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in thickness at the extreme edges of steel sheets.

(c)JFE Steel Corporation, 2003
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| Tin Mill Products with an Excellent Expansion Formability
for Welded Cans
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Can budy afler welding Can body after expand forming Low-C Al killed steel
Welding part ay Expand forming Hot rolling
Shrinking Finishing delivery temp. (FDT) = 900°C

Finishing sheet thickness = 2 mm

Sectional die {Ni plating)

Fig. 1 Schematic illustration of expand lorming ‘

Temper rolling
Temper grade = T4

Shearing
Normal method + *

Llectrolytic tinning
N Total Sn = 0.9 g/m’
direction Metallic Cr - 8 mg/m”
Oxide Cr = 6§ mg/m”
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PET film lamination 500 15
{double sided lamination) ) "
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Roll forming and high-speed welding P
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: Distance from a center of welding line

Expand forming . . . . .
{Maximum expansion = 14%) Fig. 5 Hardness distribution in a vicinity of welding line
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