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On-Time Delivery. First-Time Performance. 

Thank you for choosing Roll-Kraft for your tooling needs. We are committed to delivering 
your product on the agreed upon delivery date. While we understand that, on rare occasions, 
circumstances may prevent on-time delivery, we are dedicated to doing our best to never 
miss a delivery date request. Be assured that even with our already 98% on-time delivery 
performance rate, we are in constant pursuit of improving this number.  

Roll-Kraft is very proud that over the past two years, we have achieved an industry-leading 
97% first-time performance rate right out-of-the-box for our customers. To help ensure 
our product achieves first-time performance for you, we have provided information from our 
engineering and technical teams to guarantee our product will perform to your expectations.

Roll-Kraft is dedicated and committed to improving these already industry-leading averages, 
allowing our customers to experience first-time performance and on-time delivery rates 
unmatched by any competitor in the industry. 

In this package, you’ll find: 

• 	Standard Operating Procedures – A step-by-step guide for best results. 
• 	Roll Tryout Record – If our technicians have tested your rolls on our in-house equipment, 

we have provided our notes to achieve optimal performance. 
• 	Drawings – All of your drawing records for your tooling. 

We hope that you find the contents of this package valuable, and that it helps you get your 
new tooling up and running in the most efficient manner possible. 

If you have any questions, please do not hesitate to call us directly at 888-953-9400 and a live 
operator will direct your call to the appropriate party to get you a quick answer. Alternatively, 
visit roll-kraft.com for a full archive of technical resources including articles and videos. You’ll 
also have access to our Ask the Doctor feature for fast responses to any technical question 
you may have. 

Thank you again for choosing Roll-Kraft and we look forward to serving your tooling needs in 
the future. 

Sincerely, 

Chuck Gehrisch 
President 
Roll-Kraft
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B) Thoroughly read the shop order to determine what is needed to complete the order.

C) Check the availability of the material needed for the job.

D) Inform the tooling department of the appropriate roll tooling (and dies) that are needed.

E) Set up the rolls as quickly and accurately as possible.

F) Measure and note the actual thickness of the coil to be formed.

1. Setup Procedures

A) Obtain a setup chart and/or roll tooling drawings for the job.

STANDARD OPERATING PROCEDURES

Standard Operating Procedures

1. Setup Procedures

A) Obtain a setup chart and/or roll tooling drawings for the job.

Date: 5/10/2013 Passes: 13
Machine #: 5 Bore: 2.0"
Tooling # : 2002 Keyway:

Description:
Strip Width:

Pass
Number
1 BOT 1B1 1B2
1 TOP 1T1 1T2
2 BOT 2B1 2B2
2 TOP 2T1 2T2
3 BOT 3B2 3B3
3 TOP 3T1 3T2
4 BOT 4B2 4B3
4 TOP 4T1 4T2
5 BOT 5B2 5B3
5 TOP 5T1 5T2
6 BOT 6B2 6B3
6 TOP 6T1 6T2
7 BOT 7B2 7B3
7 TOP 7T1 7T2
8 BOT 8B2 8B3
8 TOP 8T1 8T2
9 BOT 9B1 9B2 9B3
9 TOP 9T2 9T3

10A BOT
10A TOP
10 BOT 10B1 10B2 10B3
10 TOP 10T2 10T3
12 BOT 12B2 12B3 12B4
12 TOP 12T2
11 BOT 11BA
11 TOP

0 flats
down

3.980"- 11B in 11B1A (R) .040 shim

.120

no spacer 11T2A no spacer
11B3 (R)

5.007"- 10B out

3.980"- 11B out

5.007"- 10B in 
5.000"- 10T in
12B1 - 4.000"

.040shim

.032 shim
12T3 - 4.500"

.032 shim

4.692"- 5B out
3.792"- 5T out

4.060"- 7T out
5.540"- 8B out

3.792"- 5T in

4.015"-10AT out

3.750"- 1B out
3.750"- 1T out
3.738"- 2B out
3.738"- 2T out
3.815"- 3B out
3.738"- 3T out

