
 

 

 

 

The Problems with a Cold Kiln Alignment 

  

1.    The alignment of the kiln axis should be based on assuring proper shell ovality distribution. 
(This is in the kiln alignment article). Ovality cannot be measured when the kiln is cold. The tire 
clearance and the therefore the ovality on a cold kiln are both extremely high. The relative 
variation of the ovalites on the three piers is very different on a cold kiln vs. from when the kiln 
is hot.  

2.    The alignment of the support rollers cannot be measured or adjusted on a cold kiln. The 
rollers have to be parallel to the kiln axis to within 0,008” per foot. This precision is achieved by 
measuring the bearing end cap pressures or the bearing thrust collar pressures and adjusting 
the bearings accordingly. The thrust pressures on the rollers are all zero when the kiln is not 
running, so this very important alignment tool cannot be put to use via a cold kiln alignment.  

3.    Bearing adjustments for the purpose of aligning the kiln axis cannot be made on a cold kiln. 
The support roller thrust loads change when the rollers are moved for the purpose of 
straightening the kiln axis. These thrust loads have to be low at the conclusion of the 
adjustments, and this cannot be ascertained unless the bearing end caps or the thrust collar 
pressures (depending on the kiln manufacturer) are measured and adjusted.  

4.    If there is a kiln dogleg that results in the lateral motion of the tires, the defect cannot be 
detected unless the kiln is running. 

 All that can be done when the kiln is cold is to establish the coordinates of the tire center lines 
in the horizontal and vertical planes. This is of very limited value without the ovality 
measurements and the roller alignment adjustments. However, if the plant wants this 
information we can do it for $3,000 plus mobilization. The job would require one day at the 
plant. 

 

 


