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A Study on the Surface Roughness Variation of Work Roll
and Strip at the Temper Rolling
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Abstract

A study on the surface roughness variation of work roll and strip at the temper rolling was

performed. The results were obtained with changes according to the surface roughness of work

roll and method to make the peak count on the roll in the temper rolling, and factors to affect to
the work roll surface in actual rolling machine (ie. Temper mill), The results suggests that the
electro-discharge textured roll has more uniform roughness distribution than shot blasted roll and

ifs life time is two times longer than shot blasted because it has more sine wave roughness, and

the higher peak count of surface roughness, the more time is necessary to roll texturing and it is
possible to control the Rmax. In shot blasting method, Surface roughness is related to the impeller

speed, But it can’t control the peak count.
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Table 1 Chemical composition of work roll

(wt. %)
C Si Mn p S
0.95 1.00 0.60 0.03 0.02

Table 2 Mechanical properties of strip

. | Tensile strength |Hardness| Elongation
Material .
(kgf/mm?) (Hr B) (%)
SCP-1 32.10 42.70 44.40

Table 3 Chemical composition of strip (wt. %)
C
0.05

Material
SHP-1

Si
0.009

Mn
0.25

P
0.010

S
0.010
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