of adding a welding machine at the end
of the annealing and pickling line for a raw material, which
is used for the welding of the guiding strip for the steel
strip head, and adding a simple preparation assembling
set matched with the annealing and pickling line for araw
material, which is used for the welding of the guiding strip
for the steel strip tail. Therefore, the present invention
solves the problems caused by the existing methods
commonly used for welding the guiding strips, such as
the influence to the production capacity of the annealing
and pickling line for a raw material; the difficulties in the
force control in the annealing and pickling line for a raw
material, especially the tension control in the furnace,
which may cause the problem of strip breakage inside
the furnace; and the surface damage due to one more
time entire coil uncoiling for welding the guiding strip.
[0093] Inthe examples mentioned above, the devices
as follows can be used. However, the methods in the
examples of the present invention are not limited to use
these devices, and other devices with the same functions
can also be used.

[0094] Cutter: made by Taiyuan Heavy Machinery
Group Co., Ltd.

Main components: hydraulic driving members, cutting
blades, electrical sensing control components;
Function: cutting the steel strip along the lateral direction,
also other cutters with the corresponding functions can
be used.

[0095] Coiler: made by Taiyuan Heavy Machinery
Group Co., Ltd.

Main components: motor, drum, hydraulic driving mem-
bers, electrical sensing control components;

Function: coiling, also other coilers with the correspond-
ing functions can be used.

[0096] Uncoiler: made by Taiyuan Heavy Machinery
Group Co., Ltd.

Main components: motor, drum, hydraulic driving mem-
bers, electrical sensing control components;

Function: uncoiling and rewinding the portion of the steel
strip to the steel caoil.

[0097] Welding machine: made by Oxytechnik of Ger-
many

Model: KONTINUMAT 2000/250/3-B MIG/MAG KONTI-
D
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Main components: welding gun, electrical sensing con-
trol components;

Function: welding the stainless steel strip and the guiding
strip;

In the examples of the present invention, other welding
machines or individual welding machine separated from
the edge digging machine with the corresponding func-
tions can be used.

[0098] Edge digging machine: Made by Oxytechnik of
GERMERY, integrated with the welding machine

Main components: hydraulic driving members, cutting
blade, electrical sensing control components;

Function: digging out the unwelded portion at the welding
seam;

In the examples of the present invention, other edge dig-
ging machines or individual edge

digging machine separated from the welding machine
with the corresponding functions can be used.

[0099] Straightening machine: made by Taiyuan
Heavy Machinery Group Co., Ltd.

Main components: straightening roller, electrical sensing
control components, hydraulic driving members;
Function: straightening the steel strip to make it flat.
[0100] Inthe presentinvention, it realizes the function
of welding guiding strips at both ends of a white coil by
means of the common devices of the cutter, the coiler,
the uncoiler, the straightening machine, the edge digging
machine and the welding machine by effective linking
and matching in rhythm with the annealing and pickling
line for a raw material and providing the corresponding
functions of edge digging.

Claims

1. A method for welding guiding strips for a stainless
steel coil, characterized in that the method com-
prises the steps as follows:

welding a guiding strip for the steel strip head at
the end of an annealing and pickling line for a
raw material,

introducing the guiding strip for the head to a
coiler, and winding the steel strip with the guiding
strip welded thereto into a stainless steel coll,
conveying the steel coil to an uncoiler,
uncoiling the outer circle of the steel coil by the
uncoiler,

welding a guiding strip for the outer circle, and
Rewinding the guiding strip for the outer circle
together with the steel coil by the uncoiler.

2. The method for welding guiding strips for a stainless
steel coil according to claim 1, characterized in that
the method further comprises:

after welding the guiding strip for the steel strip
head, and before introducing the guiding strip
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for the head into the coiler, performing edge dig-
ging treatment to the welding seam between the
steel strip and the guiding strip for the head.

The method for welding guiding strips for a stainless
steel coil according to claim 1 or 2, characterized
in that the material of the guiding strip is a stainless
steel plate which is different from that of the stainless
steel coil.

The method for welding guiding strips for a stainless
steel coil according to claim 1 or 2, characterized
in that the material of the guiding strip is a carbon
steel plate.

The method for welding guiding strips for a stainless
steel coil according to claim 1 or 2, characterized
in that the material of the guiding strip is a galvanized
steel plate.

The method for welding guiding strips for a stainless
steel coil according to claim 1 or 2, characterized
in that the material of the guiding strip is an alloy
steel plate.

A system for welding guiding strips for a stainless
steel coil, which comprises a preparation assembling
set consisted of an uncoiler and a first welding ma-
chine, wherein the uncoiler unwinds the outer circle
of the steel coil, the first welding machine welds a
guiding strip for the out circle, and the uncoiler re-
winds so as to wind the guiding strip for the out circle
together with the steel coil after welding, character-
ized in that the system further comprises:

a second welding machine provided at the end
of an annealing and pickling line for a raw ma-
terial, for welding a guiding strip for the steel strip
head,

a coiler, for introducing the guiding strip for the
head and winding the steel strip with the guiding
strip for the head welded thereto into a steel coil,
a conveying apparatus, for conveying the steel
coil to the uncoiler.

The system for welding guiding strips for a stainless
steel coil according to claim 7, characterized in that
the system further comprises:

an edge digging machine, after the welding of
the second welding machine, the edge digging
machine is used for performing the edge digging
treatment to the welding seam between the steel
strip and the guiding strip for the head.

The system for welding guiding strips for a stainless
steel coil according to claim 7 or 8, characterized in
that the conveying apparatus is aliftable steel coil car.
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