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Discussion on Optimizing Deformation
Process to Enhance Mandrel Utilization Factor

Huang Peiwu?®, Li Xiao?
( 1. Hunan Metallurgical Technical Vocational School, Zhuzhou 412000, Ching;
2. The Mandrel Pipe Mill Plant, Baotou | & S Corp., Ltd., Baotou 014010, China )

Abstract; Since the mandrel is the most critical thermal deformation operation tool for the retained mandrel
pipe mill (MPM) process, its operation efficiency is decisive to steel tube operational cost. In order to reuse the
scrapped mandrel, an approach to optimizing the mandrel operation is proposed, involving an additional groove
introduced on the basis of the characteristics of the H13 steel and the analysis of the deformation process of the

mill.
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