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Synopsis :

Recently, higher strength and larger outside diameter have been required of crude oil or
natural gas transmission line pipes in order to attain better transportation efficiency.
Against this background, demands for ERW pipes are increasing. Many improvements,
as shown below, have been made in the manufacture of hot wide strip for ERW line
pipes. (1) Steelmaking techniques using immersed long nozzle and vertical-bending
type caster for reducing non-metallic inclusion and sulfur content. (2) Controlled rolling
techniques for better mechanical properties and toughness of the hot strip. (3) Hot
rolling techniques for improving strip flatness and dimensional accuracy for better
production of pipes. As a result of these improvements, steady production has been
established of hot wide strip for ERW high strength line pipes up to 26 in. outside

diameter.

(c)JFE Steel Corporation, 2003

AIIROR—VnbEETEET,




53

7 A > oA 7 SR LR b B B ) LS

Manufacturing Techniques of Hot Wide Strip for High Strength Line Pipe

I A FR-T S "

Kojiro Equchi Noberu Okamoto

k E E Tﬁ*** i% # E****

Fumihiro Onishi Makoto Fukai

:;% ;R ;-.'- — kR E

Shoichi Takizawa

Synopsis:

Recently, higher strength and larger outside diameter have been required of crude oil or natural gas trans-
mission line pipes in order to attain better transportation efficiency. Against this background, demands for
ERW pipes are increasing. Many improvements, as shown below, have been made in the manufacture of hot wide
strip for ERW line pipes.

(1) Steelmaking techniques using immersed long nozzle and vertical-bending type caster for reducing non-
metallic inclusions and sulfur content.
(2) Conirolled rolling techniques for better mechanical properties and toughness of the hot strip.

{3) Hot rolling techniques for improving strip flatness and dimensional accuracy for better production of

pipes.
As a result of these improvements, steady production has been established of hot wide strip for ERW high

strength line pipes up to 26 in. outside diameter.
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Table 1 Recent actual export record of E.R.W. high-strength linepipe (0.D.222in ¢}
Use Grade Pipe size (in) Quantity (t) Shipment
Natural gas pipeline APISLX X532 22 ¢ X 0.281 19 800 Jul. 1979
0il X60 24 ¢ < 0.312 2 300 Sep.
0il X60 24 ¢ X 0.250 1300 Sep.
il X52 24 ¢ % 0.250 2500 Sep.
Natural gas X60 24 ¢ > 0.562 600 Nov.
il X52 24 ¢ > 0.250 3600 Dee.
0Ol X606 26 ¢ X 0.250 800 Dec.
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Dimensions Chemical compositiens {wt 25)
Hot strip Pipe C Si Mn P S Al Nb Vv
6.20mm X 1 950mm | 24in ¢ X 0.250in 0.08 | 0.20 1.10 | 0.015 | 0.005 | 0.025 | 0.035 | 0.040
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