4.750"- 9T in

5.225"- 6B out
3.955"- 6T out

12T1 - 4.500"

5.000"- 10T out
12B5 - 4.000"

4.500"- 8T out
4.750"- 9B out
4.750"- 9T out

4.305"-10AB out

4.750"- 9B in 

1T2 (.525")
2B2 (.555")

3.750"- 4T in
4.692"- 5B in 

4T2 (.520")
5B2 (.415")

.055 shim

5.540"- 8B in 

3.750"- 1B in 
3.750"- 1T in
3.738"- 2B in 
3.738"- 2T in

3.955"- 6T in

4.500"- 8T in

1B2 (.525")

.230

2 flats
down
0 flats
down
2 flats
down
3 flats
down

.230

.075 shim

5.344"- 7B in 
4.060"- 7T in

3 flats
down

5.225"- 6B in 

4.430"- 3B in 
3.738"- 3T in
4.562"- 4B in 

4 flats
down
2 flats
down
2 flats
down
0 flats
down
2 flats
down

.100

Outboard
Spacer

Inboard

dyna glide
 .112"- .125" X 4.493"

Flange
gauged to

Flange
gauged toSpacer Rolls & Shims

.010shim

Roll-Kraft

028 rev 3

4 flats
down
2 flats
down

.035

.100

.032
10B2A

.035

3B2 (.665")
3T2 (.555")
4B2 (.520")

2T2 (.555")

5.344"- 7B out
.100shim

.015 shim

4.562"- 4B out
3.750"- 4T out

.136

pass #11 and #12 are switched, as shown above.

.032

.136

.120

10B3A 10B4A4.305"-10AB in 
4.015"-10AT in

0 flats
down

Note : The rolls that have no gauging hubs, smear grease or bluing on the rolls to keep the rolls level

Excessive pressure on passes 9-12 will cause the leg heights to become short.

  .036 shim
.049 shim

5T2 (.415")

switch all rolls and spacers, put bottom rolls and spacers on top and top rolls and spacers on the bottom… as shown above.

top drive gears must be removed from the inboard housings…

10T3A10T2A10T1A

mount side-roll stand before
the first pass: use edging rolls
to keep return legs even.

These rolls are
reversed: letters
face to the inboard
side.

These rolls are
reversed, utilizing
the 5 degree side.

B) Thoroughly read the shop order to determine what is needed to complete the order.
C) Check the availability of the material needed for the job.
D) Inform the tooling department of the appropriate roll tooling (and dies) that are needed.
E) Set up the rolls as quickly and accurately as possible.
F) Measure and note the actual thickness of the coil to be formed.
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G) Set all the gaps between the rolls to the material thickness measured in previous step.

H) Inspect all rolls using a mirror and a piece of white paper tilted at a 45° angle. This will shine light 
between the rolls so the clearances between the top and bottom rolls can be viewed.

I) If there is an alignment issue with the rolls, temporarily fix the problem with shims until machine’s 
alignment can be corrected.

G) Set all the gaps between the rolls to the material thickness measured in previous step.

H) Inspect all rolls using a mirror and a piece of white paper tilted at a 45° angle. This will shine light
between the rolls so the clearances between the top and bottom rolls can be viewed.

I) If there is an alignment issue with the rolls, temporarily fix the problem with shims until machine’s
alignment can be corrected.
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G) Set all the gaps between the rolls to the material thickness measured in previous step.

H) Inspect all rolls using a mirror and a piece of white paper tilted at a 45° angle. This will shine light
between the rolls so the clearances between the top and bottom rolls can be viewed.
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	 J) Set the entry table to the proper height and align the guides by using a straightedge to check for 
perpendicularity and parallelism.

	 K) If the tooling set has fixtures or side rolls, the stand heights should ideally be set using a dial indica-
tor. This will ensure that the rolls are set at the proper heights when the strip is fed through the mill.

