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Design of Rolling Pass Schedule Accordlng to Roll deflection
in cold rolling process by Thick 18 um Copper foil
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Table 1 Existing rolling pass schedule (3pass)

P Thickness(mm) Tension(kgf) \% Load
ass
Before After Back Front (m/min) (ton)
1 0.125 0.055 300 450 72
2 0.055 0.03 300 350 200 82
3 0.03 0.017 300 320 229
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Fig. 3 Roll deflection in 3pass rolling process
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Fig. 4 Distribution of thickness after test rolling of existing rolling
pass schedule (3pass)
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Table 2 Redesigned rolling pass schedule(4pass)

Pass Thickness(mm) Tension(kgf) A% Load | Bender(kgf)

Before | After Back | Front | (m/min) | (ton) | WR | IR

1 0.130 0.060 300 350 43 -93 74
2 0.060 0.036 220 250 200 44 -99 8
3 0.036 0.024 100 120 62 -101 5
4 0.024 0.017 80 100 192 | -138 2
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g. 5 Roll deflection in 4pass of redesigned rolling process
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Fig. 6 Distribution of damage after 4pass rolling process
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Fig. 7 Distribution of thickness after test rolling of redesigned
rolling pass schedule (4pass)
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