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Rolling Technology for Aluminum Sheet and Plate
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Abstract: Furukawa Sky Aluminum manufactures a variety of aluminum sheets and plates by
means of rolling process, which is capable of volume producing high-quality aluminum rolled prod-
ucts at low costs. In the rolling process, various aluminum alloy slabs prepared by melting and
casting are processed into final products of specified thickness through hot rolling and cold roll-
ing, whereby the products undergo various treatments to provide superior performance in terms
of metallographic structures, mechanical properties, dimensional accuracy and surface quality.
Control technologies applied over the rolling process include automatic thickness control, crown
control in hot rolling, plate temperature control and automatic flatness control. Roll coating forma-
tion in hot rolling and surface defects caused by abrasion dust in cold rolling present problems
specific to aluminum rolling, and efforts are made to prevent these disadvantages through devel-
opment of new facilities and suitable setting of process parameters.
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Fig.1 Schematic of the manufacturing process for
aluminum sheets and plates.
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Fig.3 Schematic of hot rolling line.
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Fig.9 Configuration of cold rolling mill.
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Table 1 Factors of plate thickness variation.
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Fig.15 Roughness curve and enlarged photo of selected
rolled plate surfaces.
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Fig.16 Appearance of oil pit and influential factors.
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Fig.17 Work roll having roll coating.
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Fig.18 Surface defect due to excessive roll coating.
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Fig.19 Hot rolling work roll and brush roll.
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Fig.20 Mechanism of abrasion dust generation.
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