High Performance Steel Pipes Securing and Exploiting the Future Demands
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Wide variety of high performance steel pipes for infrastructure and automobile usages have been manufac-
tured in UOE and ERW mills of Fukuyama and Keihin works for many years. High performance linepipes such
as high strength corrosion resistance, high deformability structural pipes and ERW pipes suitable for hydo-
forming process have been developed for needs expected to come in near future. Characteristics of these steel
pipes and some features of manufacturing process are introduced in this article.
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of X80 linepipe mass-produced in NKK
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Fig.3 Toughness (DWTT) improvements achieved
by applying “Super - OLAC”
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Fig.4 Tensile strength statistical data of heavy
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Fig.8 Relationship between tensile strength and
tensile properties of developed and con-
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