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Fig. 3. Relation between mechanical properties
of welds and flash & upset distances.
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Table 1. Size of tube rollers.
Expansion Bell-mouth |Bell-
range Mandrel Work roller roller mouth
. Type - . 3 v
yP Min. Max. Taper . Diameter Length | Taper gg’e?e Length| Taper Angle
(mm) ' (mm) | (deg) |"Min. | Max_ | (mm) | (deg) | {385 | (mm) | (deg) | (deg)
(mm) | (mm)
D1 2500 | 28°00 | 2°40' 7°55 | 890 | €9 1°20' | 1°30' | 1970 | 16°50' | 36°20
F2 24°61 2765 1°48’ 8+23 8°94 57 55! 2°00! 12*7 15°30! 32°46!
F3 T 24461 27°08 1°44! 7°98 8°97 . 76 52! 19557 127 15°20! 32924!
Table 2. Size, chemical composition and mechanical properties of tubes.
Size Chemical composition (%) A Mechanical properties
Outside | Wall Tensile Yield .
diameterthickness| C Si | Mn P S strength strength Elc?rézﬁtlon Heg_%gess
(mm) (mm) : v (kg /mm?) |(kg/mm?)
31 ‘279 3°63 012 | 0°36 | 0°54 | 0°023| 0°025| 41°4~38°2 | 29*4~24°7 52~48 130~108
¢ 4 4 4 2
31°69 250 0°09 | 0°23 | 0°45 | 0°009 0°018i(60*7~350) (58°4~21°6)] (59~14) (227~104)

( ) Condition of as cold drawn and heat treatment at 400~1000°C.
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