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LAMINATION FORMATION ON SHELL OF SUPERALLOY

Tian Dang
(Daye Steel Works)

The lamination defects on the shell of superalloy are devided into two kinds, internal
and external, The lamination formation was observed and analysed based on industrial
trial-production and the process principles for eliminating lamination was proposed with

the understanding of the lamination mechanism,
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THE INFLUENCES OF COLD-ROLLING ON NON-UNIFORM
WALL-THICKNESS OF STEEL PIPES

Zhang Caian
(Chongqing University)
Mo Lilong Lei Shenghuai
(Chengdu Seamless Steel Tube Plant)

The influences of cold-rolling on non-uniform wall-thickness of steel pipes are stud-
ied, the effects of both rolling and drawing processes for reducing non-uniform wall-
thickness are compared, and the reasons why the non-uniform wall-thickness can be

greatly reduced in cold-rolling are analysed,
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