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Forming Technique of Small-Diameter and Heavy-Wall ERW Tubes
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Synopsis :

Recently, the demand for small diameter ERW tubes tends to increase in the sphere of
heavy-wall and high-t/D (wall thickness/outside diameter) ones. Responding to this
tendency, and aiming at the production of tubes which t/D ratio equals to 20%, the
authors have investigated and clarified the relation between roll flower and forming
characteristics - forming load, outside curvature, change of wall thickness, etc. - of high-
t/D tubes. On the basis of this information, improvements have been made in the
accuracy of dimensions of high-t/D tubes and in the roll caliber which can give a wide
range of wall thickness using the same roll. These forming techniques have realized

accurate forming and excellent welding quality.
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Synopsis:

Recently, the demand for smaull diameter ERW tubes tends to in-
crease in the sphere of heavy-wall and high-#/D (wall thickness/out-
side diameter) ones.  Responding to this tendency, and aiming at
the production of tubes which #/03 ratio equals to 20%, the authors
liave investigated and clarified the relation between roll flower and
forming characteristics—fornning Ioad, outside curvature, change of
wall thickness, etc.—of high-#/ tubes. On the basis of this in-
formation, improvements have been made in the accuracy of di-
mensions of high-#/D tubes and in the roll caliber which can give
a wide range of wall thickness using the same roll. These forming

techniques have realized accurate forming and excellent welding

quality.
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