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Synopsis :

In order to respond to the tendency towards stainless steel exhaust pipe, Kawasaki
Steel Corp. has developed a new forming process and mill, i.e., a CBR forming mill. It
has been operating satisfactorily at Chita Works. This process is characterized by
features mentioned below. In forming, flexibility of forming rolls, scratchless forming
and reduction of work-hardening of material have been achieved by adopting a new
forming process. In the mechanism of the mill, new roll pre-setting with pre-loading and
the balance system of rolls has also been developed, so that high dimensional accuracy
of pipe has been achieved and variation of edges of the formed sheet before welding has
also been decreased. In welding, gas shielded welding without cooling water and a
lubricant has been possible. Consequently, high quality ERW stainless steel exhaust
pipe, which has excellent formability in bending and expanding, has been satisfactorily
produced in the CBR forming mill. For example, R409L as-welded stainless steel pipe of
38.1mm @Xx2.0mmt was capable of being bent into 30mmR(0.8x0D).
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Synopsis:

In order to respond to the tendency towards stainless steel exhaust pipe, Kawasaki Steel Corp,
It has been operating satisfactarily at Chita Works.

forming process and mill, i.e, a CBR forming mill.
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has developed a new
This process is

characterized by features mentioned below. In forming, flexibility of forming rolls, scratchless forming and reduction of
work-hardening of material have heen achieved by adopting a new forming process. In the mechanism of the mill, new roll
pre-setting with pre-loading and the halance system of rolls has also been developed, so that high dimensional accuracy of
pipe has been achieved and variation of edges of the formed sheet before welding has also been decreased. In welding, gas
shielded welding without cooling water and a lubricant has heen possible.

Consequently, high quality ERW stainless steel exhast pipe, which has excellent formability in bending and expanding,
has been satisfactorily produced in the CBR forming mill. For example, R409L as-welded stainless steel pipe of 38.1 mm
$x2.0mm? was capable of being bent into 30 mmR (0.8 x 0D},
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Fig. 3 Cross section of center-bend roll stand
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Fig. 5 Comparison of forming rolls between CBR and conventional forming
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Fin pass Sizing Total
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CBR 0.3 1.0 2.0
Conventional 2.2 1.5 4.4
w=nli_,/4}
4.0, 4 Circumferential length of neutral axis of strip at the

entry and exit sides of forming stands, respectively
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Phote 5 Appearance of pipes produced by CBR mill after
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