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Fig.l Example of microcrack appeared at the center of weld bead of
titanium tube(31.75¢x0.7t mm, tube making speed; 4 m/min)
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Fig.4 Appearance of open tubes
formed at various temperatures
(22¢x0.7t mm)
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Fig.5 Effects of forming tem-
perature and diameter reduction
at hot forming roll on width of
open edges (22¢x0.7t mm)
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Fig.6 Optimum region of forming
temperature free from microcrack
as well as oxidation (22¢x0.7t mm)
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Histograms of tensile properties

for titanium tubes produced in hot form-
ing and conventional processes
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Fig.8 Fatigue property under internal
pressure for titanium tubes produced
in hot forming and conventional processes

Table 1 Oxygen analysis of weld bead of
titanium tubes produced in hot forming
process
FORMING CONDITIONS OXYGEN
SPESIOMEN SPEED TEMPER- PSOAS'\'A:]LOEN ANALYSIS
! {m/min) | ATURE {°C) (ppm)
1 5 RT BASE METAL 1,130
1 » WELD 1,280
2 7 " 1,170
3 3 450 1,210
4 5 270 1,080
5 7 220 1,170




