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KT Mill for Ultra Thin Stainless Steel Foill
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Recently, the electronics industry is requiring ultra-thin stainless foils with even thinner gauges at higher
qualities. Higher performance rolling-mills are required to meet these needs. KT Mill, Kobe Twelve-high
Rolling Mill, is a rolling mill developed for improving foil flatness. The system design is optimized by
theoretical calculations for work-roll size & mill structure; also by the simulation of actuators for achieving
desired flatness. KT Mill is the most commonly used rolling mill in the world for ultra-thin stainless foils.
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Fig. 1 General View of advanced KT mill
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Table 1 Parameters for FEM analysis
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Fig. 3 Rolling stress and thickness in roll bite by rigid-plastic and
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Roll diameter (mm) 300 360
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Friction coefficient by coulomb’s law 0.06 Table 2 Comparison between rigid-plastic and elastic-plastic FEM
- analysis for unit rolling stress by @ 30mm and @ 60mm
Front and back tension 00 MPa) 340 work roll
Initial thickness m 21 igid- i ic- i
(n m) Work roll diameter Rigid-plastic FEM Elastic-plastic FEM
Unit rolling stress Unit rolling stress
Yield stress (MPa) 1,040 (mm) (N/mm) (N/mm)
Young’s modulus (GPa) 205.8 30 580 759
Poisson’s ratio 0.3 60 N.A. 4,322
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Fig. 4 Relationship between exit thickness and rolling load by
various kind of work roll diameter
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Table 3 Each roll sizes for FEM analyses

6 high mill l%é‘;g;iﬂ‘)i”
Roll barrel length (mm) 600 600
Work roll diameter (mm) 55 55
Intermediate roll diameter (mm) 220 140
Upper back-up roll diameter (mm) 460 220
Side back-up roll diameter (mm) a 300
Work roll offset (mm) 10 O
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