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High Productivity Manufacturing Technology for Large Diameter

Premium Joints
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Fig.1 Swaging process

OD 13-5/8" (346.08 mm) X WT 0.625" (15.88 mm)
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Fig. 2 Example of gap and step difference analysis between
mold contact part and non-contact part
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Conventional cooling

New-method
from cutting face
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Fig.3 New cooling method and control of curl radius by

coolant pressure
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Fig.4 Relationship between pipe O.D. and tool life
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Fig.5 Overview of the wiper tool
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Fig. 6 Relationship between feed rate and roughness
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1) Liu, Z.; Zhang, P; Guo, P; Ai, X. Surface Roughness in High Feed
Turning with Wiper Insert. Key Engineering Materials. 2008, vol. 375-
376, p. 406-410.
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