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Automatic Seam Tracing System for ERW Pipe Mill*

Synopsis:

Kawasaki Steel has developed two types of new equip-
ment to detect and trace the weld-seam of ERW on pipe,
and installed them at the 26 inch ERW pipe mill of its

Chita Works. [n most FRW ninemills. a lonsitudinal weld-
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Fig. 1 Manufacturing process of ERW pipe

in characteristics, a method of detecting the effect of  proximity effect, and heating is accomplished by giving
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Seam not only by temperature but also by fluctuations in emis-
sivity, and when emissivity is minimal, the temperature
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Fig. 9 Seam annealer control system using absolute
seam position detector

constant value (500 mm). Since the pyrometer is of a
r“tuwgpmm jw nreyﬁntc rhanoeg in dimencinnal
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Fig. 10 Absolute seam position detecting system

instafled in 26" ERW mill
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3 With the seam annealer, an accuracy of +1.5 mm is
Automatic Manual ordinarily obtained, thereby contributing to the reliable

lnw-temoematiretonghoess of the steel pine manufac-.
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