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cutter and/or a cutting disc, which rotates horizontally and co-currently or counter-currently

with the moving direction of the metal sheet, may be installed. The installation of the
second cutter depends on the type of the metal sheet. Finally, the slit is pressed by a roller

to produce a deep, smooth and uniform slit.

The present invention is the development of a method for slitting a metal sheet and
pressed the produced to produce a deep, smooth and uniform slit.
BRIEF DESCRIPTION OF THE DRAWINGS

Figure 1 shows the components of the first embodiment of the slitting process of the
present invention. This figure show the cutter and the roller.

Figure 2 shows the components of the second embodiment of the slitting process of
the present invention. This figure show the cutter disc and the roller.

Figure 3 shows the components of the third embodiment of the slitting process of

the present invention. This figure show the cutter disc and the roller.



Figure 1 shows the conponents of the first enbodi nent
of the slitting process of the present invention.
This figure show the cutter and the roller. Figure 2
shows the conponents of the second enbodi nent of the
slitting process of the present invention. This
figure show the cutter disc“and the roller. Figure 3
shows the conponents of the third enbodi ment of the
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and the cutting disc 12, the surface of the netal
sheet will be slit twice on the sane slit. Finally,
the netal sheet is inserted between the press rollers
13 a and 13b which will press to produce a snooth
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4. A method for shttlng a metal sheet according to claim 1, characterized in that
only the press rollers are used.

5. A method for slitting a metal sheet according to claim 1, characterized in that
only a cutter and press rollers are used.

6. A method for slitting a metal sheet according to claim 1, characterized in that

only a cutting disc having cutting blade along its circumference and press rollers are used.