	 L) To center the side rolls, use a straightedge and set it on a flat surface from the pass before or 
after the side stand and adjust the center of the vertical posts so that the distance is equal on both 
sides of the roll from the flat surface. 

	 M) Cut a 45° angle on each side of the beginning/entry end of the coil and thread the strip through 
the entry table and into the first pass.

J) Set the entry table to the proper height and align the guides by using a straightedge to check for
perpendicularity and parallelism.

K) If the tooling set has fixtures or side rolls, the stand heights should ideally be set using a dial
indicator. This will ensure that the rolls are set at the proper heights when the strip is fed through
the mill.

L) To center the side rolls, use a straightedge and set it on a flat surface from the pass before or after
the side stand and adjust the center of the vertical posts so that the distance is equal on both sides
of the roll from the flat surface.

M) Cut a 45° angle on each side of the beginning/entry end of the coil and thread the strip through the
entry table and into the first pass.
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STANDARD OPERATING PROCEDURES

N) While the material is in the first pass, adjust the roll gaps again by putting a feeler gauge be-
tween the outside (gauging) flanges of the top and bottom rolls. This gap is usually the same gap as 
the thickness of the material being formed. By resetting the gaps with the material in the rolls, the 
bearing slop in the housings is eliminated. This will also ensure that the rolls are level and set to the 
proper thickness to get a good profile. While adjusting the pressure up or down, jog the mill one to 
two inches forward to allow the material to seat in the rolls. NEVER SKIP THIS STEP! If the rolls are 
not adjusted in this manner, some rolls will be too loose or too tight and cause twist, bow, camber 
and other issues while running production.

O) Continue this process until the tooling has been adjusted in every pass. For safety reasons, en-
sure the rolls are adjusted on the exit side.

P) Run a three-foot long piece out of the mill and cut it off. Check the dimensions of the profile and 
compare them to dimensions on the section drawing. If adjustments are necessary, make them in the 
key control passes indicated on the appropriate roll tooling prints in order to bring the section to print.

Q) Once the section is to print and close to being straight out of the rolls, add the straightener to ad-
just for straightness. The section should come out as straight and level as possible without a signif-
icant amount of adjustment to the straightener. If over-adjustment of the straightener is necessary, 
there may be trouble keeping the profile straight while running production.

N) While the material is in the first pass, adjust the roll gaps again by putting a feeler gauge between
the outside (gauging) flanges of the top and bottom rolls. This gap is usually the same gap as the
thickness of the material being formed. By resetting the gaps with the material in the rolls, the
bearing slop in the housings is eliminated.  This will also ensure that the rolls are level and set to
the proper thickness to get a good profile. While adjusting the pressure up or down, jog the mill
one to two inches forward to allow the material to seat in the rolls. NEVER SKIP THIS STEP! If the
rolls are not adjusted in this manner, some rolls will be too loose or too tight and cause twist, bow,
camber and other issues while running production.

O) Continue this process until the tooling has been adjusted in every pass. For safety reasons, ensure
the rolls are adjusted on the exit side.

P) Run a three-foot long piece out of the mill and cut it off. Check the dimensions of the profile and
compare them to dimensions on the section drawing. If adjustments are necessary, make them in
the key control passes indicated on the appropriate roll tooling prints in order to bring the section
to print.

Q) Once the section is to print and close to being straight out of the rolls, add the straightener to
adjust for straightness.  The section should come out as straight and level as possible without a
significant amount of adjustment to the straightener. If over-adjustment of the straightener is
necessary, there may be trouble keeping the profile straight while running production.
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	 R) After the section is properly adjusted for dimensions and straightness, set the shut height on the 
cutoff press up to the 12” piece. Align the cutoff: matching the alignment of the 12” piece and to the 
profile coming out the mill. Make sure the two pieces are perfectly in line with each other front to 
back and up and down. Finally, lock the press down and get ready for a good day of production.

2. Production Procedures

	 A) Have the quality department thoroughly inspect and approve the profile before running produc-
tion. This will be the final opportunity to check and ensure you have an acceptable profile before 
running in full production mode.

