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Synopsis:

(660.4 mm) pipes in outside diameter with 0.63" (16 mm} in maximum wall thickness since Qct. 1978 at Chita

Works, Kawasaki Steel Corp.

The welding parts of the pipe were stabilized by increasing the mill rigidity and adopting the full-cage roll
forming method.

Annealing condition of welded seam was also improved by increasing the capacity of seam-annealer and
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Main rolls Main
Liquipment Root dia. ! Length motor Maker Type
Poin. (mm) in. {mm) (kW)
Uncoiler o ACTI5 | Yoder-IHI | Double cone type
Max. outside dia. 90.6" {2300mm)}
Max. width 86.6" (2 200mm)
Max. weight 45 tons
Side trimmer 7 ne 9o ditte Trimmer knife dia. 32.3" ($20mm)
Preforming roll - 7 DC 22 ditto ) 1 top roll, g dish rolls
Break down roll 614 11550.6) | 55.1 (1399.5) | DC 150 | ditta No.2 No. 4 break down rolls are
DC 453%3 situated in the cage structure
Edge forming 7 dle | ditto
Cage forming - ) [dle ditto 54><“2:=k-108 outside cage rolls
6x2=12 inside cage rolls
Fin Pass roll 25.9((657.9) ] 23.6 (599.4) | DC 1853 ditso 3 stands o
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1. Cacoiler 11, Hydrostatic tester

) T Pz

3. Forming section 13 Intermediate cut off

4 Welder 4. Facing and chamfering machine
b Squeeze roll 15, Ful!l body ultrasonic test

6. Seam annealer 16. Dimensional and visual inspection
7. Sizing section 17. Customers inspection bench

8. Rotary cut-off machine 18. Weighing machine

9. Pipe end cut-off machine 19. Marking machine

10. Flattening tester 20. Anti-rust coating machine

Fig. 2 Layout of 26" ERW pipe mill
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Fig. 7 Principle of new method for cage roll
adjusting mechanism
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Fig. 8 Edge forming stand
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Tahle 2 Chemical compasition of AP 30LXX52 (558 8mme < 7.14mm)

Heat 0.08 016 | 0.99 0.019 0.003 0.032 0.023

C Si 1 Mn I 5 Nb Al }
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