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Development of Numerical Analysis on Seamless Tube and Pipe Process
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Abstract

High alloyed seamless tube and pipe production process may have some trouble because the
process cause large shear strain, and workability of high alloy is usually not good. Numerical
analysis is a strong tool to clarify the process, to prevent the trouble, and to design proper production
process. As the seamless tube and pipe process with large shear deformation is difficult to simulate
by numerical analysis, the various development has been made.This paper shows our current
development of the numerical analysis on piercing mill and mandrel mill. It improves the accuracy
by state of the art analysis model and specimen test on piercing mill, and make it possible to predict
the key process on mandrel mill process producing high alloyed tube and pipe by a proper model

of material property.
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Schematic of Mannesmann process
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