	 B) While the product is running, it is recommended that the material thickness be checked three to 
four times per coil. This will be beneficial if problems arise with straightness or profile dimensions.

Three-way straightener Five-way straightener
 Three-way straightener Five-way straightener

R) After the section is properly adjusted for dimensions and straightness, set the shut height on the
cutoff press and install the cutoff die. Place a 12” long section in the cutoff die and jog the profile
up to the 12” piece. Align the cutoff: matching the alignment of the 12” piece and to the profile
coming out the mill. Make sure the two pieces are perfectly in line with each other front to back
and up and down. Finally, lock the press down and get ready for a good day of production.

2. Production Procedures

A) Have the quality department thoroughly inspect and approve the profile before running
production. This will be the final opportunity to check and ensure you have an acceptable profile
before running in full production mode.

B) While the product is running, it is recommended that the material thickness be checked three to
four times per coil. This will be beneficial if problems arise with straightness or profile dimensions.
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R) After the section is properly adjusted for dimensions and straightness, set the shut height on the
cutoff press and install the cutoff die. Place a 12” long section in the cutoff die and jog the profile
up to the 12” piece. Align the cutoff: matching the alignment of the 12” piece and to the profile
coming out the mill. Make sure the two pieces are perfectly in line with each other front to back
and up and down. Finally, lock the press down and get ready for a good day of production.

2. Production Procedures

A) Have the quality department thoroughly inspect and approve the profile before running
production. This will be the final opportunity to check and ensure you have an acceptable profile
before running in full production mode.

B) While the product is running, it is recommended that the material thickness be checked three to
four times per coil. This will be beneficial if problems arise with straightness or profile dimensions.
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ROLL TRYOUT RECORD

ROLL TRYOUT 
RECORD

Shop Order Number: ________________________________      Customer: _________________________________________

Date: _____________________________________________ Ship Date: _________________________________________

Engineer: _________________________________________ Technician: ________________________________________

Test notes:

Ú·²¼ ¬»½¸ ¿®¬·½´»­ ú ª·¼»±­ ±²Ö±·² ±«® ¹®±«°­ ±²

Shop Order Number: ____________________            Customer: ____________________________

Date: ________________________________             Ship Date: ____________________________

Engineer: _____________________________            Technician: ____________________________

Test notes: 

ïðíçïìóðï ó

îñéñîðïì îñéñîðïì

ó ó

ïðíçïìô ìßÐÒ Ê»®­·±² ï

Ì¸·­ ¶±¾ ©¿­ ­»¬ó«° ±² ¬¸» Ç±¼»® ïòë ®¿º¬­ò ïë °¿­­»­ò

Ì®§±«¬ ³¿¬»®·¿´ ®»½»·ª»¼ ³»¿­«®»¼ íòèìì ¨ òðîð
Ù¿«¹»¼ ³·´´ ¿¬ òðîî ¿²¼ ¬¸®»¿¼»¼ ³¿¬»®·¿´ ¬¸®±«¹¸ò Ì¸»®» ©¿­ ¿ ­´·ª»® ±º ³¿¬»®·¿´ ¾´»»¼·²¹ ±«¬ ±º ¬¸» ®·¾ ­·¼» ±º ¬¸»
°®±º·´»ò Ù¿«¹»¼ °¿­­»­ ï ¬¸®« ë ¼±©² ¬± òðîð ¬± «¬·´·¦» ¬¸» ±ª»®óº±®³ ·² ¬¸»­» °¿­­»­ò Ì¸·­ ½±²­«³»¼ ³±®» ±º ¬¸»
­¬®·° ¿²¼ »´·³·²¿¬»¼ ¬¸» ¾´»»¼·²¹ ±«¬ò

