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Synopsis :

A 26-inch ERW mill, one of the largest of its kind in the world, has been satisfactorily
producing up to 26" (660.4mm) pipes in outside diameter with 0.63" (16mm) in
maximum wall thickness since Oct. 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 automatically controlling the annealing
temperature, the seam-annealer gap and the annealer's movement to follow the seam.
Furthemore, ultrasonic testing machines with 6 probes for seam portion and with rotary
probes for lamination were installed to make the quality assurance system perfect.

Mechanical properties of line-pipe with high tensile strength satisfied API standards.

(c)JFE Steel Corporation, 2003
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Synopsis:

A 26-inch ERW mill, one of the largest of its kind in the world, has been satisfactorily producing up to 26"
(660.4 mm) pipes in outside diameter with 0.63" (16 mm) in maximum wall thickness since Cct. 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
automatically controlling the annealing temperature, the seam-annealer gap and the annealer's movement to
follow the seam,

Furthermore, ultrasonic testing machines with 6 prabes for seam portion and with rotary probes for lamina-
tion were installed to make the quality assurance system perfect.

Mechanical properties af line-pipe with high tensile strength satisfied API standards.
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Table 1

Main equipment and their specifications

(1) Production equipment
. ' 7 .\'lai;nmlh";lls Main )
Equipment Root dia. ! Length motor Maker Type
Poin. (mm) in. {mm) (kW)
Uncoiler ACTI5 | Yoder-IHI | Double cone type
Max. outside dia. 90.6" {2300mm)}
Max. width 86.6" (2200mm)
Max. weight 45 tons
Side trimmer DC 90 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 dle | ditto
Cage forming [dle ditto 54><“2:=k-108 outside cage rolls
6x2=12 inside cage rolls 7
Fin Pass roll 25.9((657.9) ] 23.6 (599.4) | DC 1853 ditso 3 stands o
Squeeze roll 267 (678.2)]236 (599.4)|DC 90 | ditto 4 ralls type -
Welder N ' ' Thermatonl VT-600 400 kHz -
49.2--196.8 ft/min. {15~ 60m/min.}
Seam annealer Milsub.zs“hi IDUOH;‘IOOkW x4
Eleetric Co. High frequency induction heating type
“Sizer 25.9 (657.9)] 296 (599.4)| DC 1854 Yoder IHI |4 stands 7'
—Ratary cut off machine DC 75 ditto T .6 ;l-i_sk cutters -
Pipe end and middle B AC Y Sumitomo 7 3 heads cut[ér type 2 sets
cut off machine Heavy Ind.
Facing Vand chamfering ) DC 55 ]kégai Cutt-irrlrg t-ool rotating type
machine Iron Works Ltd. | Cutter: Carbide tool
Anti-rust coating m;u:hine i ] ‘Asahi Okuma Ind;d 1 set
(2) Inspeetion machines
Machine Number Maker Type
Hydrostatic tester 1 Yamamoto Suijatsn Max. pressure 4977 psi (330 kg/em®)
Kogyosho Co,, Ltd, Pipe dia. 103~ 26 in. [273.0~660.4mm)
Japan Length: 18~80.4 ft (5.5-24.15m)
Mtrasonic ske‘ip*edge 1 Teitsu Denshi Kenkyusho Pulse transmission
detector Co., Ltd, Japan
Ultrasonic flaw 1 Tokyo Keiki Co., Ltd., Angle beam
detector Japan
Ultrasenic flaw 1 Mitsubishi Electric Corp. | Rotary probe
detector Japan Angle beam and normal beam
Weighing machine 1 l‘\'awatetsu Metrological Max. 4
Equipment & Vending- Torelance: 1/2000
Machine Co, I.td., Japan Measured results are processed hy a process computer
Marking machine 1 Orizin Eleetric Co., Ltd,, | Electrostatic marking with automatic selection of words
Japan
Flattening tester 1 Otuka lron Worksm Open height: 35.4' (f;(iﬁmm] Max. pressure: 200t
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