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3500mm X 25.4mm NEW SSAW PIPE MILL 

1. Summarize 

1.1 This mill is adopts advanced technology from abroad. We design according to our advanced production experience, as advanced design, steady performance and 
adjust conveniently. 

1.2. Forming Process 

First of all, hang the coil to the coil car, drive to the uncoiler, pinch with cone head, 

and can move coil to the requested center line through the operation button, and then operate knife close the coil, start support roller motor to rotate coil, uncoil the strip head with the blade, then sent to the pinching &leveling machine. Press roll press the strip and deliver forward, level the strip by roll, go ahead then a pair of vertical rolls make strip on the centerline. Then strip entry into the delivery machine, send strip to 
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the forming, bend the strip to pipe through 1 #, 2 #, 3 # forming roll, make size through 4 #, 5 #, 6 #, 7 #, 8 #forming roll so get the specified spiral pipe. At the same time of forming, weld the two contacting edges from inside and outside by Lincoln submerged arc welder. Set automatic ruler and cutting device in the pay-off table, so can cut and kick out the pipe to ensure continuous production. 

According to forming theory, during the SSAW production process, the strip of 

different width and thickness is suitable for producing different diameter pipe, the correlation shown in the following formula: 

cosΧ = B / πDm 

Above: Χ for forming angle 
B for the strip width 

Dm for the pipe diameter, Dm = D (outside diameter of steel pipe)-t (thickness) 

In actual production we can calculate the required angle of the molding on the basis of the above formula, and then calculating the appropriate adjustment of feeding table by the value and the appropriate angle of forming, and then produce 

1.3. Techniques process 

Spiral welded pipe production line process is as follows: 

Uncoiling → Peeler→ leveling →lateral strip guide (electric)→Cutting&butt-welding →lateral strip guide (electric) → edge miller No.1 →edge miller No.2→lateral strip guide (manual) → Plate surface cleaner → main drive→ prebending→ forming → internal welding → external welding → on-line ultrasonic → cutting off → kick-out pipe From entry of coiler to cut-off & kick-out is the entire forming process, the unit will make SSAW as strip, is the main part of the whole process, only stop when combine the first coiler and the next coiler, this unit has a strong continuous. 

2. Purpose of steel pipe 

2.1 High strength petroleum and natural gas transportation 

2.2 Low pressure liquid pipe as gas and water transportation 

2.3 Piling pipe for construction 

2.4 Structural steel pipe 

2.5 others 

3. Quality 

The mill produces the steel pipe meet with GB9711.1-1997, AWWA-C200, API-5L. 
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4. Technical specifications 

4.1 Raw Materials - Steel coils: 
OD: Ø 1000～Ø 2200 mm 
ID: Ø 610～760mm 

Strip Width: 750 mm～2000 mm 
Wall thickness: 6.4～25.4mm 

Steel grade: Q235, 16Mn, Max.X70 (б≤18mm) Yield strength: less than 565N/mm2 
Weight: Max. 40 Ton 

Max. Side curvature: 10/10 mm/m 
Width tolerance: 0～+25mm 

4.2 Finish Product - Pipe specification: 
Diameter Range: Ø 600～Ø 3500 mm. 
Wall Thickness: 6.4～25.4 mm. 
Spiral angle: 45º～82º 

Length: 8～20 m±0.5 
Tolerance of size: 

Outer-diameter ±0.5%D
Perimeter
±0.5%D

Curvature
1/1000L
Pipe length
0～＋30mm

Dent
less than 0.5mm
Right angle
less than 2mm

Flatness
less than 2mm

Profiling (beveling) less than  ±0.5mm, less than  ±0.5deg

The following is the Wall thickness and diameter and material data:

mm
5
6
7
8
9
10
11
12
13
14
15
16
17
18
19
20
21
22
23
25

600
☇
☇
☆
☆
○
○

700
☇
☇
☇
☇
☆
☆
○
○

800
☇ ☇ ☇ ☇ ☇
☇
☇
☇
☇
☆
☆
○
○

900
☇ ☇ ☇
☇
☇
☇
☇
☇
☇
☆
☆
○
○

1000
☇ ☇ ☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
1100
☇ ☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
1200
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
1300
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
1400
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
1500
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
1600
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
1700
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
3 

