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Internal Polishing Technology for Stainless Steel Pipe

Synopsis :

Masato Otsuka

A “ball-press belt polishing method” has been devised to decrease the time required for internal polishing of stainless steel

sanitary pipes, which are used for food process piping and similar applications. In this method, the inside of the pipe is polished

in the longitudinal direction by polishing pressure using the elastic force of balls.

The new method has achieved the following results :

(1) In the polishing of 4 m-length pipes (SUS304), surface roughness equivalent to that obtained by the present method was

achieved.

(2) This method, offers the possibility of reducing polishing time to about 17 minutes per pipe.

(3) The corrosion resistance of pipe polished by this method is considered equal to or higher than that obtained by the present

method.
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Fig.1 Schematic diagram of pipe internal polishing device for buffed pipes.
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Fig.2 Schematic diagram of the ball-press belt polishing method.
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Fig. 4 Toeline around welds.
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Table 1 Internal surface roughness of specimens.
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Fig. 7 Operation process.
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Fig. 8 Pitting corrosion test piece.
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Table 4 Measurement condition of pitting corrosion electric
potential.
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Table 6 Polished removal depth in polishing belt combination condition.
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Fig.9 Surface roughness after polishing in each polishing belt combination condition.
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Fig.13 Anodic polarization curves in each specimen.
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