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Development of On-Line Roll Dressing Technology for Plate Rolling
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Synopsis
TR
An on-line roll dressing system using an abrasive~jet was developed and applied to SMI Kashima Plate Finishing Mill.
In this system, 70MPa high pressure water and iron sand were used as the abrasive material for dressing the surface of
mill work rolls. The merit of using the abrasive-jet was that it could provide stable dressing even under vibration because
it was a non-contact dressing method. This also enabled on-line roll dressing during rolling, and durability requirements
were also satisfied.
The purpose of on-line roll dressing was to reduce limitations in rolling schedules. By using this system, it became
possible to roll twice as much product as before without roll changing, and to cut roll changing frequency in half.
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Fig.2 Construction of nozzle
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Table 1 Experimental conditions in basic ability evalua-
tion
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Fig.3 Relation between water pressure
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Fig.4 Relation between water pressure
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Table 2 Experimental conditions in real roll dressing test

Hi-Cr cast iron (Hs75)
Ni grain cast iron{(Hs75)
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70 MPa
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| Iron sand
5~6 kg/min

| 70~160 rpm
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Fig.5 Relation between dressing time and dressing depth
in real roll materials
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Fig.8  Outline of on-line roll dresser
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Fig.9 Schematic view of on-line roll dresser in plate mill
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Table 3 Main specifications of on-line roll dresser in
Kashima Plate Finishing Mill

| Abrasive water jet

Iron sand
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Fig.10  An example of roll profile improvement
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Fig.11  Qutline of rolling width change in some rolling patterns

(b) Extended pattern
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