[image: image4.jpg]



1800
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
1900
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
2000
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
2100
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
2200
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
2300
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
2400
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
2500
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
2800
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
3000
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
3500
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
☇
Note：☇----------------------X70； 

☇ + ☆---------------X60； 

☇ + ☆ + ○----------API--B 

4.3 Working system 

The working hours planned under two shifts operations per one day; as follows : 

7.25Hr/s×2s/d×22d/M×12M/Y=3,828Hr/Y 

4.4 Production capacity (annual output) 

According to Ф1400×16mm, the steel coil width is 1550mm, forming angle is 69.12o 
, 
driving speed is 1.8m/min, weight of coil is 25 ton, the forming speed is 0.64m/min, so 
the production speed should be 0.35Ton/min, each pipe length is 12meter/6.6Ton, the 
year working time is 3,828hours, as the annual output be up to 80,388Ton per one 
year. 

4.5 Workers quantity and their position 

Main section 

Uncoiler
Butt-welding
Edge milling
Forming
On-line UT
Cut off

1
2
1
3
1
1

Total: 9 workers per shift 

4.6 Mill type 

Inlet swiveling, strip centerline location 

4.7 Welding: 

Submerged arc welding 

Internal welding:1 DC 1500 + 1 AC 1200 
External welding:1 DC 1500+ 1 AC 1200 
Speed: 0.8-2.1m/min 

4.8 Driving speed: 0.7-3.5m/min 

4.9 Forming type: 
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Three roller bend, four row of out-control roller sizing. 

4.10 Plant requirement 

Voltage: 220/380V 
Frequency: 50Hz 

Compress air: 0.4-0.6Mpa 

4.11 Total capacity: ~900KW 

5. Equipment list: 

No.
Description
Qty

5.1 Main section

1
Uncoiler
(With coil car)
1

2
Peeler
1

3
Leveling machine
1

4
Lateral Strip Guide (2xelectric+1xmanual )
3

5
Cutting and Butt welding unit
1

6
Edge miller
2

7
Plate surface clean unit
1

8
Main drive
1

9
Prebending
1

10
Forming machine
1

11
Feeding table
1

12
Inside welding unit
1

13
Outside welding unit
1

14
Pay-off table
1

15
Flying cutter
1

16
Pipe drop unit
1

17
Anchor bolts and Buried parts
1

18
Electrical system
1

19
Hydraulic system
1

5.2 Assistant equipments

No.
Description
Qty  manufacture

1
Internal welder
2
Linclon brand

2
External welder
2
Linclon brand

3
Welding flux feed and recycle system
1
China brand

4
Welding flux treatment system
1
China brand

5
Butt-welder unit
1
Lincoln brand

6
Plasma Cutter LKG-200
2
China brand

7
Welding seam tracking unit
1
England META

8
On line ultrasonic tester
1
China brand
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6. Price: 

No.
Description
Qty

1
Uncoiler (With coil car)
1

2
Peeler
1

3
leveling machine
1

4
Lateral Strip Guide (2xelectric+1xmanual )
3

5
Cutting and Butt welding unit
1

6
Edge miller
2

7
Plate surface clean unit
1

8
Main drive
1

9
Prebending
1

10
Forming machine
1

11
Feeding table
1

12
Inside welding unit
1

13
Outside welding unit
1

14
Pay-off table
1

15
Flying cutter
1

16
Pipe drop unit
1

17
Anchor bolts and Buried parts
1

18
Electrical system
1

19
Hydraulic system
1

6.2 Assistant equipments

No.
Description
Qty   manufacture

1
Internal welder
2
Linclon brand

2
External welder
2
Linclon brand

3
Welding flux feed and recycle system
1
China brand

4
Welding flux treatment system
1
China brand

5
Butt-welder unit
1
Linclon brand

6
Plasma Cutter LKG-200
2
China brand

7
Welding seam tracking unit
1
England META

8
On line ultrasonic tester
1
China brand

(Exclude the cost of air tickets and local accommodation, free of charge to provide technical guidance) 

