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20 1 CTA 53
1 CTA
(mm)
CTA _
(in) OD (min/max) min max. (min/Mmax)
CTA 300 3 337 889 25%x 25 70x 70 15 45
CTA 400 4 445 1270 35%x 35 100x 100 15 55
CTA 550 6 63 5 168 3 50x 50 130x 130 20 80
CTA 700 8 88 9 219 3 70x 70 175% 175 25 100
CTA 1000 12 114 3 323 9 90x 90 250%x 250 30 127
CTA 1300 16 168 3 406 4 130x 130 320%x 320 36 160
CTA 1600 20 219 3 508 0 175% 175 400%x 400 40 160
CTA 2000 24 273 0 6100 220x 220 500x 500 50 160
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edge, makes the tool feed processmore stable Thiswi ill prolong tool service life and ensure the quality of
facemilling
Subject terms welding pipe finishing device shearer contact gopearance of milling tooll

Qu Guiliang, Song Ronghua(52)

The Technology of CTA W elded Tube

The technology of CTA welded tube, whichwasowned by U. S A. and A ustria, was introduced The
forming sequence in the technology w as circumferential bending, edge bending, circumferential bending once
again and fine foming Two general coarse rolling base frames in the forming systen were used The coarse
rollersw ere available in pair and need not replace during the production For the ease of replacing roller the
edge bending base franew as of the plug structure In the CTA edge bending, the edge of strip steel was
flanged and the radius of the flange w as gpproximately equal to that of the pass by fine rolling It ensured
that the distance betw een the edge of strip steel andw elding potw asoptimum. In the form ing technology of
basket array rollers, the number of rollersw as great than 36 and each roller would only produce the fom ing
angle in 6° 10° During fine rolling process, two fine rollingmillswere only gpplied in correcting the tube
sean. T he abrasion of roller in fine rolling passw as reduced and the phenomenon of edge thickening disap-
peared W ith the forming technology, the forming condition, such as the even deformation of strip steel, the
completed deformation of edge, andw ithout abrasion and w avy, w as satisfactory.

Subject terms w elded tube pass design fomingmill foming technology technique
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