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A 26-inch ERW mill, one of the largest of its kind in the world, has been satisfactorily
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l Acceptance of coiled skelp
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1. Uncoiler 11. Hydrostatic tester
2. Side trimmer 12. Ultrasonic inspection of welded seam
3. Forming section 13. Intermediate cut off
4. Welder 14. Facing and chamfering machine
5. Sgueeze roll 15. Full body ultrasonic test
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8. Rotary cut-off machine 18. Weighing machine
9. Pipe end cut--off machine 19. Marking machine
10, Flagtenine jester M Anti seet casting meobhioa,
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Fig. 2 Layout of 26" ERW pipe mill
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Skelp

{a) Break down roll (b) Cluster rells (c) Fin pass rolls

Fig. 4 Forming roll of conventional system

allow the introduction of automatically controlled into plpes at room tempera.ture, there is the conven—
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this equipment are described in the following sections.  in Fig. 4 (refer to Fig. 5 {c) for the roll arrangement),

and there is the semi-cage roll forming system, which

5.1 Full-cage Roll Forming Stand replaces the cluster roll with the cage rolls for im-

proved forming (refer to Fig. 5 (b)). Then there is the

full-cage roll forming system, which places the cage

roll stand between the break down stand and the
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Among the systems in which strips are slowly bent
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(4) Follow-up of the seam roll forming system as shown in Figs. 16 and 17, cage
) rolls can be placed along the line of forming direction

5.7 Full Body Ultra_somc Flaw Detector connecting the start flower and the end flower, thus
The full body ultrasonic flaw detector is the largest ~ making the deformation pattern smoother, the length
rotary UST equipment in Japan, and can detect flaws  of the plastic deformation area longer, and resulting in
in pipes with outside diameters of 168.3 mm to 660.4  reducing deformation concentration to one area.
mm. Bv combining the special characteristics of hoth Marenver strain in_strin can he furthar cadioad Lo
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edges of steel sheets causes waves on the surface to be
welded, which will later lead to unsatisfactory welding.

Firn 1R chawe the amannt af ctrain in the adae meaac.
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