8. Payment terms (T/T) 

8.1 30%T/T for deposit when the contract comes into force. 

8.2 60%T/T for manufacturing finished goods with delivery conditions. 

8.3 10%T/T for cash guarantee in guarantee period(12 months). 
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9. Acceptance standards 

10.1 According to the GB related and technical agreement. 

10.2 Acceptance according to produce two kinds of steel pipe, the diameter will confirm by both party. 

10. Technical services 

11.1 The guarantee period is one year. And will update the technical long terms. 

11.2 We supply technical guiding with installation and commissioning. 

11. Technical details: 

Supply the following details with 2 months after signing the contract. 

11.1 Plant layout 

11.2 Plant civil construction 
Buried parts drawing 

Air, water and power connecting drawing 
Electrical pipeline drawing 

11.3 Supply the following when delivery 
Layout 

Hydraulic system drawing 
Electrical system drawing 
Installation drawing 
Spare part list 

Operation manual 

12. Bilateral liability 

12.1 The Buyer’s Duties 

The Buyer is responsible as below: 

a) The accommodation for the Seller’s engineers. 

b) The foundation civil construction according to the Seller ’s drawing. And prepare the water supply and electric power according to the Seller ’s request. 

c) Cables, bevel iron, water and air pipe. 

d) Release the related payment according to terms of payment condition. If delay the payment, the delivery time will be delayed. 
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12.2 The Seller’s Duties 

The Seller is responsible as below: 

a) Guide to install and commissioning the equipments, train the Buyer ’s worker on electrical, mechanical and hydraulic. 

b) Supply the general layout, foundation civil construction layout, electrical pipeline layout, air, water and electric connection layout in duplicate after the contract comes into force within 50 days. Supply the installation and maintenance principle drawing, electric principle drawing and operation manual in duplicate along with delivery. 

c) Supply the brand-new, not used complete equipments according the specifications. 

d) Provide long-term, free of charge technology consultation. Provide the services 

free of charge during guarantee period. Replace the parts due to the Buyer destroy on run free of charge (exclude the wearing parts). 

One year's Spare part list for SSAW Pipe Mill Ф600-3500mm

No.   Description

1 
Nut

2 
Guide roller

3 
Welding tab

4 
X type miller

5 
Ⅰ type miller

6 
Edge milling blade

7 
Guide plate roller

8 
Forming roller

9 
Forming roller

10 
Welding tab roller

11 
Welding tab roller

12 
Commutator valve

13 
Contactor

14 
Buttom




Specification   Material

Tr100 X 4 
ZcuAl10Fe3

Φ400 
GCr15

2050X60X15   H62

Ф700mm 
Assembly part

Ф700mm 
Assembly part

19X19X4 
YT15

Ф160mm 
Assembly part

Ф160mm 
Assembly part

Ф100mm 
Assembly part

Ф200mm 
Assembly part

Ф120mm 
Assembly part

4WE10E-31




Qty   Unit   Part Name

4 
pc   Side guide

4 
pc   Side guide

2 
pc   Cutting and butt-welder

2 
set   Edge miller

2 
set   Edge miller

500   pc   Edge miller

8 
set   Pre-bend guide plate

20 
set   Forming machine

10 
set   Forming machine

8 
set   Forming machine

4 
set   Forming machine

4 
set   Hydraulic system

10 
set   Electrical system

8 
set   Electrical system
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