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Characteristics and Line-up of IHI’s Non-Ferrous Rolling Mills
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As well as steel mills, IHI also supplies non-ferrous rolling mills for aluminum and copper alloys. Due to many kinds,
grades, and sizes of non-ferrous material being used in industry, diverse requirements exist for non-ferrous rolling mills, which
have unique characteristics unlike those of steel mills. It is expected that the demand for non-ferrous rolling mills will increase
due to the expansion of the use of non-ferrous materials in industry. This paper provides an outline of rolling mills for aluminum

and copper alloy and describes their characteristics.
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Fig. 1 Aluminum rolling process
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Fig. 2 Typical arrangement of aluminum hot rolling mill

(a) YN R%E FEEME

NEITT B — AN HIL->TETWA, HIMT TlE, &
BT EN L, T L) RUnE - BN ORIR ST
TWh.

TV = AHOBMEERTIE, FREEED — )V
TV IR L, IR | SR A E 0 —
VaA—T 4 Y TOMENRH L. ZOxKE L TTIIu—
WHEE SN TWA R E, TV = AT R
Wi o Tb, THIMT CTIREFORERIZIESE, Ih
SEEOREILZ XD Z LIk 5T, FEMOENEIZ
HELL TV 5.

F72, TIVIZT AOBMTIETIE, WEHOMT VI =
LR OMWEREET VI =y AR ET, EEMEDL
R 10 LRI b, COELMENOE(LIZL L
THETDHEED — VOMHETLOH L L 25 DT, 2
MUK T & 5 IREFAOBOIREIERE ) 2skd b s, @
%, ETMEEO— VEOMIT & ORIz H72 55/ % 2L
SHL L THEIREHIET 5. o070, Ok —
VESEHIFIZINT 2T — VY T4 27 (@ a— LD
BIRA I R B S AIEEU— VDY — VEH, Lwvio
12NNV STV B,

NS OFEICI A, HIMT ME O & LT TP
O—)L (BE4aR) 23D L, 7V =7 ABHIEIE
BEOET—)VISHEF LT b, O— VIR TA S
T—8— YA Y OAfE % O — )V SIME A Iz T
WL LICLoT, B—WANEORRE 2L & T
O — )V EAEET — VOB 2 2 b 38, EEu—Lo
NUTFA TN EBTaT 7 ANVELERZIRSELZ L
MNTEL, UL - C, RHEHHDORES T TH BifZ
FEREAIR %155 2 EHTE 5.

L2L, ®ETIE, REMEO S5 %28 EB LT

(b) #>FLRE> REIEH

FIR T3 =Y ABHEER

Fig. 3 Aluminum hot rolling mill
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Fig. 6 Aluminum single stand cold rolling mill

—0, fEET—VARY T 7 X ARG, A
AN DOR EDT 3 THRWIGEDRH Y, i) BIY
T, Zro—2 ve a— )V ) LR S oa— )b
*PEHTAZ L HDH. IHIMT Tk, 2OXRYTA 7
PERELS, Pl BAEET— VD' — 2 7 —F » Ml A
ORI T — V&8I 5 2 LT, HEMLS R
WORE LTZFIEY AT L E AL T 5.

2.3 SHEZER

TV = AL, iR TR E LTE WS
NTWEA, i TIXEMAMEZ: EOTEMEE LTH
Hwbh, FBEMINTHAS. HRIFEEE)SE S 0.30
~ 0.65 mm OffEHL & I D FAATEEIER AR S,
1 2XAZEZIET 50%DET 28 DR L, 0.2mm LD
SEFNERES LS. 0.01 mm DU OMREE Tl FEEER]
22 MERQTESTELEINS.

— AN TV X =7 AT HERRL I3 IR 4 B IR
A SN, FOEE L AR (JEERR ) (6L T,
O IR @ PREIER @ IR, TS5,
RGN Z H7250, 1 BOEEREZ T CHITERED 54
FIEIE S CRAT) T IER 2 R E T 55605 5.

EEETIE, BMORAGROY—ERE V-1 of
SR & L CERLSND. BEERTIE, Zhoo
BT 2 BhIES 5720, BN R B 1 — Ui AT
FURERIRY) NS T DR EOMENEEN TS, F
2, TEEDSIERICE 0, FERERPN RS L2 3
FERER EICE T L7272 CHEBINC 2% h 5. 20z
D, FEIERENOEIRDES AT 2 B EORBRIZHED
CHlIDRBLE S 7 STV 5.

TEEREIZ B B SETIREINE, O — VNP & Z e
T2 HETIEIEIHARTHIEEDK E 72572010012
W, 20720, FERROIRANE 2 B1E$ 2 HEY

T, FEO—VOREREZ 2L EEL )~ 7 —F 2 b
I EE T LTRHLTWA, 2L, BEICSE

L T B IRDTLRA BEBICHI S 3 160 — L Dl TR
B, FGREORLRL -7 ML, u—
NVOBMRRZZILEE D 2 & THORA B2 B1E
5HETHD.

7 RICHBRZRENE S AT A OB 2R
IHIMT CTl, ZOV'— 7 —F v MGEHIBN TR
11— )V ( Shape Sensor Roll ) Z /12 % Z & 12 & o TR
% HE)L L7232 A7 2 ( SHEETFLAT® ) (4) L4,
EAEED OB R TV I 2 AOEREICES LT
5. 88 8 B2z AR 0 — )V O 2 TR T
T —NKIH D ) X HIEH S LD FERFZERAY M 130
AENTHHKO) 7 (a—% ) LT —NORMIZZE5E
L, U=V ETHOENZEEZNETLZ EI2L-
T, B=)b s xR 5. Zokhou—)VE
EHOSA 2 ET 52 2o T, FEBTEROMH
B TH 5.

==k

JEHERF
O— Ry T4 27
BLOr I

fit

ETLAY 7 TR
£ 7R BIRIREE S 2T 24 OHEHsI

Fig. 7 Configuration of automatic shape control system
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Fig. 11 Typical arrangement of hot rolling mill for copper alloy
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Fig. 12 Typical arrangement of cold roughing mill for copper alloy
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