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' The installation of a powerful down-coiler on the hot strip mill at Mizushima Works has proved to be
contributable to the development of rolling technique for heavy gauge hot rolled coils. A summary of

the resulis is as {cllows:
(1) 25mm thick hot rolled coils for structural use {DIN RST37-2) and 16mm thick hot rolled colls
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(2) In rolling heavy gauge coils of high toughness by controlled rolling, an increase in a total
reduction rate to 66% in austenitic non-recrystallizing range resulis in a good performance of a

! B50%SATT in BDWTT (less than —40°C) in API-X70.
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Photo. 2 A typical microstructure
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Table 8 Percent cracking in the oblique
Y groove restraint cracking test
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Table 11 Welding conditions
Welding

Welding :
Pipe Welding side ' Pole current Arc voltage speed Heat input
A AP (m/min) (k}/em)
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Table 15 Properties of weld joint of spiral weld pipe

' iles 13 _ -k 3 i Sy 2) 3y
:W’Vl"ensak, testw Charpy V-notch impact test (!}, size) Maximum 71737€nd7teistw )
Pipe o n me. Weld metal ond ___ Heataftected e

L S

) (kg /mm?®) i (kg-m) (kg-m) (kg-m) (kg-m) (kg-m) (kg-m) ,
1 61.6 B .M. 6.0 3.2 15,5 1.3 - 19.2 16,1 24,6  No deffect No deffect

3 . 59.0 | B.M, 5.6 4.4 17,2 ' 121 17.9 14.8 241 No deffect No deffect

1) API type qpec1men w1th Weld remforcement
2% Average absorbed energy for three specimens
3} The bhending radius is equal to wall thickness
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