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Abstract

A study on the spalling causes of work roll for cold rolling was perfonmed in the cold rolling

mill Performance of work roll is dependent to a great extent on spalling so that both roll

manufacturers and users show greal interest in spalling. So this paper shows that spalling
phenomena were investigated and causes determined because of more than 85% of spalling has its
origin on the roll surface. As being well known, spalling mostly occurred due to developing fatigue
fracture originated a crack on a roll. But such spalling can be prevented by proper roll maintenance.
The spalling accidents have sharply decreased since 1981 hecause of the use of ultrasonic test to
detect cracks on a roll.
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Fig. 1 The schematic experimental apparatus
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Fig. 2 Variation of work roll hardness from

surface (hardness depth ; ¢)
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Fig.3 Diagram of experimental procedure
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5 Photo. of the spalled rolls
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Appearances of the fracture faces

Barrel surface

Fig, 8 Microscope observation of the damage at

barrel end (ongitudinal section)
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2} Fracture face showing fatigue crack(neck
body)
I'ig. 10 Forged steel work roll that broke through

the neck and neck body
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