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Synopsis :

The conventional method of producing billets and bars in to pass blooms or billets
through a series of grooved rolls. This method has the following drawback: (1) a large
number of grooved rolls are required for each product size, and (2) the surface wear of
the grooved roll is non-uniform, so that the grooved roll has to be redressed more
frequently and the redressing amount is larger than that of flat rolls. A new method,
using grooveless rolls in billet and bar mills, has been developed to save roll-change
time, set-up time and the redressing amount of rolls. The method has been applied to
the roughing and finishing stands of the billet mill in Mizushima works. It is working
stably in daily production with saving in the production cost. This technique has been

chiefly achieved by the improvement of pass schedules and guides.
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Synopsis:

The conventional method of producing billets and bars in to pass blooms or billets through a series of

grooved rolls. This method has the following drawbacks: @ a large number of grooved rolls are required for

each product size, and @ the surface wear of the grooved roll is non-uniform, so that the grooved roll has to be

redressed more frequently and the redressing amount is larger than that of flat rolls. A new method, using

grooveless rolls in billet and bar mills, has been developed to save roll-change time, set-up time and the redress-

ing amount of rolls. The method has been applied to the roughing and finishing stands of the billet mill in

Mizushima Works. It is working stably in daily production with saving in the production cost. This technique has

been chiefly achieved by the improvement of pass schedules and guides.
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Table 1 Relation between roll and product size change
(82~ —» another size)

Table 3 Comparison of crop length between
grooveless and conventional rolling
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Table 2 Comparison of roll life between grooveless
ard conventional rolling

. . Grooveless

miny | Ratio of roll life ((‘:‘H&emmm)

No. | 4 B C | Total

Houghing Rl | 2.0~ | 1.o~ | 1.5~ | 3.0~
Mills R2 : 2.0~ | 1.5~ | 1.5~ | 4.5~
F1 |20~ | 1.0~ | 1.5~ | 2.0~

F2 | 2.0~ | 1.0~ | 1.5~ | 3.6~

Finishing F3 | 2.0~ { 1.0~ | 1.5~ | 3.0~
Mills Fa| - |1o0-1 - |10~
F5 1.0~ 1.0~

F6 1o~ | — {1o-

A Roll life per groove or equivalent part between

grindings
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Rolling method Top Bottom Total
(L) (Ly) (L L)
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