Í»¬ ¬¸» ®»³¿·²¼»® ±º ¬¸» °¿­­»­ ¬± ¹¿«¹» ¿²¼ ½±²¬·²«»¼ ©±®µ·²¹ ¬¸» ­»¬ó«°ò Î»©±®µ»¼ °¿­­ ïë ¬± ¿´´±© ¬¸» ¹¿° ¬± ¾»
½´±­»¼ò Ì¸·­ ²»»¼ ¬± º·²·­¸ ¿¬ òðîð ¿²¼ ·­ ½«®®»²¬´§ ³»¿­«®·²¹ ¿®±«²¼ òîëð

Î»©±®µ ±º °¿­­ ïë ¿´´±©»¼ ½±²¬®±´ ¬± ½´±­» ¬¸» ¹¿°ò É» ¿´­± ¿¼¼»¼ ¿ ©±±¼ ¹«·¼»ô ·²ó¾»¬©»»² °¿­­ ïì óïëô ¬± ¿°°´§
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­¬®¿·¹¸¬ô º´¿¬ °¿®¬å ¸±©»ª»® ¿­ ¬¸» ¬©·­¬ ©¿­ ©±®µ»¼ ±«¬ ¬¸» ½±«²¬»® »ºº»½¬ ©¿­ ¬¸» ¹¿° ¾»¹¿² ¬± ±°»² ¾¿½µ «°ò Ì¸»
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Ü¿ª» Îò ®»½±³³»²¼»¼ ¬®§·²¹ ¿ ¬©·­¬ ­¬®¿·¹¸¬»²»® ·²ó¾»¬©»»² °¿­­ ïì óïë ¬± ½±²¬®±´ ¬©·­¬ ¿²¼ ¿´´±© ¬¸» ®»©±®µ ·²
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É±®µ»¼ ©·¬¸ ¬¸·­ ­»¬ó«° ¿²¼ ©¿­ ¿¾´» ¬± °®±¼«½» ¿ º´¿¬ô ¬©·­¬ º®»» °¿®¬ô ©·¬¸ ¿½½»°¬¿¾´» ¹¿° ¼·³»²­·±²­ò

Î»ó·²­¬¿´´»¼ ø·² ¿ ³¿µ» ­¸·º¬ ³¿²²»®÷ ¬¸» ±®·¹·²¿´ ­¬®¿·¹¸¬»²»® ¾´±½µ ¿º¬»® °¿­­ ïëò É±®µ»¼ ¬¸·­ ­´·¹¸¬´§ ¬± ®»³±ª»
¾±© ¿²¼ ½¿³¾»® ¿²¼ °®±¼«½¬ °¿®¬­ º±® ¿°°®±ª¿´ ­«¾
Ó·­­·±²ò Í»²¬ î ­¿³°´»­ ¬± ½«­¬±³»® ±² ïñíïñïìò

Ý«­¬±³»® ¿°°®±ª¿´ ®»½»·ª»¼ îñìñïì
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TOOLING DRAWINGS

MASTER

THE INFORMATION CONTAINED IN THIS DRAWING IS THE SOLE PROPERTY OF ROLL-KRAFT. ANY REPRODUCTION, WHOLE OR IN PART, WITHOUT PERMISSION OF ROLL-KRAFT IS STRICTLY PROHIBITED.

DESCRIPTIONREV. DATE BY

 NOTE:  ROLLS ARE DESIGNED TO MAX. GAGE.
DIMENSIONS WILL VARY WITH GAGE RANGE

 NOTE:  ALL CROSS SECTIONAL
 MEASUREMENTS WILL BE TAKEN 6"

FROM ENDS

NOTE:  THE ESTIMATED STRIP WIDTH IS
 FOR TEST PURPOSES ONLY. THE ACTUAL

STRIP WIDTH WILL BE DETERMINED BY TEST

(UNLESS OTHERWISE SPECIFIED)

A 10/24/13 GS CHANGED STRIP WIDTH TO CUSTOMER CURRENT (WAS 3.834)
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A 27JAN14 CR ADDED CLEARANCE TO ALLOW PINCHING OF THE R.084

B 27JAN14 CR CUT 15T2 TO ALLOW PINCHING OF R.084

C 28JAN14 CR REDUCE 15T2 FOR BETTER PINCHING
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