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Practice of Process for Improving Yield of Seamless Pipe
Hot-Rolled by 114CPE Mill

Zhuo Zhao', Hang Naiging', Cheng Xianglong', Duan Jiatian> and Kang Zhiyong’
(1 College of Materials and Metallurgy, Wuhan University of Science and Technology, Wuhan 430081 .
2 Hanyang Steel Rolling Plant, Wuhan Iron and Steel, Wuhan 430035)

Abstract In light of the problem of low yield of pipe for petroleum produced by ®114mm cross roll piercing elonga-
tion ( CPE) mill, an analysis on production process flow sheet has been carried out. It is obtained that hot-sawing on pipe
in middle procedure and hot-cutting ends are two factors led to low yield. With adopting the improved alignment method as
pipe moved to cooling bed and the pointing process, the comprehensive yield of ®73.0 mm x5.5 mm and $88.9 mm x
6.5 mm pipes for petroleum increases to 84. 5% ~85.0% from original 78% .
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Situation of pipes moving to cooling bed: (a) original process; (b) improved
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Fig. 2 Schematics of original mandrel pointing (a) ;

original damper (b) ; improved damper (¢) and improved mandrel pointing ()
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Fig. 4 Schematics of pointing ends of steel pipe: (a) original, cutting; (b) improved, non-